Y DYKOAANOEIC NAEKTOIKOUL
TOEOL Il — XapaKkTNEIOTIKA

KAl SIATAEEIC TEXVIKWYV
OLYKOAANONG TOEOL

AIAAEZ=H 3
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MEPOX A LYNTOMH ANAXKOTIHXH




HAEKTOIKO TOEO OLYKOAANTCEWY

Example: The potential fall in an arc with a arc
voltage of 20 V

Cathode

Arc column
’ (Plasma)

Positive ions 7e
89 ;é;% %

/+ /

© e
Electronsg'

KatevBovon avénong
TOL NAEKTOIKOL
SLVAUIKOL

[ Vdar=o [ V-aar=0 | [ viar=o

10V / m | 10° +10"V / m

< » & » »
< Ll ] Ll ] >

cathode stealth plasma column anode stealth
10— 100um 10— 100pm




XapaktnpeloTika DC mnywv

0 Tnyég ouvexoLS pevuaToc pe OPOBN
TTOAIKOTNTA (XPHA)
» H BepuIkn evepyeia evaTtoTiOeTal OTO

TEPAXIO ETTITOYXAVOVTAG MEYAADTEPN
Sieicdvon

> [apayovTag OUWG PEYAADTEQN
OepuoemTnEelopevn (wvn (HAZ)

> TTIOANA KA oTaBepOTNTA TOEOL

»  EAeyxopevn yeETApOOA LAIKOL ATTO TO
NAEKTOOSIO

0 TNyég ouvexoLS PELHATOC UE
AvAOoTOOpN TTOAIKOTNTA (XPHO)

”

H BepuIkn evEpyEla evaTToTIOETAI OTO
NAEKTOOEI0

'ETo1 N Beppoemepealopevn {oovn givail

UIKOOTEPN

‘OUG ETMITLYXAVETAI HIKOOTEPN Sicicbuon

H ofeibwon eival yIkpoTeEN, KAl SIAAVETA
atto 10 POUPAPSEICUO IOVTWV

MooTIuATAl O€ JETAAAQ TTOL TTAPAYOLYV
'oTaBePA, adlaiuTa ofeidia T1.X. AAOLUIVIO




|lOXOC TOEOL

Energy Distribution by Region for GTAW (DCEN), AC TIG, and GMAW (MIG)

(Representative midpoints from literature)
100% 100%

aNnNo/

mmm Cathode region
Bulk plasma
B Anode region

100

Fraction of total power (%)

0 GTAW (DCEN) ACTIG GMAW (MIG)



XApAKTNPIOTIKESC KAUTTOAEC DC 10E0UL

o

—>» Tdon (V)

. loxboouv n apxn dlaTNENON TNG EVEQYEIAC .
KAl TOL PEVLUATOC 200

2. XTO TOEO LTTAPXEI NAEKTPIKN, MAYVNTIKN KAl
OEPUIKN EVEQYEID

—> Tdon (V)
! \\

500
> 'Eviaon (A)



XOPAKTNPIOTIKESC KAUTTOAEC DC tTNYwV

v YTABEPOL PEVLPATOG I KATEPXOUEVEG

[evIKOTEOQQA XONOIUOTTOIOLVTAI

XAPAKTNPIo 1K)
"G Pnxavig

0 Mnxavég otaBepol PeLHATOC OTAV TO UNKOG /  oTageprig Téong

TOL TOEOL PETARAAAETA

0 MnXaveg oTaBepnG TOONG OTAV O TEXVIKEG
OLYKOAANONG TTAPOLOIAOLY PNXAVIOUO
avtooLvTNENOoNG (0TABEPO PUNKOC TOEOL)

»
>




AVVAUEIC TTOL EVEQYOLY OTNV OTAYOVO

AvVAEIC TTOL EMSPOLY OTNV ATTOCTIACT TS OTAYOVAG ATTO TO NAEKTPOSIO y
Abvapun KarebBvvon IE :
Emepaveaakn Taon y AvTITIOETQI
Avvaun Aoye Tng Taxeiag arpomoinong F, AvTiTiOeTal v E
Avvaun Lorenz F, Euvoikn
Bapotnta F, Evvoikn
Abvapn Aoy TnG KpoboNg TV I0VT®YV F, Euvoikn VF L

Avriotraon mAacuarog F, OubETePN N ELVOIKN O LWNAES

EVTIAOEIC PEOLUATOC




MOPPEC HETAPOOAC LAIKOU

Z@aipoeidiig Me wekaopo6 EXPNKTIKA

Ay e -
l . e
O ) : ; Crilss

HE m0Y6V5§ HE arwenon £§0KOW|0p00 ouvg*oﬁg porg =
TIEPIOTPEPOPEVO

3. META®OPA ME

2. FTE®YPQTH META®OPA
MNPOZTAZIA ZKOYPIAZ

<> p s

HE BpaxUKUKAwHa HE 0dnyoug amod oKovn



METAPOPA LAIKOL PE BOAXLKLUKAWUO

(a) AANayn 6¢ong nAekTpodiou

PRI 300
=
O
e
2150
o
[l
0 0,01 0,02
—> Xpovog (s)
(B) Peupa o€ ouvapTnon e 10 XpOVo
=
_g 30
2
T 15
0y 0,01 0,02

> Xpovog ()

(y) Taon o€ ouvdpTnon HE 10 XPOVO



ETiépaon TTOOOTATELTIKWY AEQIWV

0 XTIC OLYKOANNOEIC TOEOL e xpnon He avTi Ar | iyuatwy TOLG
LE JEYAAN TTEQIEKTIKOTNTA He

0 Emroyxaveral yeyaAutepn dicicdbvon pe He, 61011 To He o€ oxeon
LUE TO APYO

0 KaAoTtepn Bepuikn aywyiuoTnTa

0 ATTQITEl HEYAALTEQN TAON AVAPAEENS, APOL EXEI HEYAADTEQO
SLVAUIKO I0VIOUOL

2 MIKPOTEOQN TTUKVOTNTA, TIPOKAAWVTAC MIKOOTEQEC OEPUIKES
ATTWAEIEC



PLBLOG TAENG

H &N TToOKaAEITaI ATTO TNV BEPUIKN EVEQYEIQ OTO NAEKTPOSI0. OI HOPPES
OEPUIKNG EVEQYEIAS OTO NAEKTPOSIO €ival:

0 O¢ppotnta Joule

0 ©egpuoTNTA AOYW TNG KOOLONGS IOVTWY, BEPUIOVIKN EKTTOUTTN, AVACLVSIAOUOI,
IOVIOUOC =2 AOY®W PLOIKWY TTAPAYOVTWYV

—

0 Yuvaywyn
0 AKTIVOROAIG —  QUEANTEEG

0 Ay®yn atmmo TN OTayova OTO NAEKTPOSIO

—



-

XAPAKTHPIXTIKA KAI

MEPOX B AIATAZEIL TEXNIKQN

LYTKOAAHXHY TO=OY




Y OYKOAANON TOEOL UE NAEKTOOSIO

BOAPOAUIOL KAI TTOOOTACIA AEPIOL

H GTAW vAoTtroigital he Tn Xpnon

0 Adpavouc NAekTpobioL BOAPpPAUIoOL
0 MpooTaTeLTIKOL AgPIoL (Ar, He ) hiypata Toug)

0 Mmopéei va XpNoIuoTToiNBEl Kal TTANPWTIKO LAIKO




Y OYKOAANON TOEOL UE NAEKTOOSIO
BOAPOAUIOL KAI TTOOOTACIA AEPIOL

H GTAW LAOTTOIEITAI YE TN XPNON

0 DC pe 0pBn TTOAKOTNTA OTNV CLVTPITITIKN TTAEIOWNPIa
UETAOAAGV

0 DC pe avaoTtpopn TTOAIKOTNTA OTAV TO UNTPIKO UETAANO
eival Al (KaBobikoc kaBapIouog)

2 AC bynANG TaoNG KAl OLXVOTNTAG ——Worgiee N - Gas

Shielding Gas Supply



KaBobikoc kKabBapIiopog

0 Yovavrtartal kopic otn GTAW otav 1O PNTEIKO LAIKO &ival Al Kal pe
xpnon PHO®

0 Kal xpnoluortrolgital Ar cav TTOOOCTATELTIKO AEQIO

0 KaTtd TNV xpnon avaoTtoopns TTOAIKOTNTAG TO UNTEIKO METAAAO YiveTal
KOB060C

0 To KaBodbIKO OTiyua PPICKETAI OTNV TTEQIOXN TWV O&EISIV

0 Hmmpookpovon BETIKA POPTICHUEVAY IOVTWY OTNV TTEQIOXN TV OLeIdicdov
TTOOKAAEI TN SIGALON TOLG




KaBobikoc kKabBapIiopog

0 'ETol TO KOBOSIKO OTiYUA UETAKIVEITAI CLVEXWC OE€ TTEQIOXES TN
ETTIPAVEIAC TOL PNTPIKOL PETAAAOL TTOL £XOLV OXNUATIOTE O&Eidia

0 Hmmapamave SIadiIKaoia eTavaAauPAVETAl CLVEXWGC

2 'Ecdc OTOL N emipAvEIa TOL PNTEIKOL VA KABAPIOTE TTANPWCS ATTO TA
o&eibia NG



HAekT0O6I0 GTAW

Hlextpooio

Xoparxtnpiotird

Bolgppauiov

Boigppapiov ue 1.7-2.2% 0opio

Boippayiov ue 1.3-1.7% AavBavio

Boigppayiov ue 1.8-2.2% onuntpio

Bolppauiov ue 0.15-0.4% Gipxovio

To eOnvoTEPO

Xpnon 6€ GUYKOAMGELS YapUNAGV aroutioewv Al kot Mg
Xpnon ko pe AC

KoAvtepn exkmopnn niextpoviov

Meyoivtepn ddpreto (ong

[T otafepod TOEO pe Mo e0KOAN Evovon

DC ZPHA ydéAvBa, kpapota vikeAiov Kot Titaviov

H oxdvn 1ov xotd to tpdyicua stvar ELappmg padtevepyn
2tafepo6 TO&0

KaAn o1dpketo Long

Kaiég emdooeig oe DC ko AC t6En

Teivouv Vo 0mOKATOGTIGOVV TA TOPATAVED

Xpnon o€ cuVONKES YOUNAOD pedUATOG

Xpnon o€ Aemtd eAdcpoToL

EbvkoAn évavon tdéEov

Edwd niektpddia yro AC otabepd tO&0



XapaKTNEIOTIKA pNXavwy GTAW

H GTAW vAoTTOIEITAl EITE PE TN XPNON

0 DC unxavoyv e XapakTNEIoTIKN OTABEQOL PELUATOC

0 Eite e DC pe TAAUO N TTAOAPOLC YE OPBN TTOANKOTNTA O€
NUIQLTOUATEC CLYKOAANCEIC



[MIoTOAN cLYKOAANONC GTAW

<«— Back Cap

Electrode Cable

Torch Handle Water Outlet

Hose

03 é Gas Hose

Gas Orifice Nut

Gas Nozzle Water Inlet Hose

Tungsten Electrode

Gas Tungsten Arc Welding Torch



[IAeovekTNuaTa GTAW

d

d

d

d

d

YOYKOAANON UE AKPIPEIA KAl TTOIOTNTAC

ME€ 1I0XLPEES KA ELTTAPOLOIACTEC CLVOETEIC

[TapoLoia EAOXIOTOL ATUWY, OTTIVEONEWYV KAl TIITOINICUATOC

YOYKOAANGON AETTTAV, AAAQ KAl pEYAANGS SIOTOUNG EAQCUATV

YOYKOANON TTANBWEAG LAIKWY AKOUN KAl JE LWNAO onueio THENG




MelovekTnuaTta GTAW

0 AKPEIPN pEBOSOC TTOL eV PETAPEPETAI EOKOAD

U

o 0O 0O 0O O

[MBavn poAvvon TNG AivNG OLYKOAANONG WE BOAPOAUIO 0bNYEi O¢€
OKANPO KAl eELOPALOTO PETAANO CLYKOAANONG

Eival pia S0okoAn pEBodocg mouv arrairei eEaoknon

'ETol1 meplopiletal o€ eTmitredes N opI{OVTIEC CLYKOAANNCEIC,

AV KAl LTTAPXEI SLVATOTNTA CLYKOAANCNG & OAEC TIC BECEIC
T TTPOC CLYKOAANCN WETAANG B4 TTPETTEl VA Eival KOBapa
Aev eVEEIKVLTAI YIA PETAANQ E XAUNAO ONUEIO TNENG




Epapuovec GTAW

Q
a
a
Q

Kupiwg o€ pn o16nNeoLXA JETAAAG
YLVTNENON KAl ETTIOKELN E€QPTNUATWY ATTO Al
AepOoSIaoTNUIKN Bropnxavia

TO HETAAANO GLYKOAANCNC £XEl OXESOV TNV I61I0 CLOTACN PE TO
UNTOIKO, £TOI £XEI LWYNAN AVTOXN O€ TTIOOCPROAN OE TTEQIKOLOTAAAIKN
SIARPWON, YIA ALTO XPNOIUOTIOIEITAI O GLUYKOAANTCEIC LYNAWYV
ATTAITNOEWY

Y€ AYWYOLS OTN Brounxavia TPOPIUWY, AAAA KAl NUIAYWYOLS KABWGS
Sev TTAPAYEl OKWPEIC




Y OYKOAANON PE TOEO TTAOAOUATOC PAW

0 Ovopadlovral ekeiveg TToL PaciovTal O€ Eva OTEVOUEVO TOEO. © — [
power supply
0 AtroteAel TapaAdayn TG GTAW, pe SL0 SIAPOPEC
Main arc
power supply
. 'Evavon tou T0€ou pe xpnon ToEou TTIAOTOL
2. H akpn tov NAekTPOSIOL POAPPAUIOL PPICKETAI ECWTEPIKA OTO
TTIOTOA
@

0 Xapaktnpiletal armmo TTo oTevo TOEO O€ SIATOUN € OXEOoN UE TN
GTAW

s

Tungsten electrode

/ Pilot gas
%ooling water

Cooling water nozzle

Shielding gas

/—Shielding cap

- Plasma arc (current path)
Weld metal

Weld pool



To&o mAOTOC PAW

0 TOEO MAOTOG HETAEL NAEKTPOSIOL - AKPOPLTIOL

0 'Evavon avaAoya PE TNV EVTAoN TOL PEVUATOGC

1.

2.

Y€ XAUNAEG TIUNG £VTAON TOL PEVLHIATOC TO NAEKTPOSIO TTPOWOEITA
YIO VA €00l O€ ETTAPI PE TO AKOOPULOIO KAl ATTOUAPLVETAI

Y€ LYNAEC eVTAOEIC TO TTOPOOTATELTIKO AEPIO IoVideTAl

[

Pilot arc
power supply

o

Main arc
power supply

s

Tungsten electrode

/ Pilot gas
%ooling water

Cooling water nozzle

Shielding gas

/—Shielding cap

- Plasma arc (current path)
Weld metal

Weld pool



YTEVAON TOEOUL

0 MeyaAuTepn eLOTABEIA KAI KATELOLVTIKOTNTA TOL TOEOUL

0 YWNAOTEPEC Bepuokpaaies kal peyaAuTepn dicicduvon

0 AOY® I0XLPEWY HM SLVAUEWY UTTOPEI VA XPNOIUOTTOINDEI O€
OTTOIO6NTTOTE KALTELOBLVON



METAMPEPOPEVO KAl PN PETAPOPEQLOUEVO

TOEO

0 Metapepopevo ToEo oxnuarTidetal HeTagy Tov
NAEKTOOSIOL KAl UNTPIKOL PETAAAOL OTAV TO
UNTEIKO LAIKO €ival NAEKTPIKA AYWYIUO

0 'Otav 10 uNTPIKO LAIKO &gV €ival NAEKTPIKA AYWYIUO
SNUIOLEYEITAI PN PETAPEQOPEVO TOEO PETAKDL TOL
NAEKTOOSIOL KAl TOL AKPOPLTIOL, TTOL
TTAPACLEETAI TIPOC OTO PNTPIKO LAIKO ATTO TNV
Kivnon TV IOVICUEVV AEQIWV

Electrode

Plasma Arc

Transferred




Y LYKOAANON KAEIbapoTpuTtac PAW

o O O O

Y€ DWYNAEC EVTACEIC PELUATOC
Kal pe xpnon JeyaAng moooTNTAac adpavous agpiov

H Siatourn Tou TOEOL EAATTWVETAI CNUAVTIKO

'ETO1 TTOOKOTITEI TTOAD HIKPQOG OYKOG TNYMEVOUL UNTEIKOL

UETOAAOL

Kal énuiovpyei Siautrepn OTT OTO PUNTEIKO METAAANO

[

Pilot arc
power supply

o

Main arc
power supply

s

Tungsten electrode

/ Pilot gas
%ooling water

Cooling water nozzle

Shielding gas

/—Shielding cap

- Plasma arc (current path)
Weld metal

Weld pool



Y OYKOAANGTEIC EKAETTTOOPEVOL TOEOL KAl .

UIKOOTTAQOUATOC

© [ l Tungsten electrode
Pilot arc Pilot gas

0 Me TN XPHon aoOPPETPOL HM tTesiou powerf“pp'y, %ooling water

0 To T0&o oTPOPINICETAI KAI PEIVETAI TTEQICCOTEQO N SIATOUN [ J— Cooling water nozzle
TOU, KAl OVOHIALZETAl CLYKOANNGCN EKAETTTOCOHEVOL TOEOL — Shielding gas
(FPAW) power supply /—Shielding cap

\\7,

2 H oLYKOAANNON O€ UIKPES EVTATEIC PELUIATOC, TTEPITTOL 30 A | _ plasma arc (current path)
(>1200 A ce PAW) ovopadletal CUYKOAANON . : el et
HIKQOTTAQOUATOG (MPAW)

Weld pool

2 Eival kataAANAN YIO CLYKOAANCN AETTTQOV EAACUATOV



[MIOTOAN OLYKOAANONC PAW

ELECTRODE
COLLET

ELECTRODE CAP

PLASMA GAS
SHIELDING GAS
WATER IN

CURRENT (+)
WATER OUT

CURRENT (-)

HANDLE OF THE
TORCH

"NOZZLE

WELDING TIP

FIGURE 2: CUT SECTION OF A PLASMA ARC WELDING TORCH



[loooTaTeLTIKO aEpIa PAW

0 Ar yia eAQOUATA AETTITA EAQOUATA

2 Ar+ 5-10% H, yia avénon tng Bepuokpaciag. Ouws N amopeopnon
LEPOYOVOL OTN AiUVN CLYKOAANONG O8NYEI TE PWYUES

0 Miypata Ar + He , He>50% yia eANQOUATA PE HEYAAO TTAXOC



[IAeovekTNUOTO PAW

2 YwnAn TaxutnTa

Q AL')VCIT(')TI’]TCI OLYKOAANONC AETTTGV EAQCHATWY, AAAQ KAl PE HEYOAO
TTAXOG

2 TToAL KaAN TToI0TNTA PAPNG
0 Mikpn Beppuoernpealopevn {ovn

0 Me xpnon TN MPAW &¢ev ammaimeital KApia ETTIPAVEIAKN KATEQYATIA, KAl
Ol OLYKOAANCEIC XOALPRA TTAPOLOIAJOLY KAAEC AVTISIARPWTIKES 1I6I0TNTEC

2 HFPAW &nuiovpyei HETOANO GLYKOAANONG WE LWYNAN AVTOXN
0 HFPAW &xel xapnAa emmimeda 6opLRoL Kal §ev SNUIOLEYEITAI KATTVOC



MelovekTnuata PAW

2 YWNAO KOOTOG £yKATAOTAONG KAI XPNONG

0 ATTAITEl KATAAANAN €KTTAISELON KAl EPTTEIQIC

0 AOLOKOAN pLBUIoN



Eqpapuoyec PAW

YTNV ALTOKIVNTORIOUNXAVIA, VALTINYIKN KAl AEQOVALTINYIKN
Y€ SOUIKOLGS XOALPREC

AeCapeveg LNG

AYWYOULG SIKTOWV JETAPOPAC

laTpIkA e€apTNUATA

d
Q
Q
a
Q
Q

HAeKTOOVIKQ €ibNn



Y OYKOAANOEIC UE TNKTOMEVO NAEKTOOSIO

KAl TTopooTaoia agpiov GMAW

2tV GMAW

0 XPNOIYOTTOIEITAl TNKTOPEVO NAEKTPOSI0, SnAadn Note: Sometnes a water
KOTAOVAOAQVETAI

0 XETTPWIPUO OTASIO ATTOTEAOLVTAV ATTO YLUUVA PMETAAAIKG Shielding Gas

NAEKTOOS8IA, XPNOIUOTTOIOLVTAY ASPAVES AEPIO KAl UEYOAAES
TIUEG EVTAONG PELUATOC YIA TN CLYKOAANCN Al (MIG) 7 : ? |

0 1Tn ovvéxela xpnoiuotroinBnke DC pe TTAAUO KAl EVEQYO

35

Wire Drive. EIgctrode
May be located \Vire Reel
in welding gun
handle or at

wire reel
Wire
Drive

]

Controls for governing

wire drive, current, gas

o ©

flow, and cooling water

aeplo CO2 kal xaunAES evTaoelc pevuatog (MAG)

if used

Welding
Machine

0 'Etol yetovopaoTtnke oe GMAW

Gas
Supply




MeTapopPA LAIKOL GMAW

YTV GMAW XoNOIJOTTOIEITAl
DC pe TaAuo Kal 2PHA, CLVETTWG N METAPOPEA YIVETAI UE

oTayova

DC pe IPHO, CLUVETTWG N YETAPOPA YIVETAI JUE WPEKATUO

TEAOC PETAPOPA LAIKOUL HE POAXLKUKAWUA XONCIUOTTOIEITA

£TTioNG

Note: Sometimes a water
circulator is used

Shielding Gas

Wire Drive. EIgctrode
May be located \Vire Reel
in welding gun
handle or at

wire reel
Wire
Drive

S L

Controls for governing
wire drive, current, gas

flow, and cooling water

if used




METAPOPA LAIKOL pE BuBIon GMAW

AVATITOXONKE £ETO1 OTE VA TTOAYUATOTTOINGEI GLYKOAANCN
XWPIG TN XPNON adpava@yV TTOOCTATELTIKWY AEQIWV

Xapaktnpiletal atto PIKEES TIWES EVTAONG PeLUATOCS (50-225 A)
KAl XauNAEG TAoEC (12-22 V)

MeTapopd LAIKOL TTpayuaTtoTrolgital 20-200 popEig/s

Note: Sometimes a water
circulator is used

Wire Drive. SJ§Ctrgdel
May be located '''f€ hee
in welding gun

handle or at
wire reel
Shielding Gas Wire
Drive
Controls for governing
8 = wire drive, current, gas
e flow, and cooling water
. if used
Welding
Machine

Gas
Supply




[NloooTaTevTIKA agpia GMAW

Y€ OLYKOANNCTEIC Al xponoluoTTolEiTal

Note: Sometimes a water
circulator is used

0 Aryia maxn <25mm

Shielding Gas

SRAL

2 Miyua 25% Ar kal 75% He yia maxn <75mm

wire reel
Wire
Drive

]

Wire Drive. :
May be located \Vire Reel
in welding gun
handle or at

Electrode

2 Miyua 10% Ar kal 90% He yia peyaAuTepa Taxn

Controls for governing
wire drive, current, gas
flow, and cooling water
if used




[NloooTaTevTIKA agpia GMAW

Y€ OLYKOAANCEIC XOALPC XPNCIUOTIOIEITAI

0 Arkal 5% Oz yia paAako xaAvpa n 1-2% O2 yia avogeidwTo
XAALPRA, PE TN HETAPOOA LAIKOL TTOAYUATOTTOIEITAN EITE g
OTAYOVA N UE WEKATUO

0 Na Peragpopad pe PLBIoN Kal HAAAKO XAALPA XENOIHMOTTOIOLVTAI
Ar +25% CO:z yia maxn <3mm, Ar + 50% CO: yia maxn >3mm n
CO20KETO VIO AKOUN MEYAALTEQQ TTAXN

a2 Miyya 7,5% Ar, 90% He kai 7.5% CO: yia GLYKOAANGCN
AVOEEISWTOL XAALPRA YIA PETAPOPA HE BLBIoN

Note: Sometimes a water
circulator is used

Shielding Gas

Wire Drive.

May be locate
in welding gun
handle or at

wire reel
Wire
Drive

S L

Controls for governing

Electrode

d Wire Reel

o ©

Welding
Machine

if used

wire drive, current, gas
flow, and cooling water

Gas
Supply




HAekTpO010 GMAW

0 ‘Otav yiveral xpnon adpavoug TTPOCTATELTIKOL AEPIO TA
NAEKTOOSIa £XOLV TNV 181 CLOTACN UE TO PNTPIKO PETAAAO

0 13 TN XPpNoN EVEQYWY AEQIRV XPNOILOTTOIOVVTAI NAEKTOOSIC
UE TTOOOBNKES AVTIOEEISWTIKWYV (KLPEIWS Si kal Mn)

Note: Sometimes a water
circulator is used

Shielding Gas

Wire Drive. EIgctrode
May be located \Vire Reel
in welding gun
handle or at

wire reel
Wire
Drive

S L

Controls for governing
wire drive, current, gas

o ©

Welding
Machine

flow, and cooling water

if used

Gas
Supply




Mnxavec GMAW

0 DC pe xapakTNPIoTIKN OTABePNC TAONC

0 Xpnon DC pe TaAuo n maApoug (Pulsed DC)

Note: Sometimes a water
circulator is used

Shielding Gas

Wire Drive. EIgctrode
May be located \Vire Reel
in welding gun
handle or at

wire reel
Wire
Drive

S L

Controls for governing
wire drive, current, gas

o ©

Welding
Machine

flow, and cooling water

if used

Gas
Supply




MoToAN GMAW

SHIELDING BARE SOLID WIRE
GAS INLET WELDING ELECTRODE

ELECTRICAL CURRENT
CONDUCTOR

DIRECTION
OF TRAVEL
CONTACT TIP
GAS NOZZLE
CONSUMABLE
ELECTRODE 3y - GASEOUS SHIELD

R
O RRRRRITR)
o rerele
;:0'0?0_?0:0’0:;:".\0.0.
000707470 % " %%

R ORSERRH IR KX

9.0.0707AV. 079

A
" A-BASE METAL  C-WELD DEPTH OF FUSION

B-WELD BUILDUP D-WELD METAL
E-HEAT-AFFECTED ZONE

Source: Adapted from Linnert, G. E., 1994, Welding Metallurgy, 4th ed., Miami: American
Welding Society, Figure 6.12.



[IAeovekThUOTO GMAW

ATTOS0TIKN HEBOSOG e LYNAO PLOUO evaTTOBECNC
XpNnon o€ eLPL PACUA PNTPIKWYV LAIKGWV
AvvaToTNTA CLYKOAANONGC O€ PEYAAO EVPOG TTAXOLG

AovvaToTNTA CLYKOAANCNGC O€ OAEC TI BECEIC

o O 0O 0O O

'Eva CLYKEKQIUEVO NAEKTOOSIO UTTOPEI VA XPNOIWOTTIOINGEI YIA JEYAAO EVOOC
TTAXOLE CLYKOAANONG

0 Teplopiopevn TTAPAYWYN KATTVOUL



Melovektnuata GMAW

H xoNnon moooTATELTIKOL AEPIOL Eival avayKdaia

2 'ETO1 oTTAVIA XPNOIUOTIOIEITAI O€ £EWTEPIKOLS XWPOLGS, N XWPOLGS HE AEPIa
peLUATA

YWNAO KOOTOG NAEKTOIKNG EVEQYEIQG
ATTIQITEITAI TTOAD KOAO CUOTNHUA TPOPOSOTIAC NAEKTPOSIOL

TO OTTOIO &€V HETAPEPETAl EDKOAC

o O 0O DO

AvEnuevn MOAvOoTNTA EANTTOVC TNENG, €AV &gV Yivel KOTAAANAN
TTAPAUETOOTTIOINCN



Epapuovec GMAW

XONOIUOTTOIEITAI AOYW TNG €LEAIEIAC, TNG TAXLTNTAG CLYKOAANCONC KAl TNV
TTOOCAPUOCTIKOTNTA TTOL TTOOCPEPEI OTNV

AULTOKIVNTORIOUNXAVIQ
NaoLTTNYIKN

KataokevaoTIKO XWEO

o O 0O DO

Y€ OCWOANVWOEIC



Y OYKOAANOEIC TOEOL PE OWANVWTA

NAekTOOS1I0 FCAW

xtnv FCAW

0 AmmoTeAel TapaAiayn tTnG GMAW

2 Mg Tn S1IapopoTToincN va £yKeEITal OTn cLOTACH TOL
NAEKTOOSIOL

0 Ta NAekTPOSIa €ival CWANVWTA KAl OTOV TTUENVA TOLG
TTEPIEXOLY OKOVN CLANITTACUATOG (flux)



Y OYKOAANOEIC TOEOL PE OWANVWTA

NAekTOOS1I0 FCAW

xtnv FCAW

0 XWEIC TN XPNon TTROCTATELTIKOL AEPIOL TA OTOIXEIA TOL TTLPNVA TTAPEXOLYV
TOOOTACIA PE 2 PNXAVIOUOLG

2 1ovidovTal Kail TTaioLy ALTA TO POAO TOL TTEPOCTATELTIKOL AEPIOL

0 IXNUATICOLY AETTTO OTPWMPA OKWEIAG OTNV ETMIPAVEIA TNG AiUVNG CLYKOAANCNC




Y OYKOAANOEIC TOEOL PE OWANVWTA

NAEkTOOS6Ia0 FCAW

Gas nozzle

Wire guide and contact tube

Solidified weld metal
Shielding gas

Solidified slag Tubular electrode

Powdered metal, flux and
slag-forming materials

An upclose look at the
components and elements
of the gas-shielded FCAW
process

Molten slag

Weld pool  Arc and metal

transfer

Wire guide and
contact tube

Tubular electrode

Powdered metal, vapor-forming
metals, deoxidizers, and scavengen

Arc shield composed

of vaporized and slag-
forming compounds

A close-up look at
the components and
elements of the self-
shielded FCAW process

Arc and metal
transfer

Solidified
weld metal

Weld pool




Y OANVOTA NAEKTOOSIO

2vuforicuog Katnyopia. Xnuikn ovvlson Xpijon / Oéon Reference Link
AWS (Gas / Self- (evoeiktind wt %)
Shield / Metal-
Core)
E7IT-1C/ Gas-shielded  C <0.12, S1<0.90, e  YTuykOAAnom og oAeg Datasheet E71T-1C
E7IT-IM (CO21 Mn <1.75, P <0.03, 115 B€oelc
Ar/COy) - S <0.03 e avOpakovyog xaAvBog
Rutile tomog ®  YEVIKN XpNon
E7IT-11 Self-shielded Al ~1.50, C ~0.21, e  XuyKOAANON o€ OAEG Datasheet E71T-11
Mn ~0.30, Si 116 Oéoelg
~0.15, P ~0.01, S e avOpaxovyot ybAvpec,
~0.01 e ypnonm emnt tov
nediov/ywpic
TPOGTUTEVTIKO OEPLO
E8IT-1-Nil M Gas-shielded C ~0.05, Mn ~0.94, o  Xauniod kpauatog Info E81T1-Nil
Low Alloy Si~0.37, P ~0.011, xéAvBeg (m.y. 1% Ni),
(Metal/Core) S ~0.018, Ni ®  (MOITNGELS
~2.42) AVTOYNS/KPOLOTG




A¢pla TTpooTaoiag FCAW

xtnv FCAW

0 Xpnoiuotroieitar CO2 ) piypata Ar/ CO2
2 HemAoyn Tou e€apTaTtal Ao TO €i60C TOL NAEKTPOSIOL

0 YLXVA O KATAOKELAOTNG TTPOTEIVEI TO KATAAANAOTEQO YIa KAOE €i60C
OLYKOAANONG



[IAeovekTNuaTa FCAW

a
a
a
a
a

MeyaAn TaxOTNTA CLYKOAANONG

YWNAOC pLuBUOG atmoBeonc (LYWNAO PeLUAQ)
MeyaAuTepn Sicicbvon oe oxeon ye GMAW kal SMAW
MeYQAO eVPOGC BECEWY CLYKOANNCNG KAI EPAQUOYWV

AovvaTOTNTA CLYKOAANO NG CKOLPIACUEVRV PUETAAGDY KAl KOAUATWV UE TN
xpnon CO2

To flux SiaAvel Ta oeibia, eveo To CO2 TTPOCTATELE TA YETAAND ATTO TNV ETTAPN
TOLG JE TO 0ELYOVO




MelovekTnuaTta FCAW

a
a
a
a
a
g

MeyaAn KOTavAaAOoN AgpioL TTPOCTACIAG (OTaV ATTAITEITAI)
XapnAoTepn amodoon

[NapAyeTal OKWPEIA OTNV ETTIPAVEIQ N OTTOIC TTRETTEI VA APAIPEDE
[apayovTtal avabuuIaoElg

[TOAOTTAOKOG £EOTTAICIOC KAl SOOKOAN peETaPOEa

[TOADTTAOKN TTAPAUETOOTTOINCN



Epapuovec FCAW

Q

XPNOIUOTTOIEITAI O AVOPAKOLXOULG KAl KOAWATWHEVOLCS XAALRES, AAANG KAl
KOQUATA VIKEAIOL

XAAORSEIVOLC AYWYOLS SIKTOWV PETAPOPASC LEPOYOVAVOPAKWY
Biopnxavia Tapaywyns eVEQYEIAG

AULTOKIVNTORIOUNXAVIA

C O 0O O

[evIKO 0€ PAPEWC TOTTOL £EOTTAICHIOC (TTAQiCIa, AEOVES, AVAPTNOEIC K.4.)



> OYKOAANON TOEOL UE ETTEVOLIEVO

NAEKTOOS6I0 SMAW

0 AnuIoLpyeEiTal TOEO PETAEL TWV ETTEVOLUEVV
NAEKTOOSIWV KAl TOL PNTEIKOVL JETAAAOL

H errévéuon maidel TOv ONUAVTIKOTEQLO POAO

0 KaBwc¢ armoouvTifeTal Kal SnUIoLEYE Eva
TTOOOTATELTIKO PIYMA AEQIWV

0 Kal ammoTpértel TNV €1magn TG Aipvn
OLYKOAANONG e O2 kKal H2

Electrode coating

Core wire

Shielding atmosphere

Molten weld pool

Metal & slag

Solidified slag droplets

l

Weld —— R\ i ~ Penetration
7 B T T T T T T T T T o depth
3ase i




[Tapauerporroinon SMAW

OI1 KLPIOTEPOI TTAPAYOVTEG OTNY TTAPAPETOOTTOINCN TNG

rctroda
leue

Paower
SAUME

Wark
= [ \

SMAW c¢ivai £l
2 Hovotaon Tng emevéuong Electrude
coating
2 HT1axotnTa Kivnong ToL NAEKTPOSIOL
0 Hévraon tou pedbuatog (15 - 500 A) kai - " fore
2 HT1don tou ToL TOEOL e :
Hih =
Base maferial

wWild peal




Napaperportoinon SMAW

H taon tou tou ToEoLv oe SMAW ¢ival

Q

APQKETA PEYOADOTEQN OE OXEON WE TA YOUVA NAEKTOOSIC
(20-40 V evtal 14-24 V yia YOUVA NAEKTOOSIQ)

KaBwg 000 peyaALTeEN €ival n ermevéuon TapAyETal
EKALON TTEPICOOTELOL OYKOL AEPIWV, TTOL VA TTOCOCTO
lovieTal

0 'ETol TTapayeTal TOEO PE HEYAADTEQO HUNKOG

0 JOVETTWG YIa va 81aTNENBEI N EVEPYEID KAl TO PELUC

atraireital avénon TNS Taocng

et trode
lgmsd

Paower
SAUME

Wark
= i \

E
Electrode
caating
3log
. Core
WiNE
»
weld mabal
\ =
Base maferial
wWeld poal



Mnxavec SMAW

e SMAW XpNOIUOTTOIOVLVTA

Elpctmda
lgmsd

0 DC pe 0pBn kal avaoTpopn TTOAIKOTNTA

Elettrode
coating +

0 Mg XapaKTNPIOTIKA OTABEPOL PEVLUATOC

Paower
3log SaurE
T

Core
e N -
0 AN\G kal AC Weld meto) Work
\ = |

Base maferial

[

wWild peal



HAekT0O610 SMAW

YOupva pe AWS 1a nAekTpodia cuupoAidovTal

Ellr:w:hndl
Exx(x)yy Electrode _
caating +
E : NAEKTPOSIO Slog i i
Core
xX(x) : Ta 2 N 3 TowTa YNPia avTIoTOIXOLY CTNV AVTOXN TOL - e —
EVATTOBETNUEVOL JETAAAOL el mial i
‘\ - e

Base maferial
wWeld peal

y : TO TPWTO AQVTIOTOIXEI O BECN CLYKOAANONG, VW TO SEVTEPO
OTOV TOTTO TNG £TTEVOLONG, TO €iI60C PELUATOC KAl TNV
TTOAIKOTNTA TOL



HAekT0O610 SMAW

2vupoiicuos Tvmog Kvpia cvoraocny IInyn Kovpia IIyyn (link)
(AWS) EMEVOVONG EMEVOVONS peduaros & XOPOKTHPIOTIKD, /
(Flux) TOMKOTHTA EQPAPUOYES
E6010 Kvtrapvikn Opyovikd vaika DCH+ (DCEP)  TloAv Babua oeicdvon, AWS AS.1 Spec
(Cellulosic — (kvtTapivn), éviovo “Bpacuévo”
Na) Si10:, Fe20s, 160, 10aviko v pileg
Na2CO:s COMVOV.
E6011 Kvtrapwvikn Kvtrapivn, ACn DC+ Onwg E6010 aArd ILMO — SMAW
(Cellulosic — S102, K2COs, Aertovpyel kon oe AC.  Electrodes
K) MnO KatdAinio yia yevikn
YPNOM KOl EMOKEVEG.
E6012 Povtihun T102, Si0s, ACnN DC- "Hmo, otabepd 16&0, Lincoln Electric
(Rutile — TiO.  MnO, CaCOs, TAQTIE POLPT|, YOUNAN — AWS
tOmov Na) Na/K érata dieicdvon. Classifications
E6013 Povtihun Ti02, Si0Os, AC, DC—n Evkoin évavon, Hobart —
(Rutile — TiO2  MnO, KO, DC+ KaBapn Aela paoen, Electrode
tomov K) CaCoO; Mya mtoiMopatar Classification
0aVIKO Y10 AETTES
hapapivec.
E7014 Povtidikn| pe Ti0., Fe AC, DC—n1 Y ymAdg pubudg ILMO — SMAW
Fe oxovn (Iron  powder, MnO,  DC+ andBeong, Aeia popn, Electrodes
Powder Rutile)  SiO: Y10 TOPOYOYIKEG

EPOPLOYEG OE EMImEDN
O¢om.



HAekT0O610 SMAW

2vufoiicuog Tvmog Kvpia ovotaoy IIyyn Kvpia yoparxtypiorika IIyyn (link)
(AWS) EMEVOVOINS EMEVOVOIG pevuatos & / EQAPUOYES
(Flux) TOMKOTHTA
E7015 O&wn (Acid-  Oé&giow Fe, DC+ Y100epd 100, Acia ESAB -
coated) Mn, Si, Ca pe pOY|, KOAT ERPAVION, Understanding
TEPLOPIGHEVO pétpla deicdvon: Electrode
TiO: TAAOOTEPOG TOTOG Y10 Coating Types
YEVIKT xpio.
E7016 Boowm (Basic  CaCOs, CaFs, AC 1 DC+ XopunAo vopoydvo, Inspenet —
— Low H: K.SiFs otabepd t6&0, VYNNI Coated
tomog K) avToyn, Kpiolueg Electrodes Guide
KOTOOKEVEG.
E7018 Boowm pe CaCO:s, CaFa, AC 1 DC+ [ToAY xabapn paen, AWS AS.1 Spec
okovn Fe Fe powder, Mn, YounAo Hz, 1davikd yio  (ANSI)
(Low H+ Fe  Si OOUIKES GUYKOAANOELG
Powder) & migong.
E7024 Povtiaukn pe  TiOq, Fe AC, DC—1 [ToA0 vynAog pLOdG Miller - SMAW
okovn Fe powder, SiOa, DC+ TANPOONG, Electrode
(High MnO enimeon/opilovtia Béon,  Selection Guide
Deposition eEAPETIKT ERPAVION
Rutile) POOS.
E6022 Oé&ewvwtikn Fe:0s3, MnO, AC 1 DC- Movo eninedn 0o, ILMO - SMAW
(High Iron SiO: tayeio cvykOAANon, yio  Electrodes
Oxide) Aemtég Aapapiveg &
OVTOKIVNTIOTIKEG

EQUPUOYEG.



PLBUOC TNENC NAEKTPOSIY SMAW

Tpodiou

— PuBpoég TENG nAek

—> ‘Eviaon peoparog



PLBLOC TNENC POLTIAIKOL NAEKTOOSIOL

E6O012

—:

—> E101k6g puBuég TENG NAekTPOBIWY

—> ‘Evraorn peuparog



PLBLOC TNENC POLTIAIKOL NAEKTOOSIOL

E6012

2 Katd Tnv évaovon 1oL TOEoL aTTeAeLBEPVETAI HEYAAOC OYKOC O2 kal COz

0 e YPHO 10 NAekTPOSI0 €ival AvodoC KAl TO AVIOVTA ATTOPPOPOLV EVEQYEIT
AOYW AVACULVOIACUY PE ATTOTEAECHA VA POXOLV TO NAEKTOOSIO

0 Xe XPHA 1O nAekTp O8I0 €ival KOBOSOG KAl TTOAYUATOTIOIEITAI EKTTOUTTN
NAEKTPOSIV

0 Ta oeibia poLTIAIOL SIELKOAVVOLYV TNV EKTTOUTTN NAEKTOOVIWY KAl oxXNuaTideTal
TTIO TTLUKVO stealth

0 ToTmKA OTO NAEKTPOSIO TTAPAYETAI LYPNAN TTOKVOTNTA PELHUATOG

0 H otoia 0bnyei o€ TOTTIKN LTTEEOEPUAVON KAl HEYAAN abENoN TOLS EPLOPOL
™MENg




[TAeovekTNUOTA SMAW

a
a
a
a
a
g

MeyaAn eLEAICIO KAl EDPOG EPAPUOYWV KAl NAEKTPOS IV
AovvaTOTNTA CLYKOAANONG PEYAAOL EVEOLC PNTPIKWY LAIKGWV
AvvaTOTNTA CLYKOAANONG O€ OAEG TIC BETEIG

ATTAOG €EOTTAICUOG

[1OL PETAPEPETAI ELKOAC

ISaVIKn YIa OTeEVOULGS KAl TTEPIOPIOUEVOLCS XWEOLG




Melovektnuata SMAW

2 AlyoTepo ammodoTikn o€ oxeon ue GMAW

[MBavov 1o darmavnEn YIA CLYKEKPIPEVN TTOOOTNTA EVATTOBETNUEVOL LAIKOUL
ATTO AAAEC HEBOSOLGC

0 YOXVEG SIAKOTIEG YIA AAAQYR NAEKTOOSI0OL
0 IXETIKA JEYOAN OTTATAAN TTOOCTIOEUEVOL UETAAAOUL

0 KaBwg 1o 100 £xel peyOANn Siatoun AOYG TOL OYKOL TV AEPIWY TTOL
ATTEAELOEPVEI N €TTEVELON



Eqpapuoyvec SMAW

ATIO TIC TTIO 81A6£60UEVES HEBOSOLG TTAYKOOUIWG UE EPAPUOYN O€

0 Emokevég
0 KataokeLeg Kal ev yeEvel OTn RBlounxavia

0 KataAANAN yia XxaAvPa, xutooidbnNEo, OAKIUO CGidNEO, VIKEAIO, XOAKO KAl TRV
KOAMATWY TOLG



-

BINTEO MEOOAQN
M E POX |_ LYTKOAAHLHY TO=OY
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