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Avadntnon oto apBpwv

2TO OLAdIKTUO TT.X. 0TO google scholar o yeAetntng Kavel avalntnon
Ue TN xpnon Acéewv KAeLOLA TL.X.

1. Avtiotaon otn olaBpwon
e «corrosion resitance HAZ steel GMAW»

2. Emidpaon tng dlaBpwong otnv KOTtwon
* «corrosion fatigue steel HAZ GMAW»


https://scholar.google.com/schhp?hl=en
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NEAOMNONNHIOY

Avadntnon oto apBpwv

2TO OLadIKTUO TT.X. 0TO google scholar o yeAetTnTNg KAvel avalntnon
Ue TN xpnon Acéewv KAeOLA TL.X.

3. 2UYKOAANON KE TPLBN Kat avadevon — Metadoon Beppotntag —
OEZ - tapapevouoeg TACELG
* «friction stir welding heat transfer»

4. Mnxavikn cupttepldopd — KOTtwon ot 2UYKOAANCELG
* «mechanical properties fatigue GMAW SMAW naval steel»


https://scholar.google.com/schhp?hl=en
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Aladlkaola eTiAOYNG ETILOTAHOVIKOU apBpou

O peAeTnTNnC:

1. ZeduMAideL Tto apBpo kat eetadet ta dlaypappara, ya va dlamotwoeL av
epAauBAveL OTOLXEIQ OXETIKA PE TO BEpa TOU.

2. AwaBadertnv mepiAnyn, WOTE va ATOKTHOEL JIA TIPWTN £1KOVA YA TO
AVTIKELPJEVO KAL TOV OKOTIO TNG HEAETNC.

3. AwaBadeltig duo teAsvutaieg mapaypadoug TG ELCaywyng, yla va
evroTiioel TL e€eTAleL N epyacia Kal Ttola aroteAseopata tpoavayyeAAeL.

4. Awpadelta ocuumepaocpATa KAl EAEYXEL AV OLVADOUV PE 0oa avapepovial
oTnVv eLlocaywyn.

5. Avto apBpo KptBei kataiAnlo, 1o dtapadet OAOKANPO PE TIPOCOXT).
AladopETIKA, TO ATIOPPLTTTEL.
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TLTIEPLEXEL N ELlOAYyWYN

* Mapouacialel To evpLTEPO MPOBANUA KAl TN onuacia tou, yia tapadeypya tn dtappwon oe
HULlO CUYKEKPLUEVN KATAOKEUN 1 epappoyn.

* E&nyel Tov pnXaviopo N to pawvopevo Tou EeTAlEL N EpYACia KAL TIC CUVETIELEC TOU.

* AvadEpel TwC avilgeTwidetal rj HeAetatal To TPORANHA, OTIWCE TT.X. OTNV KAB0JLKN
pootaocia, epapatan apleuntikeg pebodouc.

e JuVOUIdeL TIC OXETIKEC MPONYOUHEVECG HEAETEG KAl Deixvel TLExeL NON dlepeuvnOel.

e Evtottidel To EpELVNTIKO KEVO: TL OeV £XEL HEAETNOEL eTTAPKWC N TTOLO TIPORANUCA TTAPAUEVEL
AVOLXTO.

* AnAWVEL TOV OKOTIO Kal TN GUMBOARN TNC epyaociac: TLe€eTAdel, TLTIPOTEIVEL ) TL ETUOLWKEL VA
amoodeiéel.

* Meplypadel cuvtopa tn dopn Tou apbpou, tapouacialoviag Tl TTEPAAPBAVEL KABE ETTOPEVN
gvotnta
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[leplexopeva epiAPng
[Meplexet:

* To euputEPO TPOBANUA

* Tov ynxaviopo rn to ¢patvopevo Tou JeAstatal
* Tn peBOBO N TPOTIO PEAETNG

 Tov OKOTIO KAl CUHBOAN TNC Epyaociag

* Ta faoIKA ATTOTEAECHATA KAL TO KUPLO CUMTIEPACHA
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2 UYKpLon TtEPIANYNC Kal eLoaywyne

e Kaitta duo tapouotalouyv TNV epyacia aro To YEVIKO TIpOoBANua
EWC TOV O0TOXO0 TNG. AnAadn Kal ota dvo gvtorttidovtal To TIPoBANUQ,
To pawvopevo, N peBodOC, 0 OTOXOC KAl N CUUPBOAN TNC Epyaciag

* H mepiAnyn cuvoyidel tn peBODO Kal Ta facika armoteAeopata n
oupTiEpACATA.

* H etloaywyn avantuooel TTEPLOCOTEPO TO UTIORABPO Kal TN
BiBAloypadia, evroTtidel TO EPEVVNTIKO KEVO KAl UTIOPEL va
rtapovotadel tn dopr Tov apBpou.

* Mg Alya Adyla: £Xouv Kowvo BAoLKO KOPHO, AAAA DLAPOPETIKO
BaBoc¢ katl epdpaon.
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Evvotnta «YAka»

[Mapouoiadovtal Ta UALKA TTOU XPNOLHUOTIOLoUVTAL I HEAETWVTAL KA,
OTtoU eival dlaBeolpn, TN XNULIKN Toug cvotaon. lNa epyacia
OUYKOAANONG, cuvNBwc¢ avadepovtal:

* TO UNTPLKO VALKO,
* TO UALKO TTANPWONG N TO NAEKTPOOLO, AV XpnolJoTtoLeital,
* N XNHLIKN oVOTACN TWV UALKWYV,

* TUXOV ONUAVTIKEG TTANPOdOPLEC YIA TNV KATACTACK TOUC, OTIWG
BepuLKn Katepyaoia n apxikn yitkpodopun.
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Evvotnta «Mabnpatikn dlatuttwon»

[Mapovoialovtal:

* To cuOTNUA PEPLKWYV OLadPOoPLKWYV EELCWOEWYV TTOU TtEPLYpAdouV TO
TTPOBANUa

e padl YE TIC CUVOPLAKEC OUVONKEC Kal

* TIC APXLKEC OLVONKEC, OTAV TO TIPOPBANUA e€APTATAL ATIO TOV XPOVO.
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Evvotnta «[lepapatikn dtataén kat
oLadlkaolay»

[Meplypadovtal n mepapatikn dlataén kat n dtadikaoia.

e AV TTPOKELTAL YLO TUTTOTIOLNHEVN KAL EVPEWC YVWOTH OOKIUN, OTTIWC
N OOKIUN EPEAKLVOHOU, UTTOPEL VA Yivel artAn avadopa Kat
TIAPATIOUTIR OTO OXETLKO TIPOTUTIO ) otn BLBAloypadia.

e 2TIC EPYAOLEC CUYKOAANONCG Kataypddovial OAEC ol TAPAMETPOL
TNG GUYKOAANONG.

e 2 EEXWPLOTO TTivaka Ttapouotadovtal E0LKA Ol TTAPAUETPOL TTOU
HeTaBaAllovral kal peAstwvtay, padl Ue TIC TIHEG TOUC.

10
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[Tapadelypata ivakwy TIapapETP WV

Table 3

Welding parameters and conditions used to fabricate the joints.
Welding Parameters SMAW GMAW

Root Pass Capping Pass Root Pass Capping Pass

Filler metal E 8018G-C1 E 8018G-C1 ERB0s ER80s
Filler diameter/mm 2.2 4 1.2 1.2
Pre-heating Temperature “C 100 100 100 100
Inter pass Temperature “C 125 125 125 125
Current/A 110 165 155 195
Voltage/V 21 27.5 22 29
Welding speed/{mm,/min} 145 153 160 170
Heat input/(kJ/mm) 1.066 1.278
Cumulative Heat Input (kJ) 6.6 601
Mo, of Passes (Include Capping) 6 5

11
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Table 3
Other data used in calculation.

Property/parameter Value
Tool shoulder diameter (mm) 15.0
Pin diameter {mm) 5.0
Pin length (mm) 5.7
Workpiece density (kg/m?) 2780
Workpiece incipient melting temperature (K) 775
Workpiece length (mm) 300
Workpiece width (mm) 300
Workpiece thickness (mm) 6.0
Tool density (kg/m?) 7930
Specific heat of tool (Jkg—! K-1) 502
Thermal conductivity of tool (Wm~! K-1) 214
Plunge pressure (MPa) 30.0
Plunge speed (mm/min) 12
Finish time for the plunge stage (s) 285
Finish time for the dwell stage (s) 45.0
Finish time for the welding stage (s) 85.0
Friction heat conversion efficiency 0.95
Deformational work conversion efficiency 0.9
Arbitrary constant of viscous dissipation heat 0.05

generation

Stefan-Boltzmann constant {(Wm™2 K-4)

Heat transfer coefficient at the bottom of the
waorkpiece(Wm—2 K~')

Heat transfer coefficient at the side of the
workpiece(W m-2 K-1)

Heat transfer coefficient at the top of the
waorkpiece(Wm—2 K~')

External emissivity

5.670367 « 10°%
300

200
50

0.2

Table 4

FSW process parameters.

Test Case Rotation speed (rpm) Welding speed (mm/min)
1 800 120
2 800 80
3 800 40
4 1000 120
5 1000 80
6 1000 40

12
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[Tapaypadocg «<ATtoteAsopatar

e Ta artoteAcopata mapovolaloval He oxnuata, dlaypaupuata N Tivakeg
Kal Tteplypagdovtal oto KEIPEVO.

e KaBe Aedavta pETEL VA TIEPLEXEL TIC TIANPOPOpPLEC TTOU XpeLtadovTal yia
va YIVEL KATAVONTO TO OXNUA: TL arnelkovidetal, towa HeyEON
napouvolalovial Kal 6€ TTOLEC CUVONKEC N yLa tola Ttepimtwon
npoekuPav. Na mapadeypa: «Aldypappa taocnc—tapapopdwonc ya
OUYKOAANGCN HE TIC TTAPAUETPOUS ... ».

e Otav Ta amoteAcopata Kat 0 oXoAlacpocg tapovaoiadoval otnv dla
£vVOTNTA, aKoAouBeital N oelpA TWV OXNUATWY KAl TwV Tivakwyv. MNna
KABe amoteAeoua, TTpwTta mepypadpetal Tt deixveL Kal ETtELTA

oxoAladetal TLonpaivel Kal TTw¢ cUVOEETAL JE TA LTIOAOLTTA EVPHUATA N
e tov e€eTAlOPEVO UNXAVIOUO.

13
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[TapAadelypa arelkoviong AroTeEAECHATWY
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Fig. 10. The predicted temperature distribution at the transverse cross-section during the dwell and welding stages (Case 1). (a) 28.51s, (b) 30.0s, (c) 37.9s, (d) 45.0s, (e)
50.1s, (f) 60.0s. 14
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2uuTIEPACuata

2uvoyidovtal Ta Baocika eupnuata tng epyaciag

e ATtTAvVTATAlL O OKOTIOG ) TO EPEVVNTIKO EPWTNUA TIOVU TEBNKE OTNV
gloaywyn.

* AvadeEpovtal ol CnNUAVILKOTEPEG TAOELG ] OXEOELG TTOU Ttpoekuav
aro tTa aroteAcopata.

e Emtionpuaivovtatl oL tEPLOPLOPOL TNG HEAETNG, EPOOOV eTtnPeAlOLV
TNV EPUNVELA TWV EVPNHATWV.

* Avadepovtal Tibaveg TpoTAoELG Yia HEAAOVTIKN €peuva n
eappoyn

15
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Ydocg kal opyavwon TnG TEXVIKNG EKBeoNG

*'Ydog: avotnpa ETLOTNHOVLIKO, oadeC Kat ovdeTeEPO. ATtopeuyovtal
Ol T(POCWTILKEC KPLOELCG KAl Ol ATEKHUNPLWTEC DLATUTIWOELC.

e l[pappatikn dtatumwon: TTPOTIHWVTAL ATIPOCWTIEC EKPPATELC KAl
N tadnTkn pwvn.

 AplOUNTIKEG epyacieg: ocuxva tponyeital n Mabnuatikn
dlatuTtwon Kat akoAovBouv ta YAKKA we Ttpltn evotnta. H akpBng
oclpa yrtopei va tpoocappodetal otn HEAETN.

e 2udNTNon: urtopei va tpootebei Eexwplotn evotnTa YETA TA
ATtoteAeopata, yla TNV EPUNVELA KAl TOV OXOALAOHO TWV
cLUPNUATWV.

16
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Epwtnoelg - anopleg

17
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