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Y DYKOAANOEIC NAEKTOIKNG AVTIOTAONG

0 JOYKOANNOEIC THENG TOL PNTPIKOVL LAIKOU

H mooocboon BepuoTNTAC YiVETAI HECK SIAPEONG NAEKTPIKOL PEVLHIATOC TWV
TEPAXIV

20 1&1aiTepa oTN SIETTAPN TV TEPAXIV N NAEKTPIKN avTioTaon avaveral

0 Emiong mieon aokeital oTa TEPAXIA €701 WOTE VA PRICKOVTAI O€ eTTAPN

O=1"Rt



AI0S8IKAOIA ZLYKOANTCEWY NAEKTOIKNGC

AVTIOTAONC

0 Katd Tnv mTepiodo TNG oLVEECNG ACKEITAI TTiEON
LEXO! VA SIappayoLV ETTIPAVEIOKA OTOWUATA
o&e1bicov

0 'EmTeata epappuoleTal NAEKTOIKO PELHA YIA VA
TTapaxOei N CLYKOAANON

Force (F)

Current (1) '

.........................

0 Evo n mmieon aokovuevn TTiEcN TTAQAWEVE
OTABOEPN N PEIVETAI TIPOOSELTIKA

0 Hoovéeon TV EAQOUATRV TTPOKOLTITEN ATTO TNV
OTEQEOTTOINCN TNG AivNG CLYKOAANONG

Adhesive placement |  Squeezing | Welding E Hold ' off Time



AI0S8IKAOIA ZLYKOANTCEWY NAEKTOIKNGC
AVTIOTAONC




Y DYKOAANOEIC NAEKTOIKNG AVTIOTAONG

RESISTANCE



HAEKTOIKN AVTIOTAON ETTAPNC

0 H nAekTPIKN QVTIOTAON OTNV ETTAPN OPEIAETAl 0€ ABPOIoua SLO
TTAPAYOVTWV

0 TNC NAEKTPIKNG AVTIOTAONG CLOTOANC TNG Ponc (flow constriction
resistance) Kabwg kai

0 TNG NAekTPIKNG avTioTaong vueviou ( film resistance)

R__=R

nter constriction

+Rﬁ,m



HAEKTOIKN AVTIOTAON ETTAPNC

N
Electric Signal
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HAEKTOIKN AVTIOTAON OLOTOANC TNG

oONG

O T N
l F 27 currentflow

0 TO NAEKTPIKO peLHA SIaPPEEI ATTO TO £VA TEUAXIO OTO AAANO
HEC K EEOYKWUATWY TTOL PPICKOVTAI O€ ETTAPN

0 Ekei TO NAEKTPIKO peLUA SIOYKWVETAI KAl £TOI TTIOOKAAEITAI | positive terminal |
L AL LT LA ST

0 JLOOTOAN TNG NAEKTPIKNG PONG UE

2 Tautoxpovn avéNon TNG NAEKTPIKNG AVTIOTAONG TTOL
OVOUAZeTAI NAEKTPIKN AVTIOTAONS CLOTOANG TNG EON

[] apparent contact area A,

load-bearing area (isolated) Ay,
I conducting contact area (a-spots) A,




HAEKTOIKN AVTIOTAON OLOTOANC TNG

oONG

KaTtd Tov Holm 1mou S1aTuTTedoe TO paivouevo 1o 1946
OTAV N TTLKVOTNTA PEVPATOGC Eival APKETA LYNAN, N
OeouOTNTA ALTA PTTOPEI VO LTTEPREI TO onHEio TAENS TOL

- —
’,— -~
27 currentflow %
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H NAEKTPIKNG avTIOTAGN CLOTOANG TNG PONG &ival | positive terminal | Ruy
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HAEKTOIKN AVTIOTAON OLOTOANC TNG

oONG

Multislice: Electric field norm (V/m)




HAEKTOIKN QVTIOTAON LUEVIOL

Film
Resistance
TO NAEKTPIKO PeLUA SIAPPEEI ATTO TO £VA TEUAXIO OTO AANO
HEC K EEOYKWUATWY TTOL PPICKOVTAI O€ ETTAPN

YOXVA OTNV ETTIPAVEIAC TV EEO0YKWUATWY LTTAPXOLV EiTE
0&EiSIa TTOOCTATEVTIKES ETTIOTPWOEIC

[Tov €iTe eival un aywyiua N NUI-aywyIua

Constriction

ANAQSN EXOLV PIA TTOAD JEYAADTEON NAEKTPIKA AVTIOTAON Resistance

H NAEKTOIKN AQVTIOTAON QLT OVOUAZETAI NAEKTOIKN
AVTIOTAON LUEVIOL



Emmidpaon tmeonc Kal BEpUOKOAoIAC

OTNV NAEKTPIKN QVTIOTAON ETTAPNG

0 Me tnv avénon TNG BepUOoKPATIAC N AVTIOTAON CLOTOANG TNG EPONG YiVETAl
TTOAD JEYAALTEON TNG AVTIOTACNC LPEVIOL KA YIVETAI O KUEIOC TTAPAYOVTAC TNG
AVTIOTAONG ETTAPNG

0 Y€ MIKPEG TIMEC TTIEONC Ol TIMEC TGV AVTIOTACEWY LHEVIOL KAl CLOTOANG TNG
PONG VA €IVAI HEYAAES UE TNV AVTIOTACN LUEVIOL VA KLPIAPXE, ALEAVOVTAC
TOTTIKG TNV TTAPAYOUEVN BepuoTNTa

0 MeTtnv avénon TNG mieong Ta o&eibia oTTAvVE KAl TA OTPWUATA ETTIKAADWEIC
SIOALOVTAI £ETO1 JEIVETAI N AVTIOTAON LUEVIOL

0 Opoiwg n avrioTaon CLOTOANC TNG EPONG MEIVETAI KOBWCS avavovTal Ta
onNUEIQ ETTAPNC



Emmidpaon tmeonc Kal BEpUOKOAoIAC

OTNV NAEKTPIKN QVTIOTAON ETTAPNG

Results in inconsistent welds

‘“ 4

Resistance highly dependent on electrode force

Resistance nearly independent of electrode force

Contact Resistance (Log Scale)

Electrode Force (Linear Scale)



Emmidpaon tmeonc Kal BEpUOKOAoIAC

OTNV NAEKTPIKN QVTIOTAON ETTAPNG

160 (b) A As-received
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Y NUEIOKEC OLYKOAANOEIC AVTIOTAONC

(RSW)

‘Welding Force

=
0 XpNon o€ €Tmimeda emmKAALUPEVA EAQCHATA E
&) Upper Electrode
O 'Exouv avTIKATaoTHOEl TIG NAWOEIG OTN RBIOPNXAVvia g l l (Movable)
. D % ¥ Welding Current
0 Taxela KAl OIKOVOWIKN MEBO0SOC =
0 KaAn moiotnta oLYKOAANONG Workpieces
g
AC Power | Nugget
Lower Electrode
v (Fixed)

Welding
Transformer

Welding Current




Aladikaoia RSW

Ta TEPAXIA TOTTOOETOLVTAI AVAPETT O€ SLO
LEPOWYULKTA NAEKTPOSIA, CLVNBWS ATTO XAAKO

[ToL CLYKEATOLY TA TEPAXIA KAl TTAPAAANAC
SIOXETELOLYV NAEKTPIKO PELC

AOY® TOL CLOTNUATOG YLENC N BePuOTNTA
ATTAYETAI OTNV SIETTAP NAEKTOOSEIOL —
TEPAXIOL

0 'Ox1 OuMWG Kal oTNV SIETTAPN TWV TEUAXIWY

Ta NAEKTPOS8Ia CLYKEATOLY TA TEPAXIA £€C TNV
You&n Kal oTePEOTTOINCN TNG AipvVNG
OLYKOAANONG

AC
Power

Supply
(Current
Source)

Welding

Current
e

l Applied Pressure

Water in —> - Water Out
(Cooling Electrode)
Weld (Nugget)
o |
O Copper I
Electrodes
Sheet Metal
(Workpieces)
Water in
(Cooling Electrode) —» - Water Out

' Applied Pressure




[IAeovekTNUATA RSW

0 EOKOAN, OIKOVOWIKN KAl XWPEIC atTaiTnon €£EI6IKELONG CLYKOAANCN
0 KataAANAN yia padikn Tapaywyn

0 Hmpoobdoon BepuoTnNTAC TTEQIOEICETAI TOTTIKA, £TOT TIOOKOTTTOLY
OLYKOAANNCEIC XWPEIC ONUAVTIKEC TTAPAREVOLOEC TTAPAUOPPLOTEIC

0 Agv QTTAITE TTANPWTIKO LAIKO



MelovekTnuaTa RSW

2 16avikn yia TTaxn EAACUATY €S 3mMm

O AKPIROG KAI TTOAOTTAOKOG EEOTTAICOG OTAV ATTAITEITAI YAJIKN TTAPAYWYN

0 ATTaITE €€EIBIKELPEVOLC TEXVIKOLC YIA TNV OLVTNENON TOL £EOTTAICOL

0 Y€ OPIOPEVEG TTEQITITAOEIC ATTAITEITAI TTOOETOIUACIA TNG ETTIPAVEIAC TTPIV
TN OLYKOAANON



YOYKOAANOEIC AVTIOTAONG PAPNGC

(RSEW)

Disc shaped
electrode X f
7’ I
: Power source
Workpieces | ,
Weld

] Disc shaped electrode

Figure 2: Seam Welding



YOYKOAANOEIC AVTIOTAONG PAPNGC

(RSEW)

'‘OuoIOC UNXAVIOUOC pe RSW

Ta NAEKTPO8Ia TTEPQICTPEPOVTAI KATA PUNKOC
TV TEUAXIWV

'ETO1 amoTeAEl ABOOICUA ONUEIAKWY
OLYKOAANCEWYV AVTIOTAONCG

H TTapOXETELON TOL NAEKTPIKOL QEVUATOGC
UTTOPEI VA €ival OLVEXNG N SIAKOTITOMEVN

Xpnon otnv avTokivoTopiounxavia, Soxeia
vEPODL, agPolOA K.Q.

Continuous resistance seam



[IAeovekTNUOTA RSEW

0 YwnAN TaxLTNTA OLYKOAANONG

0 AEPOOTEYNG KAI OTEYAVES OLYKOANNOEIC

0 KaAbuTepn T1o10TNTA HETAAAOL CLYKOAANCNC ETTIKAALUMEVOL XOALPRO O€
oxeon pe RSW Kkal pe TIC CLYKOANNOEIC pe deoun Laser



MelovekTnuata RSEW

2 AubvaTOTNTA CLYKOAANCNG OUOIOUOPPWYV ETTIPAVEIWY O€ £VA UOVO
ETTITTESO

0 AIgpPOnN NAEKTPIKOL PELUATOC KATA PUNKOG TG OAOKANPWHEVNC
OLYKOAANONC

0 AtTaiteital you&n TV NAEKTOOSI®Y KOBWCS Kal oTn {vn OCLYKOAANCNG



YOYKOANNOEIC WE TTpoECoXN (RPW)

FLAT ELECTROCE
FORCE
gowea
UPPLY
— v":\’\a-—jmo.:scncus
BASE
METAL
CONTACTOR I
[Force
FLAT ELECTRODE

Fig. 6.6. Projection Welding



YOYKOANNOEIC WE TTpoECoXN (RPW)

FLAT ELECTRCOCE

0 'OpoIoG UNXAVvIoOUOG e RSW | Force

o
AC l
POWER ‘ ’g

L

SUPPLY
o N\ PROJECTICNS

0 Hmpoe€oxn eite kKatappeel Aoyw TNENC = T hase
£iTeE AOY TTieEoNC — I =

CONTACTOR

[Force
FLAT ELECTRODE

Fig. 6.6. Projection Welding



[IAeovekTAUATA RPW

0 16avikn YIa EAQOUATA YE SLOKOAIQ CLYKOAANOCNG AAAQ KAl EAQCUATA UE
HEYOAO TTAXOC

2 Eival yia avtopaTtotroinuevn peBodog

0 Agv AmTaITeEITal TTANPWTIKO LAIKO



MelovekTnpaTa RPW

0 ATTAITEITAI TTOOOCOETN £OYACIA YIA TOV KOBOPIOWUO TNG YEWUETPIAC TNG
TTEO0EEOXNG, KABWCS KAl YIA TNV KATACKELN TNG

0 Agv eival KOTOANNAN YIA TTOAD AETTTA EAGOUATA

0 AKPIROG €€OTTAICOC OTAV ATTAITEITAI LYNAN SLVAUIKOTNTA PAJIKNG
TAPAYWYNG



YOYKOAANNOEIC AVTIOTAONG WE

oTTIIVENEIoUoLS (FW)

0 METWTTIKA CLYKOAANON PE CLVOLACUO
TNENG KAl opLENAATNONG

20 16avikn YIa pEYAAEC SIATOUES OTTWG

0 ANLOISEC AYKLEAC KAl PAYEC

0 AQXTLAISIO O€ KIVNTAPES A/ POV

2 AvOpola LAIKO

FINISHED FLASH WELD
MM

g i )
MOVEABLE
_ST?;TJE,\':QRY CLAMP,
7\
h UPSETTING
o PRESSURE
BN 7

00/ WELDING

W TRANSFORMER

CONTACTOR

o—}
Fig. 6.3. Flash Butt Welding Process

AC POWER
SUPPLY




AI0S8IKAOIA ZLYKOANTCEWY NAEKTOIKNGC

AVTIOTAONC

Th F

Welding force
on electrodes

‘ ]
£ |
: - |
S |
— — —
Squeeze . - Forge |
time Weld time | Gme |



Aladikaoia FW

APXIKA TA TEPAXIA TTOOOEOUAIVOVTAI UE

. . . . Basic Steps in Flash Welding
KIVNON JTTPOC/TTIOW WOTE VA £pO0LYV O€

ET[CI(DI"] £VCb (@) Electrodes
TALTOXPOVA SIAPEEOVTAI ATTO NAEKTOIKO
p 80 IJ a Position and Clamp the Parts
. . : . (b)
MOAIC N BepPOKPATIa KATAOTE ISAVIKY V4
YIO CLYKOAANON £pAPUOleTal OTABEE Q_IE%%
Tri EOn Upset and Terminate Current

Apply Flashing Voltage
and Start Platen Motion

[Reference: Welding Handbook, Volume 2, p.583, AWS]

'‘QoTe TO TEUAXIA VA PPICKOVTAI O€
£TTAPN



Aladikaoia FW

'ETO1 TTOQYUATOTTOIEITAI TAXEIA THEN KAl
QEQIOTTOINON UE

TavTOXPOVN CLVOSEIA CTTIIVENPEWYV KAl
eKTOEELON LAIKOU

H aokoovpevn mmieon ocuvexidel va
£PAPUOLETAl WOTE VA eEEADOLYV ATTO TN
AigvNn OLYKOAANONG o&cidia kKal PLTTO!

KaBw¢ peovv TTpoc Ta £€w

Basic Steps in Flash Welding

Electrodes

—_
1Y)
~

Position and Clamp the Parts

Upset and Terminate Current

Apply Flashing Voltage
and Start Platen Motion

[Reference: Welding Handbook, Volume 2, p.583, AWS]



[TAEOVEKTNUATA KAl MeEloveEKTNUATA FW

0 Fpnyopen Kal OIKOVOWIKN OLYKOAANON

2 T1oIOTIKA RBEATIOTEC CLUYKOANNCEIC HE ION N TTAPOUOIA AVTOXN UE QLT TOL
UNTPIKOL LAIKOUL

0 ATTAITEITAI KOTAOAANAOG €EOTTAICIOC UE AVTOXN O€ LWNAEG TTIECEIC KAl
SLVAUEIC CLOPIENS

0 ATTQITEITAI ETTIPAVEIOKN KATEQYATIA TWV TEUAXIWV TTOIV T CLYKOAANON

0 KaBwc¢ kal evBLYPAUMION TV TEUAXIWV



KOOLOTIKEC OLYKOAANNOEIC (PEW)

2 YAOTTOIEITAI KOBAPIOUOC TNG ETTIPAVEIQG TTIOIV TN
OLYKOAANON Fixed arm @

Movable arm Spring

Vo |
0 ETTEITO TA TEUAXIA OTEQEWVOVTAI OTN UNXAV KAl / \ —moé—}?

epapuoleral acBevnc Suvapn €701 WOTE VA NN 1
TTANCIACOLY TA EAACHATA PETAEL TOLG I . e P~

Figure 2.17 Percussion welding



KOOLOTIKEC OLYKOAANNOEIC (PEW)

0 Epapuodletal pebua, Kal HECK TAXEIAS NAEKTOIKNG
EKKEVGWONC TTAPAYETAI NAEKTPIKO TOEO

0 lkavo yia TNV mpoocdoon IKavng BepuoTnNTAg yia TNV
TTOAYUATOTTOINCN TNG CLYKOAANONG

0 AUECWCS epapUOLETAl TTIEON WOTE VA OPNCEI TO TOEO

2 Hmmieon epappoleral pexel TNV wouén tNG Aipvng
OLYKOAANONG

Nl

. — e

—DUO00—

Movablearm  Spring

——

Figure 2.17 Percussion welding




[IAeovekTNUOTO PEW

0 YwnAN TaxLTNTA OLYKOAANONG

0 ANMIOLPEYEI ETIPAVEIAKN THEN KAI CLVETTWC UIKEN OFEZ

0 AvvaTtn n TEAYUATOTTOINCN CLYKOAANCNC XWEIC VA KATAOTOAPEI
TTOONYOLUEVN BEPUIKN ETTIPAVEIAKN KATEQYATIC

0 AovaTth N OLYKOAANCN AVOUOIWYV JETAANGDV (VIKEAIO, QAOLUIVIO, XOAKOG,
ApYLEOG)



MelovekTnuaTa PEW

0 [poayuatortoinon HOVO PETWTTIKWY CLVEETEWY

0 ATTQITEITAI ETTIMEANC ETTIPAVEIAKOC KOBAPIOUOG

0 16aVIKN HOVO VIO CLUYKOAANNTEIC MIKPWV SIATOUV



Eqpapuovec PEW

0 AETTITA EAAOPATA KAl PIKEA EEQPTNUATA OTTWC TTEIDOLC O€ AVTIOTATEIC
0 ITNEIYMATA aioBnNTNEWV TTAPAKOAOLONONG KOTTWONGS KAl Boavong

0 Tevika xpnon via S1Iagpopa PIKpd oTneiyuaTa



-

LYTKOAAHLEIL ME XPHXH
M EPOX B LYNAETIKOY MEXOY




Y OYKOAANNOEIC PE XPNON OLVOETIKOUL

UECOL

0 To uNTEIKO METAANO TTAPAUEVEI O OTEQEN KATAOTACN
0 ATTQITEITAI KOBAPIOUOG TNG ETTIPAVEIAC TIPIV TN OCLYKOAANCN

0 MoooTiBeTal TTANPEWTIKO LAIKO O€ SIAPOPES HOPEPEC OTTWGS TTACTA, OPAIPEG,
oLEPATA, TAIVIES, EAQOUATA, OTAYOVISIa K.Q.

2 To o1Toio TNKTETAI. AVAAOYQ e TN Bepuokpaaia SIakpivovTal SVO TTEPITITWOEIC!

v XaunAeg Bepuokpaaciac (Soldering) otav T < 500°C
v Méeoncg Begpuokpaaciacg (Brazing) otav 500°C < T < 900°C




Mnxaviouoc Soldering

0 AOY® TPIXOEI60UC ¢AENG TO THYHIA TTANPWTIKOL LAIKOU
EI0EOXETAI OTO SIAKEVO TWV TEPAXIWV Capitay acton s 3 combination o

surface tension and adhesion. |t pulls the molten
alloy through the joint, and allows you to braze
in all positions.

0 Xe Soldering 1a eEAeLBEPA NAEKTOOVIA TOL TTANEWTIKOL KAl
TV TEPAXiV oXNUATICOLY PETAAANIKO 60O (KOIVO
VEPOGC NAEKTPOVIWV)

0 YOVETTWG O PNXAVIOUOC Soldering atroTteAeiTal ammo TNV
TRIXOEISN €AEN KAI TOV JETAAANIKO €GO

2 'ETO1 OTO YETAANO CLYKOAANONG TTAPATNPEITAlI CLVEXNC
HETARaON TNG CLOTACNG ATTO TTANPWTIKO TE UNTEIKO
LAIKO




Mnxaviouog Brazing

0 AOY® TPIXOEI60LG EAENC TO THYHUA TTANPGTIKOL LAIKOUV
EICEQXETAI OTO SIAKEVO TV TEUAXIWV

Capillary action is a combination of
surface tension and adhesion. |t pulls the molten

1 Xe Brazing Aoy NG bWnAOTEPNG BepHoKPATIag o o o o s
SnuiovpyeiTar pia aovn SIGXLONG TGV ATOHIGY TOL et
Tnyumog rr)\r]pcoﬂKou LAIKOL OTOV KOPIO OYKO TV
OTEPEWYV TEUAXIWV

2 21N dvn siaxvoncg oxNuUaTiovTal eVOIAUETEC EVAWOTEIC
KAl METOAANIKOG §EC0UOGC

0 JOVETTWG O PNXAVIOUOC Brazing atmmoTeAeiTal Atmo TNV
TPIXOEION EAEN, TNV S1IAXLON KAl TOV YETAANKO SeCUO

2 'ETO1 OTO YETAANO CLYKOAANONG TTAPATNPEITAlI CLVEXNC
HETARaON TNG CLOTACNG ATTO TTANPWTIKO T€ UNTEIKO
LAIKO




TpIXo€elbNG EAEN

2N o +
AOY® TOL PIKPOL SIaKeEVOL G PETAEL TWV TEUAXIWV:

O Hyovia SIaRPOoXNG © TV TEPAXIWV ATTO TO | s |
TTANPWTIKO LAIKO EiVal JIKEN el W,

0 KaBwg kal n €mpaveiakn TaonN HEYAAWVEL,
EPOOOV N EMIPAVEIQ Eival KOBapn atto o&eidia

G: JOINT CLEARANCE (GAP)

Source Of

0 MEOKAAVTAC avappopnon TOL THYUATOG % Base Material
Liquid Filler Material

TTANPWTIKOL OTO SIAKEVO PETAEL TV TEUAXIWY s ?\

4
Joint Gap
1

2 CO S 9 -+———— Direction of Flow
AP — 7/ Base Material

G/2 |




MNXAVIOUOI TTOOOSOONC BEPUOTNTAC

o 0o 0 0 o0 0 O

Torch brazing Dip brazing
Filler rod
Me (P)\(')YO :l Brazed joint
' Fillets = Flux _"\ Flux
€ POLPVO ﬂé A Brazing
Me euparnTion Torches ~—Flared tube = —_——
Me NAEKTOIKA avTioTaon ":”"' = 'ﬁféﬁ?og‘é" :

Me eTTaywyn (ETTAYWYIKO KOKAWUA HE TTNVIO)

Filler melts and flows

\" Il Furnace

Filler alloy
YTrépuOpn akTivopoAia (Brazing) : [D]/Flux
A¢coun Laser (Soldering) S

> >

Brazed

joint H/

-~ Furqace
brazing



[Mooocdoon BepUOTNTAC PE PAOYO

Filler Metal

0 XpNon KAUIVETOL N aKpopLTIoL OELYOVOKOANNCNG

0 To TTANPGTIKO LAIKO €ITE TIPOCTIOETAI TTPIV TNV £vaPEN TNG
OLYKOAANONG N

0 ToogpobdoTeital oTadIaka

Tinning Penetration

0 XNV Se0TEEN TTEQITITGON TTOOCTIOETAI KAl OKOVN
OLANTTACUATOC YIA TNV TTPOOTACIA TNG CLYKOAANCNG
ATT TOV ATHOOCPAIPIKO AEOA KAl TNV PEATIOON TGV
1I810TATWY TNENG TOL TTANPWTIKOL LAIKOV

Torch brazing

Filler rod

: } , } Fillets [ Flux _"\
0 ATTQITEITAI KOBAPIOUOG TV O&EISIV UETA TV
OAOKANPWON TG CLYKOAANCNG

Torches - Flared tube




[Nooocbdoon BePUOTNTAC UE POLPVO

o O 0O O

ATTIQITEITAI TOTTOBETNON TOL TTANEWTIKOL LAIKOL TTRIV TNV
£il0080 TWV TEPAXIYV OTO POLEVO

H Aeitovpyia Tov pOLEVOL PTTOPEI Va gival CLVEXNG N
SIAKOTITOUEVN

[MoOKEITAI VIO pIA ALTOUIATOTTOINUEVN UEBOSO
[ToL OUWC TTaPOLOIALEl HEYAAO KOOTOG
AN KAl peyain ©EZ

[1oOoOTATELTIKA EVEQYA N adpavh AEPIA UTTOPOLY VA
XONOIWOTIOINBOLY KATA TN SlEPYATia CLYKOAANCNG OTOV
(POLEVO

Filler alloy

Filler melts and flows

} " H Furnace

Brazed

jou:tﬂl{

Furnace

Conveyor

> >

» brazing



[Nooocbdoon BepuOTNTAC UE EUPATITION

YTTApxoLv 2 TOTTOI EUPRATITIONG:

0 EuParmmon o€ AouTpO aAATWV

v

v

ATTQITEITAI N TTOO-TOTTOBETNO N TOL TTANPWTIKOVL LAIKOUV
[apéxel TpooTacia Ao TNV o&eidbwon

0 EuParnmon og AoLTPO TNYUEVOL PETAAAOL

v

v

v

TO TNYMEVO PETAAANO €ival TO TTANPGTIKO LAIKO
DONVNA uEBOSOC YIa HIKEA TEPAXIA

[MaEEXOVTAG IOXLPES CLVEETEIC, UE AiYEC TTAPAPEVOLOEC
TTAPAUOPPWOEIC

ATTQITEITAI CLYKOATNON TWV TEPAXIWY KATA TNV APAipECN
ATTO TO AOLTPO £WC TNV TTANPN OTEPEOTTOINCN TOL
TTANPWTIKOL LAIKOL

Dip brazing

Brazed joint

=== Molten flux =
== electrode ==




[TANOWTIKA LAIKO

0 Ye Brazing n Baon 16V TANPWTIKGWY LAIKGWY ATTOTEAEITAI ATTO XAAKO KAl
WeLOAPYLEO PE MIKON TTEPIEKTIKOTNTA O€ APYLPO KATITEOQO KAl VIKEAIO. 'ETOI
AVOAOYQ PE TN OLOTACN TOLEC Ol CLYKOAANTEIC XAPAKTNEICOVTAI WG

0 MtrpouTtlokoANoeIC pe Ag<8%
0 ACIHOKOANOCEIC ue Ag>8%

0 Xe Soldering Ta LAIKO BACNG ATTOTEAOLY O KACTITEQLOGS, AAANQ KAl O JOALPRSOG, O
JPYLEOCG, TO AVTILOVIO, TO VIO KAl TO RICUOLBIO.

0 Karta Bpaon oe Soldering cuvavTiobvVTal KOOOITEQOKOANTEIC.




EqpapUOYEC OLYKOAANOCEWY CLVEETIKOL

49

UECOL

o 0O 0O 0 0O O

YOYKOAANCTEIC XOAKOL O€ OCWANVWOEIS XAALBO O0€ CLOTNPATA YLENG —
KAIUQTIOUOL

Y€ TTOSNAQTA KAl JEON ALTOKIVATOL (UE PAOYQ)

Y€ SOXEIa KEVOUD, KIVNTAPEG jet, cuoTAUATa TTLENVIKAG TEXVOAOYIAS (0€ poLEVO)
Y€ OLOTNUATA A/PWV (UE ETTAYWYN)

Y€ 1aTPIKA epyaAcia (YrEpuBpn akTivoRoAia)

Y€ KOTAOKELEC O¢€ evTova SIaPpwTIKA TTEPIPAAAOVTa (YTTEQLOPEN AKTIVOROAIC)

Y€ BePUAVTIKA owuaTa Kal yoyeia (Soldering)




[TAEOVEKTAUATA KAl MEIOVEKTNUATO

Brazing

0 KataAANAnN yia geyaAo TTaX0C KAl UNKOGC EAAOUATV

U

o O 0O O

KATtaAANAN yIa cOVOETEC SIAUOPPWTEIC KAl AVOUOIOYEVH METAAND E
SIAPOPETIKO TTAXOG

KATtAAANAN YIO TTOPEN METAAAIKA £EQQTHUATA
KAtaAANAN yIa TN CLYKOAANCN METOAAGV UE QUETAAND
EpappuoleTal OVO O€ KOBAPEC ETTIPAVEIEC

H mapatetauévn BEpuavon HEYOARDV TTEQIOXWY KATAOTOEPE
TTOONYOLUEVEC BEPUIKES ETTIPAVEIAKES KATEQYATIES




[TAEOVEKTAUATA KAl MEIOVEKTNUATO

Soldering

0 ATTAITEl MIKOOTEPA TTOOA EVEQYEIAC (BepuOTNTAC) O€ OXEoN e Brazing

0 ANPIOLEPYOLVTAI CLVEETEIC UE KAAN NAEKTOIKN KAl BEPUIKN AYWYIMOTNTA

0 YOVOECEIC XAUNANG AVTOXNG, ETTOMEVWCS eV epappuolovTal O¢€
KATAOKELEC LTTO LYNAN TACN N/KAI BEPUOKPATIA




-

LYTKOAAHLEIL XTEPEHY
MEPOX I KATASTATHS




YOYKOAANOEIC OTEPENC KATAOTAONG

0 To uNTPIKO JETAAANO TTAPAWEVEI O€ OTEPEN KATAOTAON

0 AOY® TTAQCTIKNG TTAPAUOPPWONC SNUIOLEYEITAI KOLOTAAAIKN
METAAOLPYIKN CLVEECN, HECK AOKNONG TTEONG

0 AlakpivovTal 3 HEYAOAEC KATNYOPIEG:
v Ev puxpw, YE TTAQOTIKA TTAPAUOOPLON
v Ev Bepu, YE TTAQOTIKN TTAPAPOOPWON

v Ev BEpU@, XWPEIC TTAACTIKA TTAQANOPPWON



YOYKOAANOEIC OTEPENC KATAOTAONG

0 H ammovoia TNENC cLveTTayEeTAl KAl atTovoia OFZ
0 XENOIUOTTOIEITAI YIA TN CLYKOAANCN AVOUOIWY METAANGDYV

0 ATTQITE ISIQITEON TTPOETOIMAGCIA KAl £EEISIKELUEVO EEOTTAIOUO, TTOL CLXVA
SeV €ival ALTOUATOTIOINUEVOG

0 ATTAITEl KOBAPIOHO TNG ETTIPAVEIAC TTPIV TN OLYKOAANCN
0 HemBewpnon TETOIV CLYKOAANCEWY €ival TTOAD SOCKOAN

0 TMpakTikd advvarn N SI0POBWON CPAAUATWV TNG




Y DYKOAANOEIC €V YLXPW WE TTAOOTIKN

TTAPAUOPPWON

2 YAOTTOIOLVTAI O€ BEPUOKOATIA TTEQIRAANOVTOC

0 TOLAGXIOTOV TO £VA LAIKO TV SVLO TEPAXIWV ATTAITEITAI VA
XAPAKTNPEIZETAI ATTO LYWYNAN OAKINOTNTA

1 XPNOIUOTTOIEITAI & CLYKOAANTEIC AVOUOIWY HETAANGDYV

0 ATTAITEl KOBAPIOWO TNG ETTIPAVEIAC TTPIV TN OLYKOAANCN



Y OYKOAANOEIC TTIEONC £V YLXPw (CPW)

MNXavIoPOC oLVEEONGC

2 [poKOTITEI A\OYW TNG OTEVNC ETTAPNC TWV
METAAAQYV N OTTOIA OPEIAETAI OTNV PEYAANG
TTAQOTIKN TTAQAUOPPWON TOLC

0 'ETO1 SNUIOLEYEITAI KOIVO VEPOC NAEKTOOVIWYV,
SNAQSN LETAANIKOC SeCOC

0 TotmKA AOY® LTTEPBEPUAVONG UTTOPEI VA
TTOOKANBEI S1IGXLON ATOUWY OE TTEQIOPIOUEVO
BaBuO, Apa KAl avaKpLOTAAAWON,.

0 'Ou®C 0 KOPIOG PNXAVIOUOC oLvvdeonc eival O
UETOAANIKOG SeCUOC

Dies

///
Y

Workpiece

7

(a) Before welding

(b) After welding

Figure 3.2 Cold welding

—— Pressure



[IAeOvVEKTNUATA KAl MelovekTnuata CPW

0 EOKOAN LAOTTOINCN XWEIC TTOAVTTAOKO KAl AKPIBO EOTTAICHO

0 Epappoyrn o cuvéLATPOLC PETAAAWYV TTOL TTAPOLOIALOLV EiTE
SLOKOAIQ CLYKOAANGCNC N UN CLYKOAANCIUOTNTA

0 XpHon HOVO O€ ACIEG ETIPAVEIEG

0 XpNon KLPIWGS & EVROEIS AAOLUIVIOL KAl XAAKOUL UE AVOEEISWTO
XOALPO Kal TITAVIO O€

0 YOVEEDEIC KAAWSIWY Al, NAEKTPOALTIKGV KEAIWV KAl EVAAANAKTWV
OepuOTNTAC



YOYKOANNOEIC hE EAaon (RW)

2 'OpoIoG UNXAvIoUOG betor roling:

ovvéeonc pe CPW thikress of Al plate =13zar
thikress of Cu stripe = lram

0 ATTaiteital eobovypauuIon

TV TEPAYIWY pibax \ A,
|

/

after roling:
thikness of &1 = 348 mm
thikness of Cu = 0.36 man




[TAEOVEKTNUATA KAl MEIOVEKTNUATA RW

ALvaTOTNTA CLYKOAANCN TTOADTTAOKGV SIAUOOPWTEWDYV
XpNnon Bnknc yia TNV ToooTACIA ATTO TOV ATHOCPAIPIKO AEPA
MeYAAO KOOTOG TTOOETOINACIAC OTAV XPNOILOTIOIEITAl BNKN

AKATAAANAN YIA TEPAXIA PE JEYAAO PNKOC



Eqpapuoyec RW

[MIECTIKG SOXEIQ KAl YOKTIKES EYKATAOTACEIG
YLOTNUATA A/ PV

NopuiouaTta Cu-Ni Kal KOoOUNUATa

Q
a
a
Q

YOPOUATA



Y OYKOANNOEIC €V BEQUW UE TTAQOTIKN

TTAPAUOPPWON

0 MNapoxerevon BePUOTNTAC, XWPEIC TNEN KAl EPAPUOYN TTIEONG

0 BEvooon Twv Tepaxicdv ToL PpIicKovTal GE OTEVH ETTAPN AOYW TNG
EVTOVNC TTAAOTIKNG TTAPAMOOPLONG

0 Agv amraitel TANPWTIKO LAIKO
0 YAOTToinon LTTO KEVO N ME XPNON TTOOOCTATELTIKWYV AEPIWV

0 XPNOIYOTTOIEITAl CLVNBWCS OTNV AELOSIACTNMIKN KAI OTNV TTUPNVIKN
EVEQYEID



YOYKOANNOEIC TTIEONC £V Bepuw (HPW)

O¢ppavon oe peon Bepuokpacia 1<0.5 Tm, ottov Tm
n Bepuokpacia TNENG

AOY@W TNC BEpuavong TapatTnEEiTal SiIaxLon TV
ATOUWYV OTN SIETIPAVEIA TRV TEPAXIWV

Y€ TTEQIOXEC ME LWNAN TTAAOTIKN TTAPAPOPPWON
ALEAVETAI N TTOKVOTNTA SLOTOKIWY KAl N EAELOEPN
EVEQYEIA AOYW TNG ATTOBNKELONG EVEQYEID

TTAPAPOPPWONG

'ETO1 0€ ALTEC TIC TTEPIOXEC SNUIOLEYEITAI
HETAAAOLPYIKN CLVEECN ME AVAKOPLOTAAWON

Vacuum Force
chamber

Seal layer

7

Heating circuit.



AVAOKOLOTAOAWON

YE TTEPIOXEC WE LYNAN TTAACTIKN TTAPAUOPPWON ALEAVETAI N TTUKVOTNTA
SLOTOKIWV KAI N EAELOEPN EVEQYEIO AOYW TNC ATTOBNKELONG EVEQYEIT
TAPAPOPPWONG

0 'ETO1 o€ QUTEC TIC TTEQIOXES SNUIOLEYOLVTAI TTVPNVEC VEWV KOKKWV

0 O1 otroiol avamTuooovTal €1 PAPOC TV TTAPAPOPPWUEVY HECW TNG

S1IOXLONG TWV ATOUWY TOTTIKA.

0 'Ecdc OToL avTIKaBIoTOLY TTANPWGS TNV TTAPAUOPLPWUEVN TTEQIOXN.

2 ALTO TO PAIVOUEVO OVOUIAZETAI AVAKPLOTAAAWON

0 H otroia eAaXIOTOTTOIEI TNV EAELOEPN EVEQYEIT SNUIOLPYWVTAC LAIKG O€

OepuodvvauIkn ICOPPOTTIA



[IAeovekThUATA HPW

0 Agv atraitei e€eibikevon

0 Mapdyel COYKOANNCEIC KAOANG TTOIOTNTAC, XWPEIC ONUAVTIKES
TTAPAUEVOLOEC TTAPAUOPPWTEIC

2 Eivar avtopatotmoinuévn pEBodog

0 KataAANAN yIA TEPAXIO PE TTEQITTAOKN YEWUETPIA



MelovekTnuaTta HPW

MeYAAO KOOTOG £COTTAICHOU
ATTQITE KOAO KOBAPIOUO TNG ETMIPAVEIAC TTOIV TN OLYKOAANCN

ATTAITEl €ISIKN ATHOOCPAIPa CLYKOAANCNC

Q
a
a
Q

XpovoPROpa Kal apa aKATAAANAN YIa pAdikn TTAPAY®YN



YLYKOAANNON PE BEpUn opLPNAACIA

(HF)

0 YPLENAACIA YIA TNV £60AIWON TWV TTPOC CLYKOAANCN TEUAXIWYV
0 ©¢ppavon o€ 0.8-0.9 Tm

0 YpoupnAacia yia TNV SNUIoLEYIA TTAACTIKNG TTAPAUOPPWONC, KAl TNV
OLYKOAANNCN TGV TEPAXIWV

0 XpNon YIa TNV KATAOKELN XEIOOTTOINTWY AALTISWY, TTAQICIWV
AAOLUIVIOL OTNV ALTOKIVNTORIOUNXAVIC K.Q.
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[TAEOVEKTNMATA KAl MelovekTNUaTA HF

Q
a
a
Q
a

DONVI, KAANG TTOIOTNTAG CLYKOAANCN XWEIC TNV atTaiTNon ££€16iKELONG
YOYKOAANON TTOADTTAOKGV £EQPTNHIATLV

‘EVTOVN XEIOWVAKTIKN €0YA0IA KAl Apa ApyOoS pLOUOC TTAPAYWYNGS

[Mov TepIoPIlEl TO pEYEBOC TV EPAPUOLOMEVLY SLVAUEWY

E€apTaTal o¢ pyeyaAo PABUO AT TNV IKAVOTNTA TOL CLYKOAANTN



YOYKOAANON &1a 1p1IRNC (FRW)

0 AvarnTuén Bepuokpaciag dia TpIPNS

0 Epappuoletal oe Paipibec MEK, aéovec Kal TITEQLYIA O€ TOLPMTTIVEG,
TTEOTIKA S0XEia K.Q.

2 Ol ONUAVTIKOTEPECS TEXVIKEC ATTOTEAOLV TIC
v YOYKOANNOEIC UE TTEPIOTOOPI CLVEXOLC 06NYNONG N ME Adpavela
v LOYKOANNOEIC ye avadevon



MNXAVIOUOC METAAAOLPYIKNG OLVEEONC =

O€ LWNAEC BEPUOKOAOTIEC

Q
a
a
Q

Y€ eVPOC Beppokpaciwyv 0.8-0.9Tm (HF) kai 0.7 = 0.9Tm (FRW)
AvfaveTal SOAPATIKA N TTOKVOTNTA SLOTOKIWY
AOY® TNG BePUOTNTAC AAPPBAVEl XWEA TOTTIKA SIAXLON TV ATOUWY KAl

[TOPOYEVVEDN VEWY KOKKWV O€ TTEQIOXEC ME LWNAN EVEQYEIT
TTAPAPOPYWONC

0 Ol vEol KOKKOI avaTITOoooVTal SLVAUIKA, £V N TTAQOTIKN
TAPAPOPPWON cLvexilel va LgpIoTATAL.

0 ALTO TO PAIVOPEVO OVORIAZeTal SLVAUIKN AVAKOLOTAANWCN




MNXAVIOUOC METAAAOLPYIKNG OLVEEONC

O€ LWNAEC BEPUOKOAOTIEC

0 AOY® TNG SLVAUIKNG AVAKPLOTAAKONC

0 «FepupveTam N SIETIPAVEIA TWV TEPAXIWV Kal eEapavideTal TO OPIO
HETAEL TOLG

2 T1pOKOTITEI AETITOKOKKN KAl EVIAIA UIKQOSOMIN WETAAAOL CLYKOAANNONG

/1




YOYKOAANNON 81 TPIPNGC UE TTEQICTOOMN

TuvexoLg odnynong Me adpaveia

Non rotatlng (b] ,
i Flywheel ’
Rotating ‘t‘ N

Pressure

Upset

Non-rotating




YVYKOAANON 81 TPIBNC WE TTEQLIOTOOPN

OLVEXOLC 06NYNONGC

T

Welding starts

Completed weld

Forge force

Friction speed

Friction welding force

g ot !

' Fo(;ced upset
istance
e

distance

1

1

|

; Upset
|

|

1

-
N
-
- -
f o o i i —

|

Friction upset distance

—— Speed
--=- Force

Time
\__Completion

of welding

Nnn rutat:ng

Rutatlng t

Non-rotating

Pressure




YOYKOAANON 81a TRIPNG UE TTEQIOTOOPN

UE adPAVEIO

@ % welding!

/1

speed 54__\_Iyelding starts

Single or dual welding force

Q/ -
&/ | ( == R
@/
. .
7 |
,’/’ . \‘.
Total|upset length
I ‘\‘ » . A
Time —» Completion
or welding
(b) A |
I Welding speed
2o/ | "\ Forge force
o \
[y
9/ |
& |
by, Friction force
/ |
I
l |7
Time —» Completion

Tot;aIEJpset length

or welding

/4

Motor

Brake

2

Non-rotating Vise

As7

Clutch

i

%

Hydraulic Cylinder X




YLYKOAANON 1A TPIPNC PE avadevon

(FSW)

0 AvarnTuén Bepuokpaciag dia TpIPNS

0 To epyaAeio TNG CLYKOAANCNG Bepuaivel
TA TEPAXIA KAl PoONBAG 0TN PO LAIKOL

0 ATTO auTO £€QPTATAL:
2 H 1mo1oTNTa TNG CLYKOAANCONC

2 H peyiotn dvvartn TaxvuTNTa
OLYKOAANCONG

0 Hmapaywyn BepuoTnTag

Downward force

Welding

Retreating
side
Nugget
Advancing
side




YLYKOAANON 1A TPIPNC PE avadevon

(FSW)

Cylindrical Square Cylindrical full Threaded with three
tapered tool pin tool pin threaded tool pin  intermittent flat faces tool pin

Cylindrical
tool pin

Collar

Pin Shoulder



YLYKOAANON 1A TPIPNC PE avadevon

FSW

Tool Movement Direction

d TMAZ @ TMAZ

Base HAZ Welding Line Base

HAZ Tool Movement Direction

b TMAZ above the tool «

Nugget

-0 Strain
< I

X el
~ . Nemperatuire




[IAeovekTNUOTA FSW

0 Xpnon o€ avouola JETAAAD
0 Agv QTTAITE ETTIPAVEIAKN KATEQYATIA TTOIV KAI JETA TN OLYKOAANON

2 TTOAD KQAN TTOIOTNTA OCLYKOAANONG WE OUOIOUOPPN KOKKOUETOIO KAl
MIKQEC TTAPAUEVOLOEC TTAPAUOPPLOTEIC

0 Agv eupavidel pYUATWOoN
0 MeyaAbTepn avroxn o€ Siappwon

0 XAUNAO KOOTOG eKTTAISELONG TTPOCWTTIKOL AAAG KAI KATAVAAICKOUEVNG
EVEQYEIQC



MelovekTnuaTa FSW

0 YWnAN ¢Bopa EpYAAEIOL CLYKOAANONC
0 YIXETIKO apyn
2 YWNAO KOOTOC ayopAc eEOTTAICHOU



Eqpapuoyec FSW

0 XTN VAOLTINYIKN O€ YOOTPEC, TTAELPEEC KAI KOTAOTOWHATA TTAOIWV
0 Agp0SIaocTNUIKN KAl AEQOVALTIKN

0 MapAKTIEG KAl LTTEPAKTIEG KATAOKELEG EVEQYEIAG KAl EE0PLENG
LESPOYOVAVOPAKWY



YLYKOAANON 1A TPIPNC PE avadevon
vTToonBovuevn pe deoun Laser

Advancing Side

Shoulder

Trailing Edge . Leading Edge

Pin Retreating Side



EowTNOEIC - ATTOPIEC
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