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ITEPIAHYH

KATAYXKEYH KAI XAPAKTHPIZMOX YYNAEXMQN YAAOY-
METAAAOY KAI YAAOY- IIOAYMEPOYX/TIOAYMEPIKOY YYNOETOY
ME XPHXH NANO PULSED LASER
Toélag AT06TOAOG

Y10 mlaiclo ¢ mapovoag AmAopatikng Epyacia epeuvnnkay kot avamtdydnkov
OUVOEGHOL  EMKAALYNG OVOLOL®V  VAIK®V KOl GUYKEKPLUEVA  YVLOALOV-UETAALOL KOl
TOAVUEPIKOV VAKAOV LE 1Tn YPNON OVOTTUGGOUEVOV TEYVOAOYI®V mov Pacilovrol
AmOKAEIGTIKA o€ cvatnuato Laser. H pedétn pmopel va daympiotel oe dvo Pfoctkd Tunpata,
T0 TPOTO OomoTeAEl o PPAMOYpaQIKy] avaoKOTNON TANPOPOPLOV GYETIKMOV HE TOVG
GUVOEGLOVG OVOLOLV VAIK®MV OV HOG EVOOQEPOVY Kol Ot omoieg aflomolovvtal o1
TEPALATIKY EPELVOA TOL 0KOAOVOEL 6TO deVTEPO TUN AL APYLKA, AVOADOVTOL 01 GOVIEGHOL OLO
VMK®OV V1O TV upeia £vvola TOL OPOL EVA 0KOAOLOEL KOTNYOPLOTOINGT VTV GE UMY OVIKODG
KOl GUYKOANTOUG. ZTnv ovvéyelwn, mopatifevtar kdmoleg amd Tic Pooikés pedddovg
GLYKOAANGONG TAAGTIK®V LE TN YPNON OEpUIK®OV S1001KAGLDY KOOMOG Kot e T XPNoT KOAAMS.
‘Exovtag avagépet tig mponyodpeveg nebddovg EmeTar pia YEVIKY mopaleon TANPOQOpLOV
oyeTikd pe ta cvotiuato laser kot tnv oAinienidpacn g VANG pe T déoun eOTOS KaOMG
eniong moapovcialovrol ot TANpoeopieg mov avékvyov amd PiPAloypoaeikn gpevvd og
EMGTNUOVIKA ApOpa, ONUOGIEVGELS, 16TOGEAMOES Kol O10AKTOPIKES S1aTpPEG TOV apopovV GTO
OVTIKEILEVO NG OLYKOAANGONG OvOUOlaG @UONG VAMKAOV Omm¢ &ivor to TAACTIKA
(Beppomractikd kot OepposkAnpuvopeva), to LETOAAN Kol T YOOALL. Mg yvopova mAéov
VTG TIG TANPOPOpieg akoAovBel 1 mepapotikny pEBodog ¢ avdmntuéng twv cuvdéoumy. Ot
WoTePOTNTEG TNG PUONG TOV TEWPAUATOV EMPAAOVY TNV KATACKELT WOIOGVGKELMV, TOV
oLVOVAGHO Vo HeBdd®V cuykOAANoNG (LTW ko DLW) kot v digpgvvnon pog mtindmpog
TOPOUETPOV YO TNV ETITEVEN 1OYLVPDOV GLVOECUWV. TEAOC TO GUYKPITIKA OTOTEAEGLOTOL
eoavepmvouy avénon g taéemc Tov 500 % oty unyavikny avtoyn Tov cuvdécumy pe Laser

évavtt ™G cupPfotikng HeBOdoV GLYKOAANOTG AVOLOLOY DAMK®V e KOALQL.

AéEeic khedra: Laser Welding, Glass to Metal, Joints, Glass to Polymer
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ABSTRACT

Laser Assisted Joining of Glass to Metal and Glass to Polymer Composites

Tolias Apostolos

In the present thesis, lap joints of dissimilar materials such as glass, metals and polymer
matrix were investigated and developed using emerging technologies based on pulsed laser
source systems. The study consists of a wide literature review on the joining of materials, the
experimental set up investigation, the experiment procedure and the mechanical
characterization of the joints. Firstly, the broad usage of the term “joining” two materials was
defined, while in the second chapter a comparison between the two basic categories of joints
(mechanical and welded) is taking place. Moreover, to have a better understanding of the
available thermal bonding and adhesive bonding methods used by the industries to join polymer
plastics to each other, a review of them was carried out, while all the available information
obtained from literature research in several scientific articles, publications, websites and
doctoral dissertation theses, related to the laser welding of different types of materials such as
plastics (thermoplastics and thermosets), metals and glasses are presented. One method of
interest is to join dissimilar materials using laser source. Laser joining has many advantages
such as short processing time, small heat affected zone and effective usage on different types
of materials. Two material combinations were used in the Laser welding experimental
procedure, Extra Clear Glass to Aluminium and Extra Clear Glass to 3D printed PLA samples.
Polylactic Acid (PLA) being one of the most common and promising biopolymers used with
increasing consumption day by day, it is emerging as a substitute for petroleum-based polymers
which are used as a matrix in the composite materials. The samples were joint via Laser
Transmission Welding (LTW) and Laser Direct Welding (LDW) principals, furthermore laser
related parameters were clearly determined in order to get a strong adhesion. Finally, the
mechanical shear strength obtained by laser welding methodology can outreach by surpassingly

high percentage, 400 — 500 %, the ultimate adhesive bond strength.
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I[TPOAOI'OX

Ye avtd 1o onueio g AumAopoatiking pov Epyaciag Oa Mfela va ekppdom Tig
gvyaplotieg Lov apywd og tpog tov Opdtipo Kadnynt k. I'edpyro [amovikoddov yio tnv
TPOTPOTY) TOV VO LEAETHOM TO TALPOV BELLA KOL TNV TPOCOTIKY| TOV VIOGTNPIEN, TO EVOLUPEPOV
TOV OVOPOPIKA pE TNV oo eEEMEN avTov Kat TNV apéptotn Pondeia mov pov mapeiye 1660
o€ Bewpntikd 660 Ko 6€ TEYVIKA (NTALOTO KOTA TN SIUPKELD TNS GLYVNG EMKOWVMOVIOG LLOG.
Eniong Babid evyvopwv eipot otov Enikovpo Kabnynm k. Aie&avépomovio Anuntplo yu
TNV OTUOVTIKN Ap®YN TOV, 1] KaBodNynom Kot 1) GLVOPON TOV OTTOI0L GE EMIMEDO YVAGEWDV KO
opybvoong ¢ é€psvvag OAo avtd 1o Odotnue SOPOUATICE KOTOALTIKO POAO OTN
dlekmepaimon avtig g epyoctas. EmmpocHitmg, Oa NBeha va ekppdow v ektiumon pov
otov kaOnynm Kwotdémovro Bacileo yio v embopia mov £6e1&e o OAN TN S1dpKeELn TV
OTOVOMV LOV VO UETOAGUTOOEVCEL TIG YVMDGELS TOV GE EUEVO, KOL GTOVS GUUPOLTNTEG LOV.
Kietvovtog opethw éva peydlo €uyoploTtd OTNV OWKOYEVELD LOL Y10 THV OWKOVOULKY,
TVELUATIKY] Kot NOKY| otpign o€ KABe 6Tdod10 TG LN LoV, KaBDS Kot ToVG avOpdTOVG TOV

LoV GLUTTOPACTAON KAV Kol EKavay ovTd TO Ta&idl YVOGE®MV Kol EUTEPLOV TLO OLOPPO.
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EIXATQI'H

[Tapaxorovdmvtog kavelg Tnv e£EMEN Ko petdfaot and ta amld epyalreio tng AlBvng
Enoyng, 0nwg Ntav to ceupi kot to d0pv, oTIC oVVOETEG KOl TOADTAOKEG KATAOKEVEG TNG
OMUEPIVIG EMOYNG YIVETAL OVTIANTTH 1 OTOVAALOTNTO TNG TEYVOAOYIOG GUVOESTC OUOL®Y Kot
VOOV VAIK®V PETAEL Tovg. [TAEoV, o1 kataokevég anaptioval amd TAn0oc eEaptuiTov
OOV M cLVOEST TOLG eivar avaykaio vo yivetor pe  a&lOmoTo, Omod0TIKO Kol GUYYPOVOC
owovoulkd tpomo. H mietoynoeio tov ototyeiov avtdv amoteleitor cuvnO®G amd LAIKA
avopola petalld Ttovg, yeyovog mov Kobotd TV ovuvdoeon Ttovg omoutntikr. H ypnom
GLYKOAANTAOV HEGMVY Y10 TNV GUVOECT] TAUGTIKMY, TOAVUEPIKMOV GUVOET®OV VAMKAOV oA Kot
petalh avopoloyevmv VAMK®OV O0Ttmg gival To Yool kot To pétaAdlo, etvar 1 KOpla péBodog mov
YPNOWOTOlElTOL  TAPoVSLALoVTag OUMG OPKETE  UPEOVEKTAUOTA TOCO ®C TMPOG TNV
TOAVTAOKOTNTA TOV TEXVIKAOV Kl TNG TPOETOLOGIOG TOV omatteiton 660 Kol omd TNV TAEVPE
NG EMOKELNG. Z€ 0T TV epyocio £EETALOVTOL GLUYKOAANTOL GUVIEGHOL VAAOL — LETAAAOV
Kol VOAOL — TOALUEPOVS VAIKOL e ypnom g teyvoroylag Laser. Xtnv Pifioypapio
evromiletal PKPOG OYKOC ONUOGLELUEVOL VMKOD 7OV VO OVOQEPETOL OLTOVCLY GTOVG
OLVOEGOVG OLTOV TOV TOHTOV. YTApPYovV HeAETEG OTIC omoieg Ba avapepBodue GYeTIKA pE
oLVOEGHOVG HeTAE) oUVBETOV VAMK®OV OepUOoTAACTIKNG Kol OEPUOCKANPUVOUEVT] UATPOG,
oLVOETOV VAKAOV Kot LETAAL®V, YOOAL0D Kot LETAAAOL Kol TEAOG ol LEAETN Y10 GCUVOEGLOVG
yYvaAo0 - Beppomiactiko. Eneita and ™ Pploypapikn avagopd akoAovbel 1 Katackeun
TV cvvdéouwv Ahovpviov — Maitov kot PLA — T'valov pe v avdmtoén Kot epapuoyn g
pebooov Laser. To PLA (IToAvyoroktikd o&H) eivor 1o mo dwdopuévo Promorvpepéc.
[Mopdyeton oe maykdouo kKAMpoka kot Bpickel epapproyn o€ moALovg Topels, dvvatot emiong
Vo amoTeAECEL T BEPLOTAACTIKY] UTPO GUVOETMV VAIKOV EVIGYVUEVOV TOGO LE tveg OGO Kot
pe pikpooopatiota. Eival Aoutdv ckomipo va pedetn el n duvatodtnta cuykdAAnong tov. Toco
N TANOOpa TAPAUETP®V TOL TPEMEL VO KAOOPIGTOVV OGO KOt TO TOADTAOKE QLGIKA POLVOLEVOL
oV AapPavouy xdpo KoTA TN SPKELN TG GLYKOAANGNG avOpolwv VAIK®OV kabopilovv 1o

Babud dvckoriog TG TEPAUOTIKNAG SLOOIKAGTIOG.
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KEDQAAAIO I: ZYNAEEZEMOI METAEZY AYO YAIKQN

1.1 T'evika X1ovygeio Xovosopmv

>m Mnyovikn, pe TOV  YEVIKOTEPO Opo  “CUVOECUOG”, VOEITOL  OTO0ONTOTE
UNYOVOAOYIKO GTOtYELD N SladikaGio 00N Yel 6 GUVIEST HETAED dVO 1| TEPICCOTEPMY GTOXEIMV
NG GLVOAIKNG KaTOoKELNG. Me tn Oadkacion g oLVOEoNS EMOIDKETOL 1) KOAVOTNTA
petoBifaong @optiov amd to £vo otoreio oto AANO, KOOME Kol 0, Kotd mEPITTOON,
wePLoplopds  Pobucdv eAevBéplog Tov GLVOEOUEVOL GTOXEIOV AVAAOY®S TOL TOTOL TNG
kataokevns. H kotaokeun cuvnbmg amoteleiton amd Tunpoto cuvapporoynuévo petald Toug
HE TETO10 TPOTO DOTE VAL EMTELOVV KAToleg amod TIS facikég Asttovpyieg evag cuotuatoc. Ot
Aertovpyieg €vOg GLGTHLOTOC Hopohv va dtakplBohv e Tpelg KOpleg katnyopieg : dopKEC,
pnyovikég kot nAektpkés [1]. Ta dibpopa pépn TV SOUKOV GLUGTNUATOV £XOVV OG PAGIKT
Aertovpyeio. va maporappdvovv kot vo petafifalovv to oTOTIKG KOt OLVOUIKA (OpTio.
[Mopadeiypoto TET010V GLGTUATOV/KATAGKELMOVY OTOTEAOVV TA KTHPLO, TO TANICIO OXNUATOV,
Ol GTPOKTOl OEPOCKAP®V, Ol YEPUPES KTA. Ocwv agopd oTo TUMUATO TOV UNYOVIKOV
cvotpdtev, Bacikn Tovg Asttovpyio €ival Vo EMITPEMOVY KO VO EVEPYOTOLOVV KATOLOLG
Babprovg elevBépiag mpokabopiopévey KIVAGE®V LEG® TNG CAANAETIOPOOTG TMV GLVOEOUEVOV
TUNUATOV. MNyavEg Kot pnyavic ol amroTeAovV Topadelylato TETo1wV cLGTNHATOV. ZuVvH0ng,
0l GUVOPUOAOYNUEVEG KOTAOKEVEG EMTEAODY TTAPATAV® OO L0 AEITOVPYIES, E KATOLEG VOl
etvar kOpleg Kat KATOEG dELTEPELOVGEC. AGYETMG OUMG TNG TPOTAPYIKTG TOVG AEITOLPYIG OL
oLVOEG O LETAED TOV TUNUATOV TNG KATOOKEVTG Elval £0PETIKA OTULAVTIKOL EVED Ympic TNV
TOPOVGio TOV cLVOEGU®V Ba Tav adbvatn 1 ONUIOLPYiC TOAOTAOK®OV GUCTNUATOV.

O tomotl twv cvvoéoumv kabopilovtal Aueca omd T VO™ TOV OLVALEDY TOV UITOPOLYV
va avamtuyfovv peta&h Tov dvo VAKAOV. Ot duvdpelg autég pmopet va etvol pmyovikés, Ommg
Y10 TOPASELY O GE LAKPOGKOTIKO EMIMENO SUVALELS TOV AVATTOGGOVTOL KOTE TOV TEPLOPIGHO
Mg Kivnomng Tov otoyeimv A0ym NG SLHOPP®ONG TG YEOUETPiaG TOVS, dnAadn dtdtunon,
EQEAKLOUOG - Oy, Kou 1 TN, M Omoin G PIKPOGKOTIKO EMITEOO OPEIALETOL GTNV TPOYVTNTA
tov empoveiv (interlocking) 1 ynuucég. Ot ymukég duvapelg Stokpivoviol 6€ OTOMIKEG Kot
evoopoprakés. Katainyovpe Aowmdv o€ dvo Pactkovg TOTOVG GUVIEGHMOV: o) TOVG Mnyavikohg
OLVOECOVG, Kol B) TOLG ZVYKOAANTOVG €lTe e yp1om KOALAGS, gite pe ocbvinén [1]. H obvoeon
umopel etvon gite pOVIUN (CLYKOAANGELS, NADGELS, COLYTT GLVOPUOYN KTA.) £(TE AVOUEVT] OO

Yo TOPAOELY Ol KOYM®TOT GHVOEGLOL.
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KEOAAAIO IT : TYIIOI XYNAEXMON METAZY AYO YAIKQN

2.1 Mnyavikoi Xovogopor

Avopoofnmra, o amd TIG TOAIOTEPES Kol TO OLOEOOUEVEC LOPPESG GVVOEONG
VIAPEE N UNYOVIKY], TPOGPEPOVTOS EVKOATN Kol OUEGHTNTA KATH TNV GUVOPUOAOYNOT OALL
KOl EMICKEVT TNG KATOOKEVNG. Baoikd TAEOVEKTNIO TOV GUVOEGUMV OVTMV, GE L0 ETOYN
OOV 01 KOTAOKEVEG cuvioTavTol omd TAN00G HEADV, Elval 1) IKOVOTNTO OTOGLVOPUOAOYNONG
dlymg vo mpoxvmTeEl POOPE GTOL GUVOEOUEVO HEAT], OTOCKOTAMOVTAG £TGL GTNV EVKOAN Kot
OLKOVOULKT] GUVTI PG Kol ETIGKELT] TOVG.

Agbtepo, kot e&icov onuavtikd Thgovéknuo givor 1 aveEaptnoio g ovvdeong amd
TOV TOTO TOL VAKOV. O1tmg avapépOnie Kot TPonyoupEVMG, GE QVTOV TOV TUTO GLVOESNG TA
VMK omd To omoio amoTEAOVVTAL TO GUVOEOUEVO TUNUOTO OEV OVOTTUGGOLY UETAED TOVG
ANUIKOVG  deopoVC  YEYOVOG TOL  EMUITPEMEL TNV XPNON OVOUOI®WV VMKOV YOpig va
dnpovpyovvTal TPOPANUATO CLUPATOTNTOC.

210 TAEOVEKTNUO GLYKOTOAEYovIOl emmpocHeta M  amovoic tov  Oepuikd
emnpeoalopévav (ovov mEPLE ¢ ohvdeons, OTmG cupPaivel OTIG GUYKOAANGELS Kol 1|
dlTnpNoN TG HWKPOJSOUNG TOL VAIKOD TOV HEADV, YOPIG Vo ETNPEALETOL OO TIC TEYVIKES
GUVOESDTC.

[Topd v TANOD P TOV TAEOVEKTNUATOV TOV GUYKEVIPDOVOLV O1 WNYOVIKOT GUVOEGLOL
dgv TOOVY VO LIAPYOLY SvYKeKPUEVA petovéktnua. To cofapdtepo €€ avtdv givar M
AVATTLEN TEPLOYDV GLYKEVIPMOONG TAGEMV OTIS OTEG Ol OTTO1Eg AmanTOVVTAL TPOKEYEVOD VL
ypnoporomBovv koyrieg N NAot. Ot meproyéc avtéc ivor mBavEg yia v EvapEn pOYUOV Kot
ovyva mpokoAeital actoyia TNG cVVIESNC €AV dev €yl TPoPArepBel cmwoTd amd TPV 0 TOTOG
kot to péyeBog g @Optionc. EmmAiéov, eEautiag avtod tov @oawvopévov, M péBodog
nepropiletan oTa LVAKEA PLe OAKIUTY GUUTEPLPOPA KOOGS GTIG TEPLOYES TOV UEYIOTOV TAGEWV, 1
TAOGTIKY] Oappon eivan évrovr. Katd cvveneio, emkpatodv HEYAAEG TOPULOPPDOCELS TOV
VAMKOV KOl avaKoVPlon TV Tdcemv. Avtifeta, avtd oev cvuPaivel ota yobvpd vAKA.

Axoun éva peovékmnuo eivor M avaykn Yo TOKTIKY €MOE®PNON TOV GLVOECUMV.
Ewdwotepa, n PLoKogAOCTIKY] CUUTEPLPOPE TV VAIKADV EMLPEPEL YOALPOON TOV TAGEDV LE
OTOTEAECUOL VO TPETEL VOL YIVETOL ETAVACVGPIEN TOV KOYADV 1] OAAOYT TOV NA®V GE TAKTA
YPOVIKA SLOGTILLATO, AVAAOYQ LE TO VAIKO. TEAOG, 0 PNy aviKOS GUVIEGUOG GUYVA OEV TOPEYEL
EMOPKTN OTEYAVOTNTA, EVO TPENEL VoL AP AvETaL VITOY IV 1] S1EPPCT TOV PUToPEl VO VTTOGTEL TO

VAKO 6T GNUElD ACVLVEYELNG TTOL ONULOVPYOVV Ol OTTEG.
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Ot ey VIKEC TOL YPNOLOTOLOVVTOL EIVOL KLPIWG 1) GHVOEST LI KOYAIEG, LE NAMGELS Kot

0l COL(TEG GUVOPLOYEG.

H MAwon ypnowomoteitar yio tnv UOVIUN GOVIEST] KUPIMG UETOAAIKOV TAUK®V 1
keAMQOV. Ta tepdyia Exovv omég oTig avtiotoryes B€celg dmov TorobetovvTan ot Aol Xvvnwg
amottovvtol Tpdcobeto pépn Ommg kouPosidoparta, mapsupinuato kot Aowd. H yeopetpia
TOV NAOV SLOHOPPAOVETOL OO TOV KLAIVIPIKO KOPUO TOV GTNV GKPN TOL GEPEL pio KEPAAT.
Kotd v obvdeon 1 AN dkpn Tov Koppov, eite e cpupnidtnon eite pe tnv emPoin mieong
Kol VYNANG OepLokpaciog, SIUCTEAAETAL Kot ONIIOVPYEITOL o OEVTEPT) KEPAAN. ZNUEPO, OL

NAOGCELG TAEOV TEIVOLV VAL OVTIKOTAGTAHOVV At TOVG GLYKOAANTOVS GUVOEGILOVG.

Riveter

O\ Rivet _»

snap

Eixova 1:Awadikacio Aquiovpyioc Hiwong

H xoyMoon sivor dpota ohvoeon pe v NA®on pe T d0popd OTL €0 avti NA®V
YPNOUOTOIOVVTOL KOYAES Kol £T01 1] oVVOEST glvol amAn Kol AvOuEVY, dpa Tapovctaletl Kot
TO TAEOVEKTNUO TNG €VYEPOVS AVTIKATAGTOONG HEPDOV 1 TNG EMOvVAXPNCLLomoinong Ttovg. H

KOYMmTN cbvdeoN cuvictatol amd Tov KoyAla (Bida) kot to meptkdyAo (TaSipLdor).
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Tension

Shear

|
N\

Ewcova 2: Koyliwth abvdeon ko poptio mov wopoaloyfaver

e 0gPOTOPIKOD TUTOVL KATOCKEVEG YPNOYLOTOoVvVTOL KATd Pdorm MAol Evavil Tov
KOYMOV KaODS TPOGPEPOLY PUEYOADTEPT AGPAAELD KOl 1 EXOEDPNON TOVS Elval TLO ELKOAN).
Kotd v maporofr] Suvapik®v eoptiov, ot TOAUVIOGELS UToPoHV VO, ETLPEPOVLY YOAAP®OOT

OTN KOYA®TY) GUVOESN LE KATAGTPOPIKEG GUVETELEG GTT) OOKT] OKEPOLATNTO TG KATOGKEVT|G.

Ewova 3: Hhdoeig o quijuo agpoordpovg tomov 747 Dreamlifter

2.2 ZuykoMntol ZuvbeopoL

Mo okéun péBodog ovvdeong LVAMKGOV givar M cvykdAAnorn. Ot GuYKOAAGELS
dakpivovor og dvo Pacikég katnyopiec: a) v cuykOAAnon e koAAa (adhesive bonding) kot

B) v cvykoAAnon pe cvvinén (welding). Yndpyovv w1060 Kot viwokatnyopieg avaioya. pe
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™V 0EPLOKPOGI TOV TPAYLATOTOIEITOL 1] GUVOEST] KOl TNV TEYVIKT TOV YPNCLOoTOotlEiTol KaOe
Qopa.

Boowd mpotepipato TV GLYKOAANTAOV GUVOECHMV elval mmg dgv yperalovton
emmAéov €EOPTNHOTO  OTMOG GTOLG UNYAVIKODS GUVOEGHOVG UELMVOVTOS £TGL TO PAPOS TNG
KOTOOKELNG, €VO TopdAANAa dev mapovotaletal e£ac0évion Tov LAIKOV AdY® TV 0T®V, Ol
OTOlEC OMUIOVPYOVV OICLVEYEIEC OTO VAIKO KOl KOTO GUVETEWL GUYKEVIPDGEIS TOCEWV.
Emunpdobeta, ot cuykoAAntol GOVOECHOL TPOSOEPOLY LYNAN OOUIKY] OKEPOLOTNTO KoL
EVOEIKVLVTOL Y10l EPOPLOYEG OTTOV OTOLTEITON KAAY GTEYOVOTNTAL.

Oocov apopd oTIG GLYKOAANCELG LE XPNON KOAAOS, GUYKEVIPOVOLV KATOLN ETTAEOV
TAEOVEKTNUATO OTTMOG €IvOl M IKOVOTNTO GVVOESTG OVOLOLOV VAIKAOV HETAED TOVG YmpPig va
emnpealoviol and 10 TAY0G TV pEA®V. Emiong dev adloidvouv Tig 1010TNTEG KO TNV
HIKPOOOUT TOV VAIKOV ev® TELOG, EUQOVICOVY TOAD KOAY] GUUTEPIPOPA GE KLKAIKEG Kot
KPOLGTIKES POPTIGELS .

Ot ovuykoAntoi GOVOEGHOL VKOV GTNV KOTNYOopio TV HOVIL®V GUVOEGU®V LE
OTOTEAEGLOL 1] OTOGUVAPUOAOYNGT TOVG Vo glvar e£0PETIKA SVGKOAN Kol cLVIOMG EMLPEPEL
@Bopd ota cuvoedueva péAN. Emiong, oty mepintmon g ovykOAAnong pe odvimén m
LKPOOOLUT TOV VAKOL aALdlel Tomikd petaforidvrac/vroPaduilovtog Tig 1010tnTeg Tov. [N
TOVG GUVOECHOVG UE KOALD, GUUTANPOUOTIKA LEWOVEKTHLOTO KOTA TN YoM TOLS elval Tmg
01 EMUPAVELEG GLYKOAANOMNG Oa TPEmEL ad TPV VO £XOVV TPOETOUAGTEL KATAAANAQ, O YPOVOG
Long g kOMG elvor oyeTikd meplopiopévog Adym ynpovong ko egaptdrar amd to
nepPdArov 610 omoio givar exteBeévn evd emiong ypetdletar xpdvog yio TV 6TEPEOTOINGN

™G KOAAOG KATA TNV EQAPHLOYN TNG.

2.2.1 XvykorMoeig [lohopepdv pe Oeppikéc Katepyooieg

O ovvdvaoudg g Oeppokpoaciog kKot Tng TEONC KATA TN GLYKOAANGT JLPEPEL
avdAioya pe ta vAkd. H cuykodinon peta&d d0o vAkav, pmopel va emitevydet pe pio peydan
TOKIAMO GUVONKAV, LLE ATOTELEGLO GTILEPOL VOL YPTCLLLOTTOLEITOL EVPVTOTA GT Bropmyavia Evog
peydaog aplpog pedddmv cuykdiinone. Ot cuvinkeg umopodv va Kupoivovtal amd vynin
Oepuoxpacio pe kaBorov mieon péypt vYNAN mieon pe younAn Oeppokpascia.

H cvykdéAinon molvpepdv LAIK®OV Holdlel apKeTd pe avty ToV pHeT@AAw®V. [evikd
VILAPYOVY VO UEYAAES KATNYOPIEG GUYKOAANCEMV: (L) Ol OVTOYEVEIG GLYKOAAGELS Kat B) ot
etepoyeveic ovykolnoels. H mpot katnyopia meptrapufavet tig dtadikacieg kotd Tig omoieg
TPOKAAEITAL TOMIKN TNEN TOV ETPAVELDV N OKUAOV TOV TPOKELTAL VO cLVIEHOVLV YwPig va

YPNOLOTOIEITOL TPOGHETO GLYKOAANTIKO HEGO. Xe avTifeon, Ol ETEPOYEVEIC GLYKOAMGELS dEV
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amottobv TN TEN TOV CLVOEOUEVOV TUNUAT®OV OAAG TNV TOTKY BEpuavon Tovg Kot v
evamdbeon PeETaED TOV EMPAVEIDV KATAAANAOV GLYKOAANTIKOD LEGOL GE LOPQY| THYUATOC.

Ot ovtoyevelg GLYKOAANGES UTOPOVV Vo, SlokplBovv avadAoyo HE TO UNYXOVIGUO
Tapoywyng Bepuomrag mov ypnoiponoteitar. OVOROsTIKG VTAPYOLY TPELG UNYXOVIGHOL: o) M
OLYKOAAN oM LE TP, B) N SLYKOAANGT pE EEMTEPIKN TTapOoy] OEPUOTNTOC Kol Y) 1 EXOYOYIKY|
OLYKOAANO).

2.2.1.1 Zvykoimjosig Tpipng

H ¥éa ticw and avt ) pébodo eivar n avénon g Beppokpacioc otnv dempdvela
TOV GLVOEOUEVOV HEADV HECH TNG LETATPOTNG TNG evEPYELWNG TPIPNG o€ Beppdtnra. Kdmoleg
oo TG TApoAAAYES TNG LEBOJOV gfvar 1 TEPIGTPOPIKT) GUYKOAANGN, 1| GLYKOAAN G VILEPT YOV
Kot 1) GLYKOAANGON pe yprion dovioewv [2-3].

YYIT'KOAAHXZH ME XPHXH AONHZEQN (Linear Vibration Welding)

Avt) n pébodoc amavtdral otn PifAtoypagio kot G CLYKOAANOT YPOUMKNS TPPNC.
Ta dvo TpunuaTo EpYovtal 6€ ETAPN HETOED TOVG VTO Tieon He To €va va Kpoteital otabepd
EVD TO GALO TOAOVTMOVETOL YPOUUKG TOPAAANAQ TNG SEMPAVELNG cVVOEONC e KATAAANAN
oLYVOTNTa, £0G O0TOL Vo avortuyBel apketn Beppokpacio dGTE va TaKoLV T0 VAIKE 6TO onpeio
™G TPPNS Kot 6€ AT TN PELOTH HopeN va avapeyBovv petald tovc. ‘Emetta, ot dovioelg
oTopaToOV Kot Ta 000 PEAT evBuypappilovror Kot apnivoviol vo otepeomolnfohv TPOKEUEVO
va dnuovpynBei n k6AAnon. H pnébodog sivar pia mapoaAroyn e TEPIGTPOPIKNG GLYKOAAN GG
TPPNG, He TNV Kivnom OUmG vo ivat YPOULKY| Kot Ol TEPLGTPOPIKT.

Pressure

Vibrated Part
—

Weld Interface

/V

Fixed Part

Ewcova 4 Xvykolinon ue ypnon dovioewv [2].
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Ta kOpro mheovektnuata ™ pneBodov elvar ot peydror pvBuol mopaywyng mov
TPOGPEPEL, 0 HKPOG TOPAYOYIKOG KOKAOC KOl 1) SUVATOTNTA TNG TAVTOYPOVIG GUYKOAANGNG
ToAA®V Tunpdtev. Eniong, n amrddmra g kot 1 KataAANAOANTA Y10 GUYKOAAN G OA®V TV
OeppomAacTikdV (aKOUN Kol eVIoYVpEVOV) TV Kobotd cvyxvd  ypnowun pébodo otnv

avtokvnroflopunyovio Kot T Blopnyovic OIKloK®V GLGKELOV.

I[MEPIETPO®IKH XYTKOAAHZXZH (Spin Welding)

H meprotpogikr] cuykdAAnon amotelel pia amd T1g o Kowvég pefddovg GuYKOAANGNG
pe PPN mov ypnoponoteital ot Propnyoavia yio v Evoon BEpUOTAAGTIKOV Ko LETOAAMK®OV
eCOPTNUATOV KATA UNKOG KUKAKADV ETUPOVELDY GUVOECNG. XE OLTH T O10d01KaGia, TO £va amd
T Vo péPM datnpeiton otadepd VM TO GALO TEPICTPEPETOL TAV® GTNV EMLPAVELN GUVOESNS
T0V otafePOD TUNUOTOC HE U0 GLYKEKPUUEVI] YOVIOKY TOYLTNTO KOl TECN GOOTOL N
Bepuokpacio otn dempdavela vo ovéABeL ot Beppokpacio TENS TV vVAIKOVY. H pébodog avt
etvar Tapdpoa e v Tpornyovpévn nEBodo cuykOAANoNS. Aeod To VAKE TakoOV, GTANaTd
aKopLoio 1 TEPIOTPOPT KO VIO TIEST) AKOAOVOEL 1) TOTIKY YOEN TG TEPLOYNG KOL 1] GACT TNG

OTEPEOTOINOTG.

Pressure .
Rotational Part

A

) «— Angular Velocity

@ Welding Interfaces
T TTT Fixed Part

Ewcova 5 Ilepiotpopixn LvykoAinon [2].
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Ta TAeovekTNLOTO TG GLYKOAANONG LE TEPLGTPOPT] EIvat 1] VYNAN TOLHTNTO GLYKOAANONC, N
AmAOTNTA, Ol UIKPOT KOKAOL TOpOy®YNG Kot 1 EXLAVOANYILOTNTO TOV TapEXeEL. AvTi 1 nEB0dog
YPNOYLOTOIEITOL Y10 TV CLYKOAANGT EEAPTNUATOV KLUPIWG KVAVOPIKNG YEOUETPIOG OTTMG ivat
v Tapadetypa TuEIdES, KLAVIPIKA doyela, @iltpa kavoipmy, petaAlikol dEoveg, oteAéym
VOPOUVAIKDOV KLAIVOP®V KAT.

Adym g e€dptnong g Bepurokpaciog amd T YPOUMKT ToyDTNTO TEPICTPOPNS, TO
e€mTEPKO TUN MO TNG Statopng TavTa Ba Beppaiveton Topamdve kabmg Kiveital pe peyoaidtepn
TOYVTNTO, GUVETMG 1 U1 OUOLOHOPPT| KOTaVOUT TG Beppokpaciog otn dtempavela dnpiovpyel
TOPAUEVOVGESG TAGELS GTI GLYKOAANGN. AVTHG 0 TEPLOPIoUOG KADIOTA TIG KOTAEC SLOTOUES e

AETTA TOYYOUOTO TLO KATAAANAES Y100 GLYKOAANOM e avTy| T HéEBodo.

YYT'KOAAHXZH ME XPHZH YITEPHXQN (Ultrasonic Welding)

H ocvykdiinom pe ypnon vrepryov eivar por pé€Bodog mov ypnoiponotel punyovikég
dovnoels LYNANg cuyvottas. Epappdletar ot Propunyavia yio tn cuyKOAANGT TOAVUEPDV LUE
pétaAda. To éva pélog Tov cuvdeduevov tunudtov tpocapudletol otabepd 6To aKivinTo
WEPOG TNG UNYOVIG GLYKOAANGONMG €V TO GAAO vmoPdiietar oe piol apHOVIKT TOAGVTOON
vrep®v ovyvotntag amd 20 péxpt 40 kKHz. Ta dvo tpnquata sival Tavto o€ emagr UeToEd
T0vG Vo mieom. H dwopoprokn tpPn HeETaED TV Hopimv TOL LAIKOVL Kot 1 TP HETAED TV

EMPOVEIDV TapAyovy Oeppotnra pe amoTéAespa TV Tomikn avénon g Bepuoxpacioc.

Power Supply
245V 60 Hz

Development in time of
Vibration Amplitude

Ewcova 6 Muyavii ovykdlinong ue vaépnyovg (Alejandro A Espinoza Orias ).
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211 GLYKOAANOT| LLE VITEPNYOVGS, 1| YEOUETPIO TOV ETPAVELDY GVVOEOG TPEMEL VAL ETvail
Kol kaBopiopévn. H empdvela Tov ToALOUEVOL TUNUOTOC £YEL OlOpopemBEl £T01 amd ToV
KOTOGKELOOTH MOOTE Vo oynuotilovtotl empavelakés mpoeEoyEs, ol onoieg otn Pipioypopia
avaeépoviol o¢ katevbuvtég evépyelag (energy  directors). Kotd v ovykdAinon o
EVEPYEWOKOC KATELOLVING AeldVEL KAOMG M EVEPYELDL OCULYKEVIPMVETOL GE OLTEG TIC
OVOLOLOYEVELEG NG EMPAVEWNG, KOl UE TNV YOEN TOL ONUIOVPYEL THV €veom Kot TNV
oLYKOAANON TV otolyeimv. ['eUeTpIKd, 0 evepyelokdc KatevBuving Kataokevaletal €161
MDOTE VO EYEL TN WKPOTEPT] EMPAVELD ETOPNG DOTE VO UEYICTOTOMOEL 11 GLYKEVIPOUEVT|

eVEpPYELD Ko Vo apyioel n TAEN amd auTh) T TEPLOYN).

D'?ffiiyrs//g%EE E E EH

Ewcova T Iopadeiyuoro oyediooiod oovoéouwv ue vaepnyovg [3].
2.2.1.2 Yvykériinon pe sEmtepucny mapoyn Oeppotnrog (Thermal Welding)

Ye avti ™ pébodo, pa eEwtepikn myn Oepuotntog mapéyel amevbeiag Oepikn
gvépyeln oto TUNpoTa Tov Tpokertal va cuvdogdovy. H Bepuomnta awédvel v Bepprokpacio
TOV GLVOEOUEVMV EMPAVELDY PEYPL TNV TOTIKY THEN TOV VAIKOV. XT1 GLVEXELD, TO. TLULLOTO
gpyovtal o€ EmaQN N lvat NON 6€ XA VLG TEST Kot APNVOVTOL VO YLy B0V dNUovpydvTog

™mv KOAANon [2-3].

>YIT'KOAAHXZH ME GEPMAINOMENH ITAAKA (Hot Tool Welding)

M OBeppovopevn mioxkd — tomobBeteiton evdidpeca amd TG SVO  EMPAVELES
OLYKOAANONG Kot Epyetal o€ emar] pe avtéc. H Oeppdtmro petagpépetol HEGm aymyng Kot 1
Oeproxpacio Tov VAKOO avEAVETOL XTN GUVEXELD, 1| TAOKA AQOPEITOL KOl TOL VO TUNHOTO

coumiéfovron petalh Toug péypt va otepeonmomel ) meproyn g KOAANONG.

Removing

Hot Plate
Hot Plate Molten Molten Welded
g Interface Interface Interface
. P u
==l 1—]—]
Specimens

Ewcova 8 Zyediaypopuo ovykolinong pe Bepun whoxo. [2]
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Me ™ pébodo avti) pumopoHv va mapayBodv GLYKOANGELS e avToyn ion HE TO apyko
TOAVUEPEC EVD ETIONC OVOLLOL0L TTOAVUEPT UTOPOVV VO GUYKOAANO0VV LETOED TOVG apKel va
&xel eEaopaiiotel n ynukn toug cvppatotta. To ctoyeio OEpuavong eival KATOCKEVAGUEVO
om0 HETOAMKO M KEPUMIKO VAMKO 7OV Oev KOAAAEL UE TO TOALUEPES KOl 1) OUUPKELL
OLYKOAANONG KUUOIVETOL OO PEPIKA OEVTEPOLETTA Yol LKpoV pey€éBovg otoryeio péypt 30

AETTA Y00 pEYOADTEPOL.

YYTKOAAHXH ME XPHXH AEPION

Aépla Ommwg 10 AlwTo, TO O10&Ed0 TOL AvOpoKka, TO 0&LYOVO, O OEPOC KA.
Oepuraivovtor 6e KATAAANAN SOTAEN KOl OTN GLVEXEWL LLE EQOPLOYN Tieons KatevBuvovtan
omv mepoyn 6mov Ba yivel n KOAANON doTte va AMwoel to molvuepés. [Ipdobeto vAKO
TANPOONG, CLUPOTO LLE TO TOAVUEPES, GE LOPPT| pAPdov pmopel va ypnopomoindet Kot TV
ovykOAAN o). To vdoTpOLA Ko TO VAIKO TAP®GNG 6TEPEOTO0VVTOL Lol ONUIOVPYDVTOG TV

KOAANOM.

i Filler rod
Fillerrod  Hotair/gas

| P— N/ [—P

Molten Polymer

Eixova 9 dradikacio ovykolinong ue kavta agpia [2]

2.2.2 Xvykoiinon pe ypfiion Korrag (Adhesive Bonding)

2TIC CLUYKOAANCELS e YpNoN KOALOG TO VAKE evdvovtan peta&h Tovg pe ) yxpnion
KATAAANANG ovykoAANTIKNG ovoiac. H évmorn emruyydvetor yapn o€ éva cuvovacuod
SLVAUE®V OV 0PEILOVTAL TOGO GTNV YNUIKY] CAANAETIOpaoT HETAED TOV ATOUMV KOl LopiwV
TOV TPOG GLYKOAANGT VAKAOV Kol TG KOALNS (QUVALEIS CUVAPELNS) OGO KOl TNG UNYOVIKNG
npoceuong  petalh g KOG kot Tov empaveldv [1]. Zdpeova pe t BipAoypapia,
nayKoopimg vrdpyovv 250.000 dSwapopetikég KOAAES, KAmoleg amd TIG Pacikég Katnyopieg

avTOV ivar o1 akOAOVOEC :
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KvavoaxpoAiikég
Ot Kvavookpolkég KOAAEG moAvpepiloviol avTdp®OVIONS HE TNV VYpooiog otnv
eMPAveLD, GLYKOAANOMG, eivol Toyelag TNEEMS KAODS GTEPEOTOIOVVTOL GE JEVTEPOAETTA KOl

elval KOTAAANAES Y100 GUVOECELG OTOV LIAPYEL KAATY ETOPT LETAED TV 0VO VAIKOV.

Emo&ikég
Ot k6AAeg owTOD TOL TOTOL OMOTEAOVVIOL OmO TNV €mo&edikn  pntivn Kol TOV
OKANPLVTI, Kol Elval KATAAANAES Yo TNV GUYKOAANGN TOV TEPLGGOTEP®Y TOTWV VAIKOV EVD

TPOCPEPOLY TTOAD KOAT UNYOVIKY] GOUTEPLPOPE TOV GLVOEGLOV.

[ToAvovpedavng

Ot k0Mheg TTohvovpeddvng eivar ynkd evepyomolodpeva GUYKOAANTIKA HEGQ TayElng
m&emg amotelodpeva amd éva 1 dvo otoyeia. [Tapovsidlovy KOAN UNYOVIKY] GUUTEPIPOPA
0€ KPOVLOTIKEG (QOPTIcES Kol € Yuxpod meplPdAlov oe oOyKplon HE OAAEG KOAAEC.

XPNGOTOLOVVTOL TOAD Y1a TIG GLVOEGELS HETAED YvaAlwv kot GFRP

Zakovng

Tétolov TOHMOL KOAAEG TPOCEOEPOLY UEYOAN EVKOUWIOL KOU OVIOYN OE VYNAEG
Oeprokpacies, Evd dgv TAPEYOLY LYNAT UNYOVIKT avTOYN KOt TPOGPLGT|. XPNGILOTOIOVVTOL
TOAD GLYVA Y10 TNV GTEYAVOTOiNGT KaBdS elvar avBekTicég katd tnVv £KBeon ToVS 6€ U LMK

neppariova.

dovorng
Eivat woyvpéc KOAAEG OV XPNGLOTOIOVVTAL Y10 TV CLYKOAAN O HETAAA®V Kot EOAOV.

Amattodv ) ypnon Beppotrog Kot mieong yo ) dadtkacio e TENS.

[ToAvoapdiov
Xpnoiponoovvtal kKupimg omn Propnyovia 6€ PApUOYES OMOV ETIKPATOOV VYNAES
Oepurokpacieg (350 °C). Awribevion eite oe vypn popeY| €ite ¢ Aemt| pepPpavn Ko

yopaxtnpilovion amd vynAd K6GTOG.

Ot cvvdéoelg pe ypNon KOAANG OmOITOUV GMOTH KOl TPOGEYTIKY TPOETOUAGIN Kot

KOTEPYAOIO TV EMPAVELDY GVYKOAANONG KOOMG amd avtd Ba kpifel n amddoon kot 1 ovToyn
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™G ovyKOANonG [4]. Agdopévov OtL N meployn O6mov papuoletor 1 KOAAL givol oyeTIKG
HEYAAN, M Katovoun tov Tdoewv amd Tto epopuolopeva optia ivar OpolOpopen HE
amoTEAEG O VO EAVEL 1 dldpKeLo (NG TNG CVVOESNG KOl VAL ETLTVYYAVETOL 1] GOVOECT) AETTMV
kot evfpavotwv dopmv [1]. H dadikacio yio v emiteuén piog kaAng cvvoeons cuvictatol
oTOV KOOApIGHd TOV ETQAVEIDV, TNV €50CQAAIGN KOANG JaPpoynNe TG KOAAGG Kot TNV
EMIAOYT TOV KATAAANAOV TOHTTOL QTG AVOAOYME TMV GUVONKOV KoL TMV VAMK®V, COOTH LEAETN
TOV TOPAUETPOV TNG GVYKOAANGONG OTTMC Elval TO TAYOG TOV GTPMLOTOS TOV GUYKOAANTIKOD
HEGOVL, 1 TNG EMPAVELNG GLYKOAANONG Kat TG emeepyaciog mov Bao vwootel N empdveto.
[Moapaxdrto Tapovoidlovtal ot facikég Bempiec Tpdoeuong pe Baon v avagopd [S].
Yopeova pe ™ unyovikn Bewpio, mpdoevon vmhpyel AdOyw g deiocdvuong Tov
OLYKOAMNTIKOD HEGOL OTOVG TOPOVE, TIG KOWMOTNTEG KOOMDC Kot o€ GAAEC TOTIKEG
OVOLLOLOOPQiEg TNG EMPAVELNG cLYKOAAN oG, H KOAAa ekTomilet Tov eykAmBiopévo aépa ot
dlemdveln Kol OlElGOVEL 6TV Tpayeiol EMPAVELD, ONUIOVPYDOVTOG HNYOVIKY TPOCOUOT)

(interlocking).

Mechanical interlocking

Substrate

Ewcova 10 Muyyaviouog g unyovikns npoopvong [5]

H Bewpia g didyvong (diffusion theory) vrodeikviel Tmg 1 TpOGPLGT AVUTTHCCETAL
HEC® NG OAANAOOLAYVONG TOV HOPI®V TOV HEGOL GLYKOAANONG KOl TOV GUYKOAAOVUEV®OV
Tunuatov. H Bsopio autn oydet 0tav OAa ta HéPN T0LV GLVOEGLOL Elval TOAVUEPIKE VAIKE [LE
OYETIKA LOoKPEG Hoplokég aAvaides. H cuykdiinon Beppomiactikadv pe Oeppotta Bewpeitan
amotéleopo dyvong tov popiov. To mayog tov GTPOUATOC dlbyLoNG OTN OEMPAVELN

Kopaiveron og éva gvpog 10 nm — 100 nm .
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Diffusion

Substrate

Ewcova 11 Aigyvon twv popiwv [5]

‘Evag dAlog pumyoviopudg ovykoAAnong Paciletor oty ovamtuén yMUKOV SEGUMOV
peTald TG KOAAOG KOl TOV EMPAVEL®V TPog cLYkOAANom. Ot deopol vopoydvov, ot
opotomolkol kafmg Kot ot wvtikol despol  tvar mo 1oyvpol amd TG SVVAUES S1ACTOPAg
London. H axpiBic pvon tov eAKTIKOV aAAnAemidpdosnv eEaptdtat amd T QOGN TOV VAMKOV

OV £PYOVTOL GE ETOPN.

Adhesiv

Chemical
bonding

nm—um

Substrate

Eicova 12 Xnuuxoi deopoi ko0ALag kot ovkykollovuevov viikov [5]
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KEOAAAIO III : XYNAEXMOI ME XPHXH TEXNOAOI'TAX
LASER

3.1 TunoL Zuotnudtwy Laser

O1 ovykoAAnoelc ue teyvoroyio Laser (Laser Beam Welding) to tedevtaio ypovid
Exouv gyeipel  €vtovo evolaPEPOV AP OTNV LYNAN TTOWOTNTO Kot LYNAN akpifelo mov
TAPoLGLALOVY EVA EMIONG £XOVV AVTIKATAGTNOEL 1| Kot PEATIOCEL TIG ovpPoatikég pnedddovg
ovykoAAnone. [poxettal yio pia TeYVIK GLYKOAANONG KOTA TNV omoio pio Ty Oeppotnrog
o€ HOPON dEoUNG TOPEYEL APKETN EVEPYELDL Yol TV TNEN KO GLYKOAANGT TOV GLUVOEOLEVOV
vAkov. To akpovopo LASER (Light Amplification by Stimulated Emission of Radiation)
amodidetar oo EAAMVviKG ¢ ‘evigyvon tov pwtog ue eCovaykaouévy xmoumn oxtivofoliog’.

Ye avtifeon pe T ovvnbelg mYEG QMTOG, OMMG Y. TWAPASEYUD O MA0G M
TUPOKTOUEVE copata, To Laser mopdyet nAekTpopoyvnTiky] axtivofoAic oe UnKn KOUOTOG
TOAD TEPLOPIGUEVOL PAGLLATOG, LE GLUPAGIKO TPOTO Kol TPOG o Kotevhuvon. O cuvovacog
aVTOV TOV WI0THTOV Kabiotd ) déoun Laser, aktivofolio pe Waitepa peydin mokvotra

oy00g6 [6].

\y )\ yl)\)\y >

(
((Cccececeed

Atopm Aélep
Zoppova

POTEWVAE KOLLATH

ML

-
@al=- ==
S ~~ S
N, AAaaes

| Raa 22 aas
) Mn-cOppova
«Avopygvmﬂl» POTEWVAE KOPLOTH
POTOVIOL

Eixova 13 KarevBovrikotnra kot yoviokn orxokiion déouns Aéilep [9]

Meta&) OA®V TOV JAdIKOGUDY GLYKOAANGNG, N GLYKOAANGON pe Aélep umopel va,
TAPAEEL po TOKIAMO GUVOECUWOV HETOED UETAAL®Y, TAAGTIKMY KOl YVOALDV TOV KLUOIVOVTOL
amd ToAd Aemtd @OALQ TTayovg 0,01 mm, Emg piag mAdKag mhyyovg mepimov 50 mm pe ypron
adpavovg aepiov, 6mmg o 'HAo (He), 0 Apyd (Ar) N pepikég popéc 1o Almwto (N2), Kot yio

AT £XEL AMOKTNOEL LEYAAT ONUOTIKOTNTO MG LI TOALA LTOGYOUEVT] TEYVOLOYia [7].
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H mocémta g aktvoforovpevng evépyeog, E, mov petapépeton amd o déoun
petpdron o Joule (J), evd n avtiotoyn oktvoBoroduevn oyvg P, n omoia ekppdler v
TOGOTNTO TNG EVEPYELOG TTOL HETAPEPEL 1] OEGUN ovhL pLovada xpovov, petpdrtal o Watt (J/s).
H 100¢ g axtivoBolriog Aéilep mov poTilet po empavela, avd povada empdveloc, LeTpdton
og povadeg W/em? kot ovopdleton mokvotnta woyvog I (power density 1 irradiance). T tor
laser mov ekméumovv axtivoPorio katd cvveyn tpdmo (CW laser), 1o yprioo péyebog yio 1o
EVEPYELOKO TTEPIEYOUEVO TETOL®V dEGUMV gival cLVNO®G 1 akTVvoPBolovpEeVN 1oYOG GE LOVADES
Watts (W). Avtictotya, yio ta takpukd lasers, ypnoyomrotovvtar n evépyeta og Joule (J) ko n
YPOVIKN O18PKELD TOV TOALOV KaO®G Kol TOo TAN00G TV TAAU®Y avi deVTEPOAETTO 1 PLOUOG
emavoAnyuotntag oe Hz (repetition rate) [9].

H mokvotmra ¢ 16300G oV TapEXETAL GE L0 LKPT) TEPLOYT TOV DAIKOV ivat vynin
LLE ATOTELEC LA O1 TAPAUOPPDGELS AOY® BEPUIKADV TAGEMVY Kot 1) 0AAOI®ST TOL LAKOD va glval
oe TMOAD yapnAdtepo emimeda amd TG cvuPatikés peBddovs. Le GUVOLAGUO LE TO
OLTOLOTOTOMUEVO GUGTNUO U0 YPOUUNG Topay®yng 1 dlepyacio vt mapéyel LYMAN
eveM&ia Ko ToyLTNTO, QLEAVOVTOS TNV TOPOYOYIKOTNTO Kol LEIOVOVTOS TO KOoTOoC. H ypriom
™G TEXVOAOYIOG QTG EMTPETEL TN KATEPYAGTQ EVOG TANOOVS VAIKDV.

O1 Baokég kKatnyopieg cuonudtmv Laser mov xpnoiomolovviot yio TNy GUYKOAAN O
elvan Tpelg :

Aéprwog Katdotaong: To aéplo petypo dleyeipeton pe MAEKTPIKY EKKEVMOT] OV
TpoKaAEiTal OO TNV €QAPUOYT] VYNAOD SVVOUIKOD GTO MAEKTPOOIDL TOV GMOANVO OTOL
TEPLEXETOL TO aéPLo (OTm¢ Ko oTig Adpmes eBopiopov). Ta lasers CO: (ueiypo aépiov CO2 He
,N2) apéxovv 1oy amd 1-15 KW pe péytom ta 50 KW kot exnéumovy o€ pikog kopatog 10.6
um pe v amoddoon va kopaiveror 6to 10%.

Laser Xrepeng Kataostaong: To svepyd vikd Ppioketal e oteped KaTAGTOOT GTO
omoio &yel yiver &yyvon GAAOL VAKOU pe TN popon wwvtev. Eivar xotackevaopévo omd
KPUOTOAAO 1 YVOAl GLVHBWE G€ GYNILa KLATVOPOL 1) TOPAAANAETTESOV EVM TO VAKO d1dyvong
umopet va. eivar Neodvpio (Nd) ,Xpaouto (Cr), 1 Yrréppio (Yb). O mio dradedopévog tHmog mov
ypnoponoteitar eivar to Laser Nd:YAG (Neodymium- Yttrium Aluminum Garnet) pe punkog
Kopatog 1.06 pm kot woyd 7 W -7 KW gved 1 anddoon tov givar 1% - 4 %. H déoun pmopei va
netapepbet péow omtikng ivag (fiber laser) evéd n Aertovpyia tov umopel va givor cuveyng
(Continuous Wave, CW) 1 modukn (Pulsed Wave, PW).

Laser Huwoyoyov (Diode Laser): TIpokettal Omme Kot TPty Y10, GUGTHLOTO OTEPEAS
katdotoong. [Hopovsidlovv kaAvtepn amddoor g tééng 30-60% kot ekmépmovy Ge UNKN

Kopatog 800 pe 2000 nm
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3.2 ANM\nAenidpaon NG UANG KE TNV aktvoBoAiag Laser

Kabodg 1 aktivoPorios mpoomintel oy emM@PAVEL €VOC DAMKOD KATO0 HEPOG TNG
evépyelog Oa avakiaotel, kKamolo Ba d1ad00el kot Kdmoto Oa amoppopndel amd to vAKo. Kdbe
HEGO OamoppPoeA OploHéVO PNMKN KOHOTOC, eved gival dapavég oe GAla. Otav 610 oo
TPOCTULTEL PMG TOV YAPOKTNPILETAL A0 CUVEXES PAGLO TO JIEPYOUEVO QMG EXEL DLOPOPETIKO
(QAGLLO OO TO TPOGTIMTOV. XTNV TEPIMTM®GT TOL OAM TO UK KOLOTOG OITOPPOPDVTOL TO 1010
Bempeiton OTL gpaviletor YEVIKY] amoppoOPnon EVO €AV OITOPPOPOVTOL KATA TPOTIUNOT Ko
EMAEKTIKG OPIGUEVES GTEVEG TEPLOYES YOP® OO KATOL0 UMK KOUATOG EULQAVICETOL EKAEKTIKY|
AToOPPOPNOT. ZTNV EKAEKTIKY ATOPPOPNOT ATOPPOPAOVTOL KVPIMG EKEIVA TOL UMK KOLOTOG
AL,A2, ... TOD OVTIOTOLYOVV GE GLYVOTNTEG KOVTA OTIS 1O10GLYVOTNTES TOAAVTIMGES M1,02, ...
Tov popiov tov vAkov. Katd v katepyoacio vikov pe laser, n evépyewo Oo mpémet va

ATOPPOPATOL ATOSOTIKA 0md TNV Katepyalopevn emaveLa.

I/1,

A

incident radiation

1=R+R{+S+A+T

reflected radiation

direct transmitted
radiation

Ewcova 14 ElacOévion g éviaons e axtivoforiog Aoyw avaxiaons kobwg kol eawtepikne okédaons
Ka1 amoppoenons Tov pwtog [11]

Y76 v vmo0eoT TS YPOLUIKNG OTTTIKNG ATOKPLONG TOL LAKOV, INAQOY| TNG YPOLLUIKNG
amoppdéenong ¢ aktvoforiag, n eEachBévion g évraong g axtivoPoAiog pmopel va

nepLypaPel amd voud amoppoenong tov Lambert [9],[11]:

A*TT*K

I+ (z) = Iy exp (— * Z ) = Iy exp (—a *z) (1)
Me [ : m évtaom ¢ TPOCGTINTOVCAS OKTIVOPBOATNG

I : m évtaon g depyopévng axtivoforiag

Z: TO TO(0G TOV LAIKOV

o = 4nk/A : 1 ot0fepd amoppdenonc (mm™)
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‘Etot1, katd 1 diddoon pog oktvoPoAiog oe éva LAIKO, N peimon g viaong g yiveton
exbetikd pe 10 mhyog tov LVAKOV Z. Emiong, m orabepa amoppopnons a oyetileton Ommg
QOivVETOL UE TO unNKog KOpaTog A NG aKTVOPoAiag Kot TG 1010TNTEG TOL VAIKOV Ol Omoieg
TEPLYPAPOVTOL OO TOV GVVTEAETTH aoppoPnong K (kopatdvoopa). To mniiko tng diepydpevng
évtaong (It) Tpog v tpoorwintovca évtaot (lo) ovoudletal diapavera.

Xpnowomowmvtag to uéyebog a = é (optical penetration depth, mm) cuvykprtikd pe

TO TAOG TOV VAIKOV Z 1oyvet [11]:

a K z : M aktwvoPolria Bo amoppopnOel amd TV emEAvVELL
a >> 7 : T0 LAIKO givar dtopaveg oty aKTivofolio

a = z : 1 aktvoPoiio Oa amoppoen el péca 6TOV OYKO TOL VAIKOV

Y10 mapoxkato Oodypappo e myng [11] mapovoidloviar ot YopaKTNPIOTIKEG

KOUTOAEG LETAOOGNG GLVAPTNGEL TOV UNKOVG KOUOTOG Y10 KOO0, TAOGTIKA.

10 ] T
L B = —..
90 T T — S | 1
1 I ——— e RO A
E ol S N I O
= ==y T [ e T
€ 60 F [l I A
2 [ |Dinde laser,  Dioge laser, | Nd:YAG laser, | | Fiber laser, N
2 5o 1808 nm 940 nm_| 1.064nm |1 1,000 nm i
= EA I ] |
E E ! | ||
|(_‘E 10 | i
30 —Il — PMMA
E 1| -- e I 1
20 1 1
2 ! ¢
10 ! oo
o | F I [
0 L I L I | i i I I |
800 850 G300 450 1000 1050 1100 1150 1200

Wavelength 2 [nm]

dicypopua 1 Xoparxtnpiotikés koumoAes uetadoons axtivofolios oe mAaotiko

H oAAnAenidopaon g déoung laser pe v empavela Tov VAKoH e&aptdton amd ToVg

axohlovBovg mapdayovteg [10] :

e Tov tOmo ToV VAIKOV Kot Ta S1dpopa TpdSOeTa TOV PTOPEl Vo TEPLEYEL, KAOMG

KO TNV OO0 EMKOALY.
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e To unkog KOpoTog ™G aktvofoAriog.
e Tnv évtaon g 0éoung Laser (1oyvg, M SEAUETPOG TNG EGTIONCUEVNC OEGUNG,
SLIPKELN TOAUDV, TOWOTNTA TNG OEGUNG).

e Ty toydTNTO TOL GUPDOVEL 1] SECUN TNV ETLPAVELQ.

Ymhpyovv 0v0 KOTAGTAGELS TOV yopaKTnpilovv TNV cvykOAAnon ue Laser. H mpot,
avoldymg Tov peyébovg tng évioong tng déoung laser mov axtivofoleital ko n dgvTeEpN,
avaAOY®G TOL GNUEIOV €0TIOGNG AVTHG O GYEOT LE TO KOTEPYALOUEVO DAKO.

H npdtn katdotaon avoaeépetar ot Piploypaoia [7], ©¢ ovykoiinon uéow oywyng
(Conduction welding) kot copfaiver 6tav 1 éviaon g déoung dev mpokorel Ppacud kat
e&drtuion tov VAKOV, OTOTE TO VAIKO pevoTOnolEiTol Tomikd Kot To BéOog g cuyKOAANoNg
elvan pkpo.

AvTiBétmg, oty TEpinT®mon OO0V 1 EVEPYELD TG dECUNG EIval KOV VO PEPEL TO DAKO
oe Ppacpo, 101 6T0 £0MTEPIKO NG TTEPLOYNS THENS dNUovpyeitan o KOLOTNTA pe aTHog
(keyhole) tov g&atpiopévon vAKOD. X VTR TN KATAOTOGN 1) 0T CUUTEPIPEPETAL MG LEAAY
ocoua Kot 1 amoppognon g déoung laser avépyetor oto 65 % (15% yuo ouykOAANON HECH®
ayoyng) [8]. H déoun sloympel 610 vAKO HECH TNG OMNG Kot 0modidel TNV EVEPYELD TNG OF
LEYOADTEPO UEPOC TOL VAIKOV LE OMOTEAECUO VO EMTLYXAVETOL GLYKOAANGT| TUNUATOV
LEYOADTEPOL TAXOVG. Zapn Opla NG MeTAPaong omd TN o Kotdotoon oty OAAN dgv
VIAPYOVV KAODS EEAPTATAL OO TO VAIKO, MOTOGO Y1 EVTOGT| EVEPYELONG YAUMAOTEPN TV 10°
W/cm? Bsopseiton mog cupPaivel cuykdAnon péow ayoyic. H Ty oot sivar aveEdpm

oo T ToOTNTO GLYKOAANOMG KOt TN SIAUETPO NG Oéaung [7].

Heat affected zone

a)| | Heataffected zone T b)

Ewéva 15 Conduction vs Keyhole mode [8]
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3.3 Fewpetpia ZuykoAANTWY ZUVOECHWY pE Xprion Laser :

Emmiéov ¢ epapproyng Pactkdv Koavoveov oxedlooHod Kol UEAETNG CLUYKOAANTMV
oLVOECSUM®V, 01 GULVOEGHOL LLE Xprion Laser amottobv 1dlaitepn Tpocoy 6TV YE®UETPIA TOVG,.
Kotd 116 ouykolinioelg t€totov Tomov Oa mpémetl va AapfaveTor VoYY 11 6ot TomoféTnon
Kot Otdrtaln Tov TUNUatev Tpog cuyKOAAnon [11]. Ot emedveleg TV TUNUATOV TPETEL Vi
EYOVV KOAN AN UETOED TOVS (YOUNAN TPOYVLTNTA, EMIMEOES EMPAVEIES) EVD 1) OLEMLPAVELL
ovvoeong emPaiieton vo eivon mpooPdaoun and T déoun Laser. Ot mowo kowvég ddTaéng

OLVOEG LMV amelkovifovTol TopaKiT :

(T2 ) My <

Butt joint Lap joint T-joint Flange joint

Eiova 16 Tomixa mopadeiyuato oovééouwv pe xpion Laser [7]

e Yvvdeopot AMAnAoemikaivyng (Lap Joints)
H yeopetpio Toug cvvictator amd dvo cuvdedUEVES TAAKES Ol OTTOIES GLYKPOTOVVTOL
oe emaen petald tovc. Katd 1t ovykdAinon pe Laser, m déoun coapdver tnv
oAnAemikaAvnTopévn  empdveln. Or ocvvoecpor yeopetpiog tomov Lap Joint
YPNOUOTOOVVTOL TOAD GLYVE Y0, TOV UNYOVIKO YOPOKTNPIGUO TNG OVIOYNS NG
GLYKOAANGNG KO TOU GLVOEGHOL EVOVTIL TOV GAA®V TOV TOPOLGLAcTNKAY. AVTO
OQelleTOl OTNV EVKOAID KOATOGKELNG TOVS OAAG KOl TEWPAUATIKNG OOKIUNG TOVC.
Qo01060, otV TEPInTOoN TOV GLVOESHOV YdAAov - ZvuvBétov vAkov, M yabvpn

CLUTEPIPOPE TOL YVAALOD OEV EMITPEMEL T OOKIUN EPEAKVGUOD TOV GLVOEGHLOV.

e Yvvdeopol Tomov “Butt” & “T”
Xopig oAMNAOETIKAALYN Ol £OPEC TOV TUNUATOV £PYOVTOL GE emapn HeTAd TOLG
SUOPEOVOVTAG £TGL TNV OEMPAvELD. cLYKOAANoNG. H o1dtaln avty mapovoidlet
TEPLOCOTEPEG SVGKOAIEG Y1OTL 1] EMPAVELL GLYKOAANONG Elval LIKPN KOL 1 EQAPLLOYT
mieong mpEmeL va, yivel pe KaTdAANA0 TpOTO OGTE Vo amoPeLyDel 1 TaPALOPP®ON TWV

HEADV.
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Ot mapoamdve yeoueTpieg GUVOESNC YPNOYLOTOIOVVTOL EXIONG Y10 TOVS GLVOEGOVS LE
YPNOT KOALOG OG GUYKOAANTIKOV HEGOV TMV dVO TUNUATOV. XE AT TN TEPITTOOT AmapaiTnTn
elval 1 EMEAVELNKT KOTEPYAGTO Kot 1] EMAOYT TG OWOTNG KOAAAG. [ v BempnTikn pehétn
KOl KOTOVONOT NG CLUTEPLPOPES TV ovvdéouwv wovov embéuotos (lap jonts) &xouvv
avartuyBel O1dpopa TPOGEYYIOTIKA 1 GAVOALTIKA HOVTEAD TO Omoiol €ite HEAETOLV TNV
KOTOVOUT TOV TAGE®MV KATA TO UNKOG TNG KOAAOG Y10, MKPES TOPULOPPOCELS, £iTE TO PopTio
070 07010 AGTOYEL 0 GVVOEGHOC. BepPOovV OTL 01 TAGELS KOTA TN d1evBLVGN TS POPTIONG Elvar
ONUOVTIKA HEYOADTEPES A0 AVTEG KT TO hyoc. H mo amdn kot evpémg dadopévn Bewpia
eivon n uébodog tov Volkersen (shear lag model) n avantoén g onoiog Eekivnoe to 1983.
2Opeove. pe T0 HOVOOLAOTATO UOVTIEAD OIETIPOVEIOKNS OLATUNONS, GTNV EMPAVEINL NG
KOAANONG AVOTTOCGETOL LOVO SLOTUNTIKN TAGT EVA Ol GLVOEOUEVES TAUKES KATOTOVOOVTOL GE
EPEAKLG O YOPIGC VoL AAUPAVETOL VTTOWYLV 1] KOUTTIKN POTN TTOL EVEPYEL GTOL AKPOL TNG KOAANONG
Kot TPOGHETEL TAGES OmMOKOAANGNG NG KOAAAG amd TS empdvelec. Kot ot dvo goprticelg

Bewpovval oTabepég KOTA PNKOG TNG EMPAVELNS POPTIOTG.

T T T T T Peak Adhesive Shear Stress
P ¢ ’ | : : ) '

1 1 A 1 A ,: ;

" - e

Ewcéva 17 Shear lag model.
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KEDAAAIO IV: ZYNAEZMOXZ ANOMOIQN YAIKQN ME
XPHXH LASER

[ToAAG eumodion Kot TEPLOPIOUOT OTO OYEOOOUO KOL TNV TOPAy®Yn oLVOET®V
KOTAGKELOV £YovV apbel pe emttuyio yapn 610 GLVIVAGUSO AVOUOIOY TOT®Y VMK®V, OTWS Y10
TAPAdEY IO, YOOAL PE TOAVUEPEG, YVOAL pe HETOAAO, HETOALO LE TOAVUEPES, UETOALO LE
Kepapkd VAo [12]. H dvokolio Katavonong Twv @ovopévav mov copufaivovv katd tnv
dladKacion GUVOESNG OVO OLAPOPETIKMOV VAIKDOV EYKEITOL OTIC OLOPOPETIKES 1O1OTNTEC TOVC.
[Mopd to TA00¢ TV dadikacidv cOvdeong mTov avapépbnkay oto kepdiato 11, kopio dev
elval emapkng yoo TNV oOVOEST YLOALOD pE KAmowo ovopolo viko. E&aipeon omoteAel 1
ovykOAANoN pe koMo (adhesive bonding) mov wotdG0 BElOVUE VO ATOPVYOVUE Y10, TOVG
Adyovg mov mapatédnkav. Xe avtd 1o Kepdrato Oa £eTasTO0V 01 GUVOEGHOL TOAVLEPODVS KOt

TOAVUEPIKOD GLVOETOV LAIKOV KOl YVOALOD — LETAAAOV.

4.1 IMooTiKa

[Miootikd ovopdalovot ta ToAvpepn to, omoio TePExovv ddpopa tpdcsbeta (additives)
Kot Tovovy va gtvor ta koBopd vAkd mov amAhd mPokOTTOLY amd TNV JSKAGIN TOV

TOAVUEPIGLLOD.

OEPMOITAAXTIKA ITTOAYMEPH [7][10][13]

Yta OgppomhacTiKd molvpepn o poKpopdplo cuvodoviat Hetath Tovg pe acbeveic
duvapelg Van der Waals. Otav to vikod OgppavOei, T0te 1 évtaom TV S1opopLloK®Y SUVAUEDY
HELOVETOL TTAPO. TOAD £TGL OGTE TO VAIKO Vo, YIVETOL LOAOKO KOl EDKOUTTO EVA GTN GUVEXELD,
o€ vymAdtepes Beprokpacies , petatpénetor og 1EDOES pevoto . Otav to agrioovpe vo yoydel
TOTE UETATPENETAL KOl TTAAL G€ GTEPED. AVTOG 0 KUKAOG TNG pevsTomoinong pe Béppaveon ko
g otepeomoinong ne Yoén umopet vo emovainedet Bempntikd amelpeg opéc ko amotelel
£va TAEOVEKTILOL TNG SLOOIKOGTOG LOPPOTOINGNG TMV VAIKOV QLTMV.

Mo vodlaipeoT TV VAIKOV auT®V To O10KPIVEL GE  AROPQX, UIKPVOTUAAKE Kot
KPUGTOAMKA .

Ta duoppo. Oepuorioctixa yopoxmpilovral amd TV TVY0id SIATOEN TOV HoKPOLoPimV
TOVG G€ avTifeon pe o KPLOTOAAKE TV omoiwv 1 doun| yopaktnpiletar amd v Tdén ot

dtevbuvon tov poakpopopiov tove. To amoldtwg KpLoTOAAKE LVAMKA elval adbvatov va
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vdpEovv otV TPAEN AOY® TNG TOAVTAOKOTNTAG TNG OOUNG TOVG. 'l ToV AdY0 0uTO TAACTIKG
HE QUOPPEC TEPLOYES KOl TEPLOYEG MEYGAOL Pabpov KpvotdAlmong yopaktnpilovioar mg
HUIKPOOTOAALKG.

Mo kabe dpoppo TAOGTIKO VTAPYEL Hio TTeployn DePLOKPACIOV KOTA TNV omoio yivetal
oTOO0KN LETAPOOT OO TN GTEPEA GTNV KOUUIDOT @don. H meproyn avtn ovopdleton meproyn
™G vaAmoovg petdPaong Tg [14]. T ™ ovykdAANoN TV QUOPP®V TANCTIKOV M
Oepurokpacio mpémel vo eivar move and v Tg dote va vIdpyel Kivnon TV TOAVUEPIKMOV
aALGId®V.

To MUKPLOTOAAKE OEpLOTAACTIKA EXOVV TEPLOYES AUOPPNG KOl KPVOTAAMKNG OOUNG,
n Oepuokpacio Tg €0 oyetietar pdvo pe T ApopPeg mEPLOYES Kot v omd ovtn
Oepurokpacio dev TOPATNPEITOL GNUOVTIKT CALXYT) GTN GACT] TOL VAIKOV. Oa TPEMEL TO LAKO
va gtvan Tave and tn Beppokpacio TENS Tm TV KPLOTAAA®V TPOKELUEVOD VO TOPOVGLACEL
petafoln otn edaon tov kot O por|. Ta vAIKAE avtd cuykollovvtol o Beppokpacieg mive
oamd ™V Tm.

O punyoaviopog Beppikng ouykoAinong twv Beppomriactikdv Paciletor oty dudyvon
kot TeptEMEN (entanglement) TV TOAVUEPIKOV AAVGIO®V TMV TOAVUEPDOV GTNV JETPAVELL
ovvoeonc. H dwdkacio avt cvpPaivet yia Oeppoxpaciec peyorvtepeg meg Tg M g Tm yuo
TO. QUOPPA KO MUIKPVOTOAAIKA VAKE ovordymg AOy® TG HEYEANG KvNTIKOTNTAG TOV

TOAVUEPIKDOV OALGIOWV.

OEPMOXKAHPYNOMENA TTAAXTIKA

Ta Oeppocskinpuvopeve TAaoTIKA TopdyovTol 6€ OVo oTddle. Katd 10 mpdto 6thdro
TOPAYOVTOL HOPKOUOPLOKES OALGIOEG Ol omoieg ©TO Oe0TEPO GTASO TNG HOPPOTOINGMG
AVTIOPOVY TEPULTEP® LE TNV ETMOPAICT TNG OEPUOTNTAG KOl ONLLLOVPYOVVTOL GTAVPOEIOELS OETUOT
(Crosslinks) [13]. [Tapadeiypato OepplookAnpuvOLeEVeV TOAVUEP®Y £ival 1 ETOEEOKN pnTivn
(Epoxy Resin), 1 @awvoikn pnrivn (Phenolic Resin) aAAd kow m mohveotepikn pnrivn
(Polyester Resin) [11]. Metd v yHén, ta OeppockAnpuvopeva mAacTikd vl SUGKOUTTO Kot
yabvpd AOY® NG TEPLOPICUEVNG KIVIIONG TTOV EMTPETOVY Ol GTOVPOSECHOL, EVM ETIONG UE TNV
napoyn] BeproOTNTOg SV TNHKOVTOL KOl 0EV HOAOKAOVOLV, Y10, TO AOYO aVTO dgv UTOPOLV Vo,
oLYKOAANB0VV amevbeiog pe Beplikég Katepyaosieg OnME N GLYKOAANGN UE VITEPTXOVG 1 LE
laser. Eemepvavtoac v Oepuokpacio Oepuikne amoovvleonc Td 1o VAIKO Kaiyetar Kot

SLOGTTATOL LOPLOKA.
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4.1.1 Zvyk6iinon 0eppomAaoTIKAOV Kol 6UVOETOV VAIKOV pe 0eppomhaotiky pytpa

H obvdeon pe ovykoAAnom Oeppomrlactikdv evioyvuéveov pe tveg, umopel va
emtevyBel pe m ypnon Laser. Ot pébodot Tov ypPNGILOTOOVVTAL UTOPOVV VA doYMPIGTOVV
oV amevbeiag ovykoiinon Laser ko v ovykoiinon Laser ue ueradoon.

H ovykoAinon Laser pe petadoon n omoia avapépetor cuyvd otnv Piploypapio wg
‘Laser Transmission Welding (LTW)’ Baciletor ot ocvykdAAnon uéom aywyng (Conduction
Welding). Ze avt ) uébodo vdpyet 10 TAv® LAKO ov dev oAANAOETIOPA pe T déoun Laser
oV UETOSIOETOL HEGOL AVTOV GTO KAT® VAIKO TO Omoio amoppo@d Tnv oktivofolio kot
Oepuaiveror oy demedvela g ovvoeong [15]. H Beppdtra petapépetot p€ow aywyns 6to
SLPOVEG DAMKO e amoTELEG O AV TO VoL THKETOL. Ta dvo TUHATO TG GUVIESTG £XOVV Ol TPV

épBel og emaen peta&d Toug pe v emPoin mieonc.

Laser beam
focusing

Increasing temperature
by heat conduction

Transparent
for laser

Absorbing
for laser

Generating heat by
absorbing radiation

Mechanical
fixing

Eixovo 18 Zvykdiinon laser uéow petdooons [11].

H pébodoc LTW mpaypatomoteitan e TPES TEYVIKES, TNV OVYKOAANGH TEPIypauuaTos
(contour welding), v wevdotavtoypovy (quasi-simultaneous) kot ™V TowTOYPOVH
ovykdlinon (simultaneous), [11][15]. Kotd v cvykoAAnon meptypdupatog, n déoun eivot
EOTIOGUEVT OTN SETIPAVELD KO KIVEITOL Lot pOPE LOVO KATA UKOS TOV TEPLYPAUIOTOS GTO

omoio Ba yivel 1 CLYKOAANOT TV VAIKOV.
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Focused
laser beam

Motion

g

_—_— Weld path

Eiwcova 19 Zvykorinon meprypdpuorog [11].

XV wevdotavtoypovny ovykoAinon M déoun laser kabodnysitan pe peydin toydnTa
olpmOoNG KOTA PNKOG TOV TEPLYPAUUATOG CUYKOAANONG EXAVOANTTIKE LETAPEPOVTAG £TCL TNV
Oeprukn evépyeld 610 VAIKO pe younidtepo pvbud. Me avti t pébodo m emedveln
GLYKOAANGNG THKETOAL TOVTOYPOVA KO VIO TNV EMOPAOT TNG EMTEPIKNG TiEGNS TO TV PEEL
KOADTTOVTOG TO KeVA HeTa&h tv dvo VAKOV oty dempdvela ovvdeons. H toyvtnta mov
capmvel N déoun kabdg Kot 0 aplpiog TV ETAVIANYEOV givarl oNUAVTIKO Vo KabfoploTohv

ocLHP®Va e TIG Bepkég 1010TNTEG TOL TANGTIKOD [11] .

Focused

laser beam \

Fast motion

Eixova 20 Pevdoravtdypovy ovyxorinon [11].

Katd v anevbeiog cuykdAinon ue laser , yvoot ot Biprloypagio wg ‘Direct Laser

Welding’ ta vlkd Beppoaivovior amd v eEmtepikn emeavelo, ¢ obvdeong. H déoun
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ATOPPOPATOL OO TO EMAVEO VAKO GE GLVOECUOVE EMKAAVYNG KO LEG® OYWYNG UETOPEPETAL
oTNV OEMPAVELD GVVOEGNC. AVTOV TOL EI00VG 1) TEYVIKY] YPTCLOTOLEITL Y10 TV GLYKOAANGN
avOLOIOV VAMKAOV pE TO €va €€ auT®dVv va givar Oeppomhactikd [16], evd Yo GUYKOAANGELS
HeTa&d TAAGTIK®V Yivetan ypnon anydv laser mov eknéumovv oe unkn kopatog 2.0 — 10.6 um

apOV TOTE 1 aKTIVOROAN ATOPPOPATOL GE TOAD HeYdAo Babuod amd Ta TAactikd [ 14].

Ewcéva 21 Direct Laser Welding.

Ymv epyaoio ‘Laser direct joining of CFRP and Aluminum’ [16], cOvOeto vAkd
TOAMVUEPIKNG UATPOG evioyvpévo e iveg avBpaka (CFRP) cuykolidtor pe ™ xpnom g
uebodov Direct Laser Welding oe tpia dtapopetikd kpdpata arovpiviov. To laser mov
ypnoponomdnke rav Laser Huayoyov (Diode Laser) cuveyobe ekmouniig ota 800/940 nm.
H evépyela g 0éoung mpoceépeTon TNV ETPAVELD TOL GAOVUIVIOL Kol HECH Oy®YNG, GTO
oLVOeTo VAIKS. H BeppomAactikny uitpa Tov cuVOETOL THKETAL GTNV JEMPAVELD Kot StaPpEyet
T0 HETOAAO. XTIC TEPAUOTIKEG GVYKOAAGELS oV deENyOnoay gaivetal Tmg 1 EMAOYN TG
ToOTTaG Ghpmong g 0éoung laser kabmg kar n oyd¢ Tov cvothuotog Oa Tpénel va

emAEYovTOL avaAoya pe TIC Oep kG 1O10TNTESG TOV KPOUATOV.
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Diode laser beam
Pmax: 3 kKW
Beam shape: 0.6x11 mm
A:800/940+10nm

shielding gas
84 ick fixture

Traveling direction

Plastic:
CFRP

Eixova 22 Zyedicypopyo tng o16tolng ovykoAinong kai tov ¢ yewuetpiog e oéoung [16].

[Mopatpndnke emiong n dnpovpyia puooAidwv aépa oe andotacn 200-300 um amd
TV SlEMPAVELRL GVUVOESTS TOV TUNUAT®V Yo TO Kpapa AS5182 to omoio kot ypeldotnke v
HIKPOTEPT] TOYLTNTO GAPMOONG EVD Yo To kpapo AF200 ot puoadidec tav oe andotacn 600
LM Ko YPEBGTNKE HEYOAN TayDTNTA CAP®ONG MGTE VO LNV AMGEL TO aAovpivio. Ot Guvdéoelg
0V 6UVOETOL VAIKOL e 0 AS5182 éptacav ta 9 MPa e avtoyn Katd t S0k EpEAKVLGLOD.

Y& GAn dnpoocievon pe titho ‘Advanced laser welding of high-performance
thermoplastic composites’ [15] e&etaletoan 1 cLYKOAANON HETOED TOAVUEPIKOV GLVOET®V
VAMK®OV TOAVUEPIKNG UNTPOG EVICYLUEVDV pE tveg Yuodo (GFRP) kat dvOpaxa (CFRP). Onwg
ava@épetat, Pe T xpnom g pebodov ovykdiinong ue uerdooon (Transmission Laser Welding)
Yo GLVOEGHOVG TOTTOV emikdAvy g (overlap joint) onpovtiko Topdyovto amoteel TO VAKO TG
unTpog TV cuvhEtov kol 1 vmapén tov wvov evioyvons. Ot iveg yvaAol dwackopmilovv
(scattering) tnv d6éoun laser evtdg tov dykov Tov VAKOV og avtifeon pe Tig iveg dvOpaka ot
omoieg amoppo@ovv TV aktvofoiria. Kat’ axolovbiav o GFRP tomofetOnke wg dve tunpa
T0V GLVOESHOV emkdAvynS evd t0 CFRP 610 Kkt mpokeévov va amoppoenocel v
axtwvoPoAio ko vo Beppavlel n dempdveln cuvdoeonc. H ddtan tov cuvdéopmy mov
avartuyOnkay @aivetonr otnv €mOUEVT €IKOVOL KOU GTOV TIVOKO Ol TTPOOIAYPOUPES TWV

ocvoTnudtov laser tov mepdporog.
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Scanneroptic

Specificartion Blind welding LTwW

Laser source M ¥ Alr laser Diode laser

Model RSM 10 D LDF 600200

Manufacturer Rofin Sinar Laserline

A (nm} 1064 940

P max (W) 100 210 . 4
(peration mode W oW plate &

fi (mm) L&) 163 GFRP Clamping CFRP

pressure

Eéva 23 O1 mpodidypopes twv ovotiudtmv laser koi n meipouatixy didzaln [15].

Ewwotepa peretdror m enidpoacn g todTNTOS GLYKOAANGONG, TNG EVEPYELNS TTOV
ATOPPOPATOL OO TO VAIKO KOl TNG TEXVIKNG Hui-odyypovys ovykdiinons (contour - quasi-
simultaneous) GUVOPTNGEL TNG AVTOYXNG GE SLATUNON KOl TOL TAATOVG TNG GLYKOAANONG. Me
Baon To amoteAéopata, Yy TNV YEVOOTOLTOXPOVN] GUYKOAANGN ONOLTEITOL TEVTE QOPEG
LEYOADTEPT] EVEPYELD DGTE VA dNUovpyNOel cuykOAANGN 1Wiov TAATOVG He VT oL divel N
ovykOAANon meprypaupotoc. Emmpocétmg pe ™ wevdotavtdypovn pébBodo elvar epiktod
ovvOeta VA pe younio Pabud petddoong tng aktvoPolriag Laser va cvykoAinbovv oe
GFRP ympic va vap&el PAGPN oV empdvelo TOL VAIKOV.

Ot Junke Jiao et al. oto apbpo ‘Laser direct joining of CFRTP and aluminium alloy
with a hybrid surface pre-treating method ’ [27] mpoypatevovtat T GuYKOAAN G TOAVUEPKOD
ovvBEToL VAIKO Ko Kpapotog adovpiviov 7075. To cuvBeto vAMKO €ivol KOTOGKEVAGUEVO LE
™ unébodo g eEdOnong (extrusion) cvvdvalovtac pntpa and moivapdio (PA) kar iveg
GvBpaxa. Tunpo g HEAETNG EMKEVIPAOVETAL GTNV EMLOPACT TNG TPOYVTNTOS TNG EMLPAVELNS
TOV OAOLUIVIOL GTNV avToyn TOL cLVOEsHov. H empdvela Tov petdriiov katepydletor e
¥pNo”M TaAUKoD cuoTHATOC Laser mpokelpévou va onpovpyndel 1o 01001d6taTo ‘TAEYHA Kot
vo, aénbei n TpayvTTa T Ot awAaKdoELg Ady® TG Xapaéng pe t déoun laser av&avouy
draBéoun empdveto S1afpoyng Kot SNUOLPYOVV TIG ATAPOITNTEG CLVOTKES Y10l KOAN UNYOVIKY|
TPOCEVOT|, TO VYOG NG OWAGK®oNg eivan emiong onuavtikd. H cuykdAinon eivar tomov
‘Direct Laser Welding’, n déoun aAAnAemidpd pe 10 UETOALO TPOCPEPOVTOC EVEPYELN KL
avéavovtag Tomikd tn Oeppokpacio, evd 1 BeprdTNTO AYETOL TPOS TN SEMLPAVELL TOV VAKOV
Omov Kol TNKETOL TO ToAvpepES. [lpokelpévov vo emapkécel N TOGOTNTO TOV TNYUEVOL
TOAVUEPOVG DOTE VAL EIGYMPNGEL GTNV TPaYVTNTA KoL VoL dtaparyel OAN 1 LETAAAKT) ETLPAVELQ

noapepPdireror @OALO (40um) iov Torvpepoic pe ™ untpo (PA) kot peletdron n emidopoon
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TOV TAYOVS TOL, GTNV AvToYN ToL cLVdEsov. Ta amoteléouato pavepmvovy avénon 260%
™G avToyNG TOL VPPLOWKOD GLVIEGHOV GE GUYKPLIOT] LE GUVOEGHOVG TTOV OEV EYOVV VIOGTEL
KOTEPYOoia. TPAYLVONG OTN UETOAAIKN EMPAVEINL KOl TOPEUPOAN EVOLAUEONG GTPOONG

moAvpuepovg. H péyiom avtoyn oe epeAkucpd Tov cuvdéspov avapépetal va givar 37.5 MPa.

Eixova 24 H emipaveia Opaidong tov ouvoéouov ETEITA OO JOKIUI EPELKDOUOD O,) XWPIG ETIPAVELOKN] KOTEPYOOTI,
Kot iAo PA B) ue pvAlo PA y) ue empaveioxi katepyacio 8) ue empovelaxn kotepyooio kol pvito PA [27].

[Mapopota perétn avartdydnke omd tovg Le Jia et al. oto dpbpo ‘Direct bonding of
copper foil and liquid crystal polymer by laser etching and welding’ [28] 6mov eriyeipodv ™
ovykOAANon molvpepovg LCP (Liquid Crystal Polymer) xat Aemtod petaAiikod @OALOL
yaAkov (20 um) o omoio €yel VITOGTEL TPAYLVON GTNV EMPAVELD GLYKOAANoNG. H tpdyvvon
TPOYUATOTOLEITOL OTT®MG Ko 7Py e Tt péBodo ¢ yapoéng (etching) ypnowwonowmdvrog
TaAUIKO cvotnuo laser evd yivetar ot o katevBouvon, n tpoydnTa givorl g Tdéng Tev 58.5
nm. Ta 6vo EOALG 0pHOYOVIKAG Sapdpewong TorobeTovvTal o dtdtaén exkdAvyng (overlap
joint) ka1 toug aokeitan wicon 3.8 MPa. H cuykdAAnon yiveror pe ) uébodo "Direct Laser
Welding’, mtpoopdiovtac n déoun laser t petaddikn empdveto. H nnyn laser givor cuveyotc
EKTOUTNG e TNV oy va kopaivetar and 180 émg 300 watt kot ) déoun va €xet ddpetpo 10
mm  (defocused) kot tayvTa cdpwong 300 mm/min. TOUE®VO PE TOVC GLYYPAQELS M
TEPAUATIKY] SEPEVVNON TOV TAPAUETPOV CLUYKOAANONG KoL TNG TPAYVTNTAS TNG EMPAVELNG
00MYNOE OTNV EMLTVYN GLYKOAANOT Kol VYNAR avtoyn tov cvvoiopov, 682.72 N/m peel

strength xon 0.61 MPa péyiot avtoyr 6€ epeEAKLOUO TOL GLVOECLOV.
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(a) (b) Continuous laser

pulsed laser

Confining medium (3 mm quartz glass)
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inary glass (1 mm #
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~ 7~ == Clamping devices <~~~
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Eixéva 25 Laser etching and welding process: (a) schematic diagram of laser etching, (b) schematic diagram of
laser welding, (c) surface morphology of copper foil before laser etching, (d) laser spot moving path in laser
etching process, (e) surface morphology of copper foil after laser etching. [35]

Téhog, o épevva Tmv Nunziante Paganoet et al. e titho ‘Laser transmission welding
of polylactide to aluminium thin films for applications in the food-packaging industry’ [35]
Aemtd @UAL aAiovpiviov kot PLA mov Bpiokovv gpappoyn oe Pounyovia cvokevaociog
TPOPin®V cuykoAlovvTal e T xpnomn ¢ uebddov LTW. H mnyr Laser (Fiber Laser) givau
TOAUKNG EKTOUTNG HE pEYIoTN péom 1oy ta. 20W, copgpova pe Toug suyypaesic  0éppaven
oTNV TEPLOYN oVVOEONC TPEMEL VoL Etvan ELeYXOLEV OOTE 1 Bepprokpacio vo TOPAUEVEL GTY|
Covn peta&d g Beprokpaciog ENS Kot Bepukng amocHhvieong Tov moivpepotc. H civdeon
OV AVATTOCGETOL EXNPEACETOL ATO TOADTAOKO PLGIKA PAVOUEVE TO. 0TTOl0 cLUPaivovy KOTA
) dudpkela g cvykdAAnong. H obvdeon sivar amotéhespo g Unyavikng Tpdseuons Kot
TOV YNUKOV OEGUAOV TOV OVOTTOGGOVTOL GTN SIETLPAVELD TV VAIK®OV, EVA e&apTdTol amd Eva
Heyaro aptOpd peTafANTOV TapauéTpev OTTme gival 1 woybe Tov laser, n taybro cdpwong, N
oLVYVOTNTO KoL 1 SLIPKEWL TOV TOAU®V, 1 YEOUETPio TG déoune Kabdg kot ot Oepuikég

1010TNTEC TV VMKOV.
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Laser beam

Clamping device

TRy

PLA

Aluminum

Ewcéva 26 Xynuaoziki avarapéoraon tov laser transmission welding [35]

Pulse Duration T  Pulse repetition Average Power  Welding Speed v
[ns] frequency f [kHz] P [W] [mm/s]
200 20 5 0.25
10 0.25; 0.75; 1.33
15 0.25; 0.75; 1.33;
2.00; 2.50; 3.00;
3.50
20 0.25; 0.75; 1.33;
2.00; 2.50; 3.00;
3.50

Hivaxag 1 Tiés tov wapopstpwv e mewpauatikig diadikaoiog. [35]

Kotd ™ mepapatikny dievpuven Tov TopapeTpmv GUYKOAANONG Ol EPEVVNTES
drtpnoav otadepég TV cLYVOTNTA Kot T S1APKELN TOV TOAUMV KaB®MS Kot TNV JAUETPO
Tov onueiov eotioong e 6éoung (800 pm) mdve oto aAovpivio, eved petéfoiav T péon
oYL Kol TV ToXOTNTO GAPWONGS NG 0éauns. Ot GUVOEGHOL TTOL avarTuy KAy Yo KAOE
GLUVOLOGUO TAPAUETPOV XOPAKTNPIGTIKOV UNYOVIKG (O TPOG TNV OVTOYY] TOVS HECH SOKIUNG

EPEAKVOLOV.
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4.1.2 Lvykéiinon Xovlétov Me Ogppookinpuovopevny Mnitpa

Onwg mpoavapépbnike, o Beppockinpuvopeva TAAGTIKAE e v Tapoyn Bepudtntog
dgv THKOVTAL, YEYOVOG OV OEV EMITPEMEL TV GLYKOAANOT] AVTAOV UE BEPIKES KATEPYATIES.
Avopolo TAAGTIKG OTT®G Y10 TOPAdery o, 0epLOTANGTIKA KOt OEPLOGKANPLVOLEVO LTOPOVV VL
oLYKOAANB0VV petalh Toug pe KOALO mGTOc0 Ta peilmva pelovektiuata g peBodov Ommg
elval n wepImAoKn KATEPYASIR/ TPOETOOGIO TOV EMPAVEIDV, O YPOVOG GKANPLVONG TNG

KOALOG KTA. GUUPBAAAOVY TNV avATTTLEN AAAWV PEBOSV cHVOESNC TETOLMY VAKMV.

Mechanical
Weldin, Bondin Integral Design
g g g g Linkage
Thermoplastic 3 :
Nt Thermosetting Matrix
TP Weld Seam L Adbssive TP s Hybrid TP Rivet
.‘/ - layer
CFRP CERP CFRP CERP

“Fiber-friendly* “Fiber-unfriendly*

Ewcova 27 Mobéoues uébodor ovvoeons CFRP kau Oepuoriootikov [17].

1 dnuocievon ‘Experimental Studies on Laser-based Hot-melt Bonding of
thermosetting  Composites and  Thermoplastics’ [17] ovvbeto vlkdé CFRP
BepurockAnpovouevng untpog cvykorlddran pe Oeppomiactikd. H dwadikacio etvor mapdpoto
Le anTn oL akoAovdeital oTic cuykoAANcElS pe petddoon (Transmission Laser Welding) ko
amoutel Eva Beppomiactikd LVAIKS T0 omoio emttpénel TV peTddoon g aktvoPfoiioc. H déoun
laser TpooninTel 6TO KATOTEPO TUNLLO TOV GLVOEGHOV, dnAadN to CFRP, kat amoppopdtot oo
T1G tveg TOV pe cuVvETELD TNV BEppavET Tov. MEpog Tng Bep KNG EVEPYELNG ETELTOL LETAPEPETOL
HECM ay®YNS 6TO TAVE TUHA, TO BgppomAacTtikd, Kot To THKEL (1 BEpHocKANpLVOLEYT] UTPO
tov CFRP dev Mdver). Avaykaio Oewpeitar, 6mmg Aéyetal oto apBpo, va €xel mponynOel
emupavelokn kotepyaocia (treatment) tov CFRP ®ote va avénbet n empdveia dtafpoyns Kot va
ektebovv ot iveg tov. H katepyasia avtn (ablation) mpayuatonoteitor cvykpirikd pe Laser
ekmournc 1064 nm (Nd:YAG) kot 355 nm (Nd:YVOs). H 6tabepd anoppdenone g pntivig
ota 355 nm givor ToAD peyaAvtep og oyxéon pe avtiv ota 1064 nm avédvovrtag £1o1 TV
amoppoPovueVN evépyetla omd TV 0éoun. H xatepyasio g empdvelag e avth T TEPITTOON
opeideton otn Odppnén TV YNUKGOV deopmdv TG pntivig divovtag moAD KoAvtépa

OTOTEAEGLOL YOPIG VO KATOCTPEPOVTAL OL 1VES.
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a) Nd:YAG laser (A= 1064 nm) b) Nd:YVO, laser (A= 355 nm)
*P=27W, v=40 mm/s *P=27W, v=40 mm/s
e treated 2 times e treated 2 times

& | Carbon fibers without
S matrix residues

’:"5’ &£ .-
% Matrix residues
«i—!‘. :ﬁ — e

kS - ¥ e "
N x'T Carbon [ 1 N5
PRED ) 5.

‘CPRP

4 [ibers

Topview

Ewéva 28 a) Top view of IR laser-treated (4 = 1064 nm) CFRP, (b) Top view of UV laser-treated (1 = 355 nm)
CFRP [17].

To pevotd OepuomhacTiKd AEITOVPYEL OC CLYKOAANTIKY OvGia, dtafpExet TIC tveg Kot
eEao@ailetal £T01 N UNYOVIKT TPOCEVOT TOV OVO TUNUATOV HOAG otepeomtom el Eovd. Ta
ATOTELEGLLOTO, TNG EPEVVAG OELYVOLV TG 1 AVTOYN O€ EPEAKVGHO ToVL cuvdéapov (lap joint)
Ko Kot eméktacn g didtunong ot cvykoiinon (PC/ABS — Thermoset Composite) eivat
oxeddV 1010 Yo TIC dVO TEPIMTMOGELS EMPOVEINKNG KATEPYAGIAG, MGTOGO GALALEL 1| HOPOT|
aoTOYI0G TOV GLVOESHOL. TNV entpavelakn Kotepyooio pe UV(355 nm) o chvdeopog actoyet
ot ovyKkOAANon evd otnv IR (1064 nm) dev aotoyel n cvuykOAANon adrd to vAko (PC/ABS).

a) Nd:YAG laser (,=1064nm)  b) Nd:YVO, laser (. =355nm) c) Laser-based hot-melt bonding

«P=2,7W, v=40 mm/s *P=2,7W, v=40 mm/s * Diode laser (A = 940 nm)
« treated 2 times « treated 2 times *P=50 W, v=29 m/s, p=3bar

* Quasi-simultaneous
Matrix residues
nd broken fibers

PC/ABS No matrix residues |« Surface treatment: sce Fig. 7a,b
7

and intact fibers I

Cross-section

Eixova 29 (a) Mixpoypagpia s tounc tov ovvdéouov (PCIABS - CFRP, IR laser-treated), (b) Mixpoypopia e
topnc tov ovvoéauov (PC/ABS + CFRP, UV laser-treated); (c) Hopduetpor g Ospuikic ueboédov ovykorinons
Poaociouévy oc laser [17].

T Material fracture ! Joint fracture
L= ="
& :
%ﬂ 3 : _PC/ABS + CFRP
g 582 N/mm? | 5,69 N/mm?
» N/mm? : i
Rt 1 =
s i
T ;
% i
= 2 :
& : n=35
ﬁ 1

Nd:YAG | Nd:YVO,

(A=1064 nm) ; (»=355nm)

Eiova 30 Awopajxn avioyj o€ epelkoouo twv ovvdéouwy mov mpoetoyudotnroy ue yprion laser IR ko UV
(PC/ABS + CFRP) [17].
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Ymv ewéva 30 @oaivovior To ATOTEAECUATO TOV TEPAUATOV EPEAKVGHOD TMV
ocvvoéoumV, 6mov N péytotn péom avioyn eivor 5,82 MPa yia empavelokn kotepyacio oTo
1064 nm. Ot cuykoAAncelc Oreg Eyvay e laser tomov Diode prkovg kopatog 940 nm kat 160G
50 Watt (cuveyng Aettovpyeia), ot emmAéov mapdpuetpot tov laser paivovral 6to oyfua € g
ewovog 29.

& GLVEYELD TNG TPONYOVUEVIC dNoGigvong, 6To pBpo Tov 1010V cLYYpaPEn e TiTAO
‘Laser-Based Hot-Melt Bonding of Thermosetting GFRP’ [18] peletdror pio mopoiiayn
OLYKOAANGONG TOPOUOiOV TOTOL GLVOEGUOL pE TpoNyoLHEVeS. H cvykdAAnom aeopd o€
oVVBETO LAIKO BeppockAnpuvopevng untpog evioyvuévo pe tveg yoaitod (GFRP), pe t ypnon
EVOLAUEGOV PUALOL BEpLOTANGTIKOD TTOL Opal MG GLYKOAANTIKN ovasia (hot-melt adhesive). 1o
Oeppomraoctikd (roAvkapPovikd (PC) kot molvapido (PA) mepiéyetal TocOTNTO COUATIOIOV
dvBpaka ®ote va avénbel o cvvteleotnc amoppoenong ¢ aktivofolriog. H didtaén tov
ocvvdéopov givar Tomov emkdAvyng Ko amotedeiton amd to GFRP o610 emdve pépog kot to
Bepuomractikd oto kdtw. H teyvikn cvykdAinong sivor dpota pe mpv (Weudotantdypovn
ovykOAANon), oéoun laser JSwdidetoan péow Tov GFRP ko amoppogdror omd To
Oeppomiaotikd, akohovBel ) TEN TOL TEAEVTOIOV Kot 1) SLPPOYN TG EXLPAVELNG TOL GLVOETOV
vAov. To laser mov ypnowonoteiton givor Tomov nuiaywydv (Diode) cuveyode ekmounng o
pnkog Kopatog A = 940 nm kot pé€yomg woyvog 50 Watt, n emodvela emkdioyng copovetal

10 pe 20 @opéc pe taydnteg amd 650 mm/s éwc 1500 mm/s.

Laser

Scanning strategy, 200 M
a) | I Pressure b)

Glass plate

Thermosetting GFRP

B

Thermoplastic Thermosetting GFRP

(laser-absorbing) - .. (laser-transmissive)
Thermosetting GFRP

Thermoplastic = hot-melt Thermoplastic

Eiova 31 XZovoeon GFRP Oepuoorinpovouevng untpag oe Geppomiaoctixe viikad ue ypron Oepuikng uebodov
éne Pooiouévy oe laser: (a) Tous, (b) Karown [18].

H emopaveioxn katepyasio Tov cuvhEToL €00 TapaieimeTor kabmg £xel NON Tponynoel Katd
v Kotaokevn tov. Ta doxipe ond GFRP kotaokevdomnKoy e CUYKEKPIUEVT] ETLPAVELNKT)

pKpo-tpoyhINTOL.
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Téhog, t0 OepUOTAACTIKO YPNOUWOTOLEITAL G EVOIUUECO CLYKOAANTIKO GTPMLLOL
(interlayer) yio tnv o0vdeon dvo tunuatov cvvBétov GFRP, 1 por tov dadikacidv gaivetol

omv Ewova 30.

Joining of GFRP #1 to the thermoplastic interlayer Joining of GFRP #2 to the
thermoplastic interlayer and GFRP #1

Laser

Turning of the specimen l l l l l l l 1Pressure

l 1 l l 1 1 l lPressure
‘ Glass plate
Glass plate Thermoplastic interlayer <a GFRP #2
Thermoplastic interlayer <, GFRP #1 GFRP #1

Eixova 32 Ospuurn uébodog téng kor avvosons ovo GFRP Oepuoorinpovousvng untpag mopeufoiloveog
evoidueon otpwan Oepuoriaotikod [18].

Laser

H péyiom avtoyn og epedkvoud tov cuvoéopov Bpénie 13.1 MPa péom melpapatikng
dwdkaciog. To Bepupomhactikd mOL YpNoWonTOomOnke g ‘kOAL0” Mtav to PA6 e
neplekTkOTNTA 2% Kotd Papog oe copatidie avipoka. Xtnv gwova 29 mapovsialovtar ta
OTOTEAEGLLOTO TOV TEPAUATOS EPEAKVGHUOV (SLUTUNGT GTNV GLYKOAANGT)), | AVTOYY| Y10 TNV
€101KG. SropopPouévn tpayeio empavela (micro-roughness) tov GFRP givotl peyakvtepn og
oLYKploN He TNV ‘Kopatiot) em@dveln. Avtod {owg ogeidetor oty peyoAvTepn dabéoiun

eMPAveLD OLEPPOYNG TOL TOPEYEL 1) TPAYELD ETIPAVELQL.

GFRP + PAB-CB1 + GFRP

b)

16 ——
TMPa 13.1 s
& 10.6
£ 12
|3
@ 10
G g
©
_,;:; 6
o 4
£ 2
oo

Studs Micro roughness

Eixévo 33 (a) Mixpoypagpio s tourc evog ovvoéauov GFRP GFRP ue kouatiaoeig otny empaveia; (b) Aropajxn
ovToYn 0€ EPEAKDOUO TV GVVOEGUMY e Tpoyeia emipdvela [18].

O1Verena Wippo et al. 6to dpbpo ‘Laser transmission welding of semi-interpenetrating
polymer networks-composites’ [19] mpoteivovov T YpfHon OTPOGNG MUSLOTAEKOUEVOL
moAvueptkod diktvov (semi-interpenetrating polymer network, SIPN) otv empdveia tov
0epUOGKANPVVOLEVOD DAIKOV TPOKEWEVOL Vo, Umopel voo cLykoAANOel pe Bepuomhaoctikd

vAkd. To SIPN amoteleiton amd kabopd morvabepyidio (PEI) ko moivobepyidio pe
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npocOnkn  avbpaxo (carbon black). Ot otpmdoeic  SIPN  dnuovpyndnkoav oe
OepuockAnpovopevn pfitpoa evioyvuévn pe tveg avBpaka. To devtepo vAkO mov Oa
ovykoAANOel gival cuVOETO BEPUOTAACTIKNG UNTPOG EVIGYVUEVNG HE TVEG YVOALOD Kot UNTPOG
PEIl mpokewévov va eivor ocvpPort pe t otpwdon SIPN tov Ogppocikinpuvopevov. H
ovykOAnon upetddoong (LTW) mpayuatomombnke pe laser nuoyoydv, ufkovg kOHOTOG
A=940 nm ka1 péyiomg woyvog P=300 W (cuveyng exkmounn).

laser

radiation ! transparent

part (thermoplastic)

e

SIPN-layer

absorbing

' clamping  part (thermoset)
pressure

Eixéva 34 Zvyxolinon ustadoong ue yprion SIPN [19].
Mo v wepopatikn diepedivnon g cvykOAANong ypnoortomdnkav drapopetikd SIPN-

ovvheta wote va peletn et 1 enidpaomn g kdbe drapopetikng otpwonc SIPN ot dadikacio.

Ot otpidoelg Kot Ta Thym TS kée pog divovtol 6Tov TapaKAT® TIVOKA.

LTW Reinforcement/ SIPN-layer
Lype Short name additive thickness
LT GF-PEI Glass fabric

LA SIPN-A Carbon noncrimp fabric 200 pum
LA SIPN-B Carbon noncrimp fabric 125 um
LA SIPN c.b. Carbon noncrimp fabric carbon black 80 um

ITivaxag 2 Kaznyopisg kou 1610tnteg vAikdv mov ypnoworouinxoy yia SIPN [19].

Kotoljyovtag ota omoteAécpoata ovtod Tov dpbpov o@oivetor mmg 1daitepo  pOrO
Swdpopotilel 0 TPOCAVATOMGUOG TOV VOV OTN SETIPAVELD OTOV aKTIVOPOAEital amd
déoun kobm¢ Kol To Thog TG EVOLAUESNS OTPAOGNG, 0T OEPLOKPAGIO TOV OVOTTOCGETOL.
[Tpokepévov n cuykOAANon va givarl ekt pe ) péBodo LTW kar va £xet vynAn avtoyn,
amoppoPnTikd mpdcbeta (dvBpakag) Bo mpémer va cvuneptrappdvoviol 6T GVCTUCT TNG

EVOLIUEDTC OTPAOOTC.
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4.2 'vama

H ovykéAiinon Laser diopovov vMkodv, 0nwg 1o YooAi, &xel peretndel ta teAevtaio
YPOVIQ HE TN YPNON CLVEXDV KOl TOAMUKOV cvotudtev vrepfpayéng maipov (UltraShort
Pulse). Katd t perét tov S1opopmv OTTIKOV QAIVOUEV®V, OTOV 1) EVTOGT) TNG TPOCTITTOVGOG
axtivoPfoAiag eivor pikpn, N amOKPIoN Kot YEVIKG Ol EXUEPOVG OTTIKES 1OLOTNTEC/ TOPAUETPOL
TOV VAIKOV (T.Y. 0 0elkTNng S1OA0oNC, 0 GUVIEAEGTNG OmOPPOPNONG ) TAPAUEVOLY GTADEPES
Kot aveEdptnteg and v éviaon. Otav ouwmg 1 £viaon ¢ aktivofoMag givol peydin, 0mwmg
A.x. ovpPaivel oty mepintmon tov lasers, kot edikdTEPE TOV ECTIACUEVOV decudv laser
LEYAANG 1oYVOC, £xEl amoderyOel mEPAATIKG OTL 1] OTTTIKY odKPLoN TG VANG KoL Ol OTTIKEG
TAPALETPOL TPOTOTOLOVVTOL, GUYVA CNLOVTIKA, Kot YIvovTol EE0PTOUEVES A0 TNV EVTACT TNG
axtivoPoiiag [9]. H un-ypoppukn ontikn cuuneptpopd yiverotr mo Evrovn kabmg av&avetor n
EVEPYELD, KOl 1] GLYVOTNTO, ETOVAANYNG TV ToAudv (repetition rate) laser. ‘Etot, cvothpoto
VIEPPPAYEDV TOAUDV  YPNOLULOTOOVVTOL KATE KOPOV Yol TN TOTIKN TNEN TNG SEMPAVELQS
oLYKOAANGNG dVO SoPavdY VAK®V [20].

[Tpokepévou n amdKpIoN TOL VAIKOV VO TEPAGEL GTN U1 YPOUUIKY TeEployn 1 déoun Oa
npénel va. gival eoTiaopuéVn He akpifela oe éva pkpd OYKo TOL VAIKOU Kot 1 évTaomn g
aKkTVoPoMaC Vo EEMEPAGEL TO KATOPAL THE OTTIKNG SIAEKTPIKNAG Katdppevong (1012 W/cm?
~10¥ W/cm?) [21]. Ta dvo cvvdedpeva vAtkd Oa TpEmet vor £pPovV 6g TOAD KaAH AT HETAED
TOVG WOTE Vo, fpickovtar evidg tov evepyod Bdbovg mediov (effective focal depth) g déoung
KOLL VO LITOPOVV VO GUYKPATHGOLV TO TAAGHA EVTOG TS KOAOTNTAG TToL B dnpiiovpyn et otnv
ePLoyn TS demedvelag. XoaAopn enxaen LeTAD TOV VO VAIKAOV A@NVEL YDPO Y10 T S1pPOon
TOV TAGGUOTOG KOl GUVETMG TG a@aipeong viwkov (ablation) ywpic vo emitvyydveton
evamofeon copatidinv Tov evog VAKoD oto dAlo [22].

21 mepintmon 6oL Eva amd T dVO LAIKA OeV elvar dStapavic, dmwg cupPaivel Oniadr|
Y10l GTOVG GLVOEGLOVG YVOALOV — LETAALOL, 1| xp1ioN LIEPPPAYEOV TOAUDY Hopel va unv givort
amopoitntn. Attia avtod givor M YpappIKY amoppoenon g 0écung mov cvuPaivel otnv
EMUPAVELD TOV PETAALOL KO 1) KOTA GUVETELD PETOPOPA TNG BeppdtTag HEC® aymYNS GTO
Yool kot tomiky] TEN Tev vAkdv. [Topdia ovtd or vrepPpayeis moipoi dvvavior vo
00MNYNOOLVV TO YLOAL, TOLTOYPOVO HE TO WETOAAO, oe THEN e€outiog TNG UN-YPOLLUKNG

amoppdPNoNg, anotpiénovtog ovembounta Bepuikd eavopeva [23].
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Melting

P>>0
M2

Solidification
P=0

i

< 7
Zero gap S >
k >

Z¢,N

* Melt presses against
surrounding material

* Surroundings must be
able to withstand the
pressure

- A

= Meltrelaxes into the
gap

Nl

* Process virtually
reversible because
melt is contained

P<<0O

= Solidifying melt inside
gap leads to tensions

Ewcova 35 Xoyrpion uetald ovykdlinons ywpic kevo oty diempadveio, kot ue kevo [23].

YVYKOAAGN YUALOU -UETAALOV/TAAGTIKOV

Y10 apBpo ‘Picosecond laser welding of similar and dissimilar materials’ [22]

UEAETATOL ] CLUYKOAANGOT SUPOPETIKOV TOTMV YVOADV HE OVOUOLNG PVONG LVAK®MV OTMG

pétarra. To cvotnua Laser mov ypnoyonoovv eknéunet oto. 1030 Nm pe d1dpkeio moApmv

7.12 picosecond ka1 cvuyvotnta 400 KHz. H povn petaPint peta&d S1opopeTikdyv VAMKGOV

etvar n péon oyd¢ (katavoun Gauss). Ta pétailo €yovv vrmootel otilfwon wote va

eEaocpaiiotel M koAVTEPN duvarn EmMAPN UE TO YLOM, TO dVO VAIKA EMTPOcHETOC

dwtnpovvral, pe ™ Pondeta KOTAAANANG d1dtadng, akivnta kot vd wieo).

Mo ) dopkn| avtoyng tov detypdtwv yooAl - yvaAl ypnoyomomdnke pio anAn ddtaén

SATUNONG TOV GLYKOANUEVOV dOKIUT®V.

Force

Welded glass

Force

Eixéva 36 H didraln didzunons twv dokipionv kot pwtoypapics oty weptoxh ovykoiinon Al-SiO; arxod
Kpookomio [22].
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Onwg avagépetal, 1 actoyic. Tov Yvolov eivor yabvpr kot eaptdtonr amd v
KOTOVOUT TOV OTEAELOV €VTOC TOL 0YKOov Tov. H mepimhokn avdivon aoctoyiog Tov yuaAlon
e€etaleton otoTioTKG e ™ ypnon g katavoung Weibull yuo eikoot delypoto dokipiov mov
EYouv TPoKVYEL amd TIG aKPPaS 1d1eg cVVONKeg Katepyaoiag. Ot HETPNOELS TOV TEPUUATOV
SLATUNONG TNG GLYKOAAN GG AVOUEVETAL VO EIVOIL 151EC, COUP®VA. [LE TOVS cLYYpaeig Carter et
al., kot yio Tovg 6VVEEGHOVE aVOUOI®Y DMKGOV KaOdC 1 aotoyio epeavifetol 6Tov 0YKo TOL

yvaAo0. H cuvéptnon mbavomrog enPioong (vo unv aotoynoet) eivor n axkdiovon :

m
PV =Ew[-(2)]1 (@
Me Ps v mbavotnta emPioonc ywo o dobeica mapdpetpo 6, oo 1 mapapdpemon yio 1/e

emPrwonuotnta, kot m to pétpo Weibull.

Y& ouvéyela Tov Tponyovuévou apbpov twv Carter et al. ot dnuocicvon ‘Picosecond
laser welding of optical to metal components’ [24] datvndveTol TOC 1 TPOCTITTOLGO,
aKTIVOPOAiD AmOPPOPATOL e €VO GUVOVOGUO YPOUUK®OV KO U1 YPOLUUIK®OV Sl00IKOGLDY
avaAOY®G TOL VALKOV divovtog €161 T duvatdtnta ‘Tomofétnong’ Tov EmmESov amoppdPNoNg
Yol S1opav] LAMKA OTT®G TO YVOAL EVIOS TOL GYKOL 1) TOAD KOVTA 6T SEMUPAVELD GVYKOAANGNC.
To mhdopa pécm aywyng g BepuodTTOg Kot 6€ GLVOVAGUO LE TNV HEYOAN GLYVOTNTA TOV
TOAULOV Onuovpyel (o KOAOTNTA THYHOTOG otV omoio. 10 mwAdopa amd kdbe VAo
OVOUELYVOETOL Kol ooV youyBel kot otepeomomBel dnuovpyel v ovykdAAnor. Emiong
TAPOTNPELTAL 1] CNUAVTIKOTNTO TNG COOTNG TOTOOETNONG TOV EMTESOL £0TIOOTG TNG dECUNG
o1 OEMPAVELL GLYKOAANGTG, €01KA Y10 TO. S0PaAVI] DAIKE. XTOVG GUVOEGHOVS YIOAOD —
HETAAAOV Yoo Takpobe 5,9 picosecond ota 1030 nm, kot ovyvotnta 400kHz 1 dadikacio
ATOPPOPNONG GTIV EMPAVELL TOV LETAALOV ELVOL YPOALLUIKT EVD GTOV OYKO TOL YLOALOD (KOVTA
oTN JEMPAVELN) UN-YPOUUKT. TNV avaeopd [24] mpoPdiietar évo TANO0C GLVIVAGUOV
YooAMoy - peETBAAOL  Kavdv  va obykoAAnBovv  pe  ovty ot puéBodo
(ohovpivio/yorkog/ydAvPog/o&eidio Tov opitiov — SiO2/Bopromupitikd yvoi /Sapphire) pe
evépyeln moApov ond 2.5 éog 25 pl. IapotiBevtar to ONUOGIELUEVE OTOTEAECUATO TNG

avapopag [24].
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Migypouo 2 Aaypopua Weibull tye mbovoyrag emifiwons evég BKT-AL:6082 ue diduetpo ovykéiinong 2.5
mm xou pn fertioromoinuévy ovykdlinon[24].

Onog meprypapetan oto apbpo ‘Laser welding of glasses using a nanosecond pulsed
Nd:YAG laser’ [20] n cvykoAAnon petaé&d yvordv Popiov-tupttiov pe makpobg hanosecond
etvor epiktn. Ot Tokpoi nanosecond Bempovvron Ppayeic kot oyt vepPpoyeic. H aymyn g
BepuoTOg EVIOG TOV GTEPEOD Y10 TTOAUOLS NANosecond gival GNUOVTIKY 6 GXECT LE TOVG
vrepPpayeis TaALOVG OOV 1 EVEPYELN LETAPEPETAL OO TO NAEKTPOVIA GTO TAEYLLO TOAD TTLO
YpPNyopa 6g cvyKplon He To puOUo didyvong g Bepuottog oo TAéypa. Ot maipol Sdpkelog
nanosecond aAANAOETIOPOVV E TO TAAGLO. TOV SNUIOVPYEITAL TPOKOADVTOC OPAipEST] LALKOD
pe amoPAnta oe vypn kotdotacn. Ot cvyypdoelg Pablos-Martin kot Th. Hoche mapabétovv tig
TOPOUETPOVG GLYKOANoNG KaBdG kol To chotnua laser mov ypnoipomombnke yio Tovg
OLVOECSOVS YVOM - YLOAL Kot YVOAL - YoM pe evolapeco otpaopa Titaviov. To Titdvio dpa ¢
ATOPPOPNTIKY EMPAVEIDL TNG OKTIVOPOAlG otV dlempdveln. ohvoeong Kabawg emiong

BeAtidvel TNV TO10TNTO TG SEMPAVELQG CUYKOAANOTG.

Y& pelétn mov mapovoialetar oto Gpbpo pe titho ‘Mechanical characterization of
glass/polyimide microjoints fabricated using cw fiber and diode lasers’ [25] diepevvdrtar n
UNYavIKy] avtoyn ovvoécpmv emkdioyng (lap joints) peta&d yvaAiov emKalvupévoy pe
TITAVIO KOl TTOAVOUISION KOTOUCKEVAGUEVOLG e dLO SLOPOPETIKA cvveyn cvatnuo laser. H
evamdBeon g pepPpdvng titdviov whyovg 0.2 um £ytve pe ™ néEBodo TS PUOTKNG ETKAALYNG

atpov (PVD), n emoedveia tov Titdviov 0nmg Aéyeton emAEYONKe AOY® TNG TPO-VTAPYOLGOG
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YVOONG OYETIKO LE TOVG YNUIKOVS OECUOVS OV AVATTUGCOVTOL GTNV OEMPAVELN KOTH TN

ovykoAnon laser titdviov — moAvoudiov. EmmpocOétmg, n emedvelo titaviov dpo mg

AmopPPOPNTIKO UEGO Y10 TNV aKTivoPolrio laser.

Laser beam
F

\

‘ £ Cower plass

Tranium cosirg

«——  Transparent Material isay Polyimide)

s Absorbing Material (s Titanmml 57 t

[ 1%

o Alumirnm Bose plat

Cilms

Pedyimide

Ul dereriens n mm faod o salel

Ewcova 37 H mepouotixny oiaroln ovykoiinong kai n yewuetpio tov ovvosouon [25].

To TEPAPOTO EPEAKVGLOD TOV GUVIEGHOV 6TV avopopd anédwcav avtoyr 7.34 N/mm? yio
to fiber laser ka1 6.19 N/mm? yio. to diode laser. H woybd¢ irav 3.0 Watt «on 1.0 Watt yio kG0

laser avtictoyo, evéd kot akolovbia 1 exmounmn NTov cvveyng ota 0.8 um kot 1.1 pm pe
TayvTTo 6apmong 100 mm/min.
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KEDAAAIO V: YAIKA AOKIMQN

Koatd ™ didpkela g TEPOUOTIKNG Oladtkaciog tng eV Adym AumAwpatikig Epyaciag
uekemOnke M avantuén cuvééopmv emkdAvyng (Overlap Joints) peta&h VAIK®V d10popeTIKNG
QVoMNG, OTMG elval T YLOALY, To LETOAAL KoL TO TOAVUEPY, UE TN ¥PNoN €5 OAOKANPOL NG
teyvohoyiog Laser. Emiong mpayuatomomOnke unyovikdg yopokmpiopos TV GLVOEGUMOV
HEG® SOKIUNG SLATUNOTG, 1| TOPOTHPNCT TOVE LEG® OMTIKOD WKPOGKOTION, KOl 1) GUYKPIOoN
TOVG L€ OVTIGTOL(OVG GLUVOEGOVG KOALOS OLO GLGTATIKAV. Ta VAIKA oL ypnoiporomonkay
Y10, TIG avayKeg ToL TEpapato nTav yvori tomov Extra Clear Glass, 6vo dtapopetikd kpdpoto
aArovpviov kot Ogpponiactikd (PLA) to onoio pmopet va ypnoonomndei mg pntpo cuvOETon

VALKOD.

5.1 AAoupivio

To ahovpivio (Apyidio) elvar Eva amd To GNUEVTIKOTEPO LETOAAD GTN GUYYXPOVY ETOYN
pe ™ ypnon tov ot Popnyoavio va eivor extetapévn. Ilpdxertoar yio éva mANpoG
OVOKVKADOWO VAKO ocvpPdiroviag £€1ot Oeticd oty peiwon tov  TEPPUALOVTIKOV
arotvropatos. H Bacikn mnyn ya ™ Bropmyovikn xprion tov adovpiviov givat o fwéitng, Eva
wnuatoyevég méTpopo, piypo HETOAMKOV o&ewinv. Méowm g dudikaciog nAeKTpOALOTG
TOPAYETOL TO TPMOTOYVLTO GAOVUIVIO EVD HE emavatnén Tov Scrap aAovpiviov mwopdystal T0
devtepOLTO OGS ovoudletor arovpivio. Ot avaykes Yo aAovpivio etnoimg eitvor mepinov 29
ekoatoppvpla. Tovor omov ot 22 amd ovtovs glval TPMOTOYLTO KOl Ol 7 OVOKLVKA®UEVO
devTEPHYLTO aAovpivio. Ot 1810TNTEG TOL KAVOLV TO OAOLUIVIO Waitepo Yo TV Propmnyovia
elvar n e€apeTikn] avtoyn Tov 61N SWPP®oN, N TOAD KOAN OVIOYN TOL GE UNYOVIKEG
KOTOOVGELS KOl TO YOUNAO €0wkd Bdpog, emiong mopovcidlet moAd Kok Beppuxn kot
niektpikn ayoypommta. To kabopd aiovpivio eivar apketd OAkio kot poiokd. Me v

TPOGONKN KPAUATOV PEATIOVOVTOL CTUAVTIKA O1 UNYOVIKESG TOV 1O10TNTEG.

KPAMA 6063

Ta kpdpata g oepdc 6000 éxovv ¢ Pacikd cTotyeia TO TLPITIO KO TO LAYVAOLO.
XpNo1pomoovvtal Katd KOpwvV TN mopaymy TPoeik HEGm Tng O1EAACNS YEYOVOS TOL TO.
KOO10TA TV TPMTN EMAOYN Y10 OPYITEKTOVIKES KOl KOTACKEVAOTIKEG AVGEIS OOV ammanteiton
peydain avtoyxn. To kpdapa 6063 ivat To To gVPEDS XPTOUOTOIOVUEVO, AOY® TNG IKAVOTNTOG

oV Yo 0téAaon. Eivar éva amd ta vikd mov €yovv  ypnoipomondel ot KATOUGKELN TNG
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vépvpag Foresmo ot NopBnyia evéd emiong £xet emieyel amd v avtokwvnroflounyovio g
Audi ®o¢ xpauo yoo To mAoicw TOV  ovToKvATOV 6. llapovotdler moOAD KoAn

GLYKOAANGILOTNTO KO KATEPYAUSIUOTNTO.

AAOYMINOXAPTO

To alovpvoyapto mapdyetar pe v péBodo g élaong (rolling ) mMioakdv olovpviov
ol omoieg €yovv yvtevbel amd AlwUEVO alovpivio. XN ovvExelo TVAlyetal o€ PoAd Kot
TPOYLOTOTOEITOL Yuypn EAaon UEXPL To emBountd mayog kot téAog ovomtnon. o mwéym
ppotepa amd 0.025 mm, dvo otpopatd Ttomobetovvral poll KoTd T0 TEAMKO GTAS0 TNG
éAaomg He amoTéAESHO OTAV SLY®PIETOVV Ol EMPAVELEG TOV NTAV GE EMOAPN HeTAED TOVS Vo
napdyovtar eOAAG e ‘pot” Oyn eved ot eEMTEPIKES EMPAVEIEG TTOL POV GE ETAPN LE TOVG
KLUALVOPOLG va glvat YooAloTepES. Ot ONUOVTIKOTEPES UNYAVIKES WOOTNTES £ivor 1 avTOoyn o€
EPEAKLOUO, TO OPlO dLoPPONG Kot 1 TOPAUOPPmoT Opavdong ot Tiég Twv omoiwv eEaptmvTol
and 10 Kpapo mov ypnowonoteital. Ta cuvnBéotepa €& avt®dV mov Ppickovy eQPapUOYES ™G

peuppdvec cuokevaciog tpoeipmy ivor o 1235,1145, 8011.

5.2 TuaAl

To yvaAl cav VAIKO givar Gpopeo VAMKO Y®PIg KPLOTOAMKY dopn, Kot TopovGlalet
yabvpr cvumeprpopd. To koo yvari (soda-lime-glass) amotedei to 90% T0V TOGOGTOV TMV
yvaAwv mov moapdyoviat. Ta Pacikd cuotatikd Tov YLaAloD Tpoépyoviat amd v eE6pvén
PLOIK®OV TOpwV. Ot TAsOYNPia aVT®OV, E101KA 1 Yahaltokn dupog (SiO2) n onoia givon kot to
Bacwod cvoTaTiKO, TEPLEYEL VO GNUOVTIKO TOG0oTO G1oMpov. H dmapén tov cidnpov ot
oVOTOGT TOL KOWOU YVLOAOL OOMNYEL GE OAmOPPOPNON OTO GAGHA TNG €YYVS LEEPLOPNG
axtvoPBoiiag evad yior pnKn kOpatog kovtd ota 1100nm 1 anoppdenon yiverar Tord Evrovn
LEW®VOVTAG TNV 314000 ToV PTdHS Thve amd 12%. H amoppdenon g 6éoung Laser otov
OYKO TOL VAIKOV AOY® NG Vmapéng odnpov ot cLGTAGT TOL givol avemBHUNTN KoL Yo TO
AOYO aVTd GTNV TOPOVGA EPYACTH YPNOLUOTOONKE YVOAL YAUNANG TEPIEKTIKOTNTOS GE GLOMPO

ue v gumopikn ovopacio ‘Extra Clear Glass’.
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Extra Clear vs Soda-Lime Glass
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Aicypouo. 3 To mo600To J16000NS TOL PWTOS GVVAPTHGEL TOV iKovg kopatog yio, Extra Clear kou Soda Lime
Glass.

H mepiektikotnta og 6idnpo oto kowvd yvoi (Soda Lime Glass) givat kotd péso 6po
v v Evpdnn 800 ppm pe diapaveio kovtd oto 84% evd yo to Extra Clear Glass 100 ppm
pe v dapdveia vo. avépyetar ota 91% pe dokipo avapopdg mayxovg 4mm [29]. Zto
Suypappa 3 areikoviletar 1 TocooTiaio 5143001 TOV PMTOG GLVAPTHGEL TOL UNKOVG KOUATOG
otV meployn evolaeépovtog (1000 — 1100 nm) yuo Tovg dvo TOTOVG YLAALOD, € delypoTo
néyovg 3 mm. H ovénuévn dapdvelo Tov yoaAlod pe pkpdTepT TEPIEKTIKOTNTO GE GIONPO
emMPEPOIOVETAL KO TEPAUOTIKG LLE TN XPTON TOV PAGUATOPOTOUETPOV OGTOGO 1) S0POPdL
dev glvanr 1660 peydAn 6co avagipetor ot Piproypaepio. H amdxAiion avtr pmopei va

opeiletan og TVYOV amopévovoeg akabopoicg oto dokipo tov Extra Clear.

Eixovo 38 Soda Lime vs Extra Clear Glass.
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5.3 O@gppomAactiko MoAupepeg (MoAuyaAaktiko O&L)

H emoyn tov Beppomhactikod 7oL YPNOUOTOMONKE Yo TNV KOTOUOKELT] TV
oLVOESU®V €YvE UE PBAomn TNV duvVaTOTNTA KATEPYAGING TOL HEPUOTANGTIKOD DAKOV Yo TV
SUOPPMOT TOV TPOG GLYKOAAN G TUNUAT®V, TNV IKAVOTNTO TOV VO, OTOTEAEGEL VAKO UNTPOG
o€ GVVOETO LAIKA, TIC OEPLUKEG TOV 1O1OTNTES KO T1 GUUTEPLPOPE TOV KOTA TNV AKTIVOPOANON
0TO UNKOG Kvuatog g 0éoung Laser. To viko mov emedéyn eivon 1o MoAvyoraktiké O
(PLA).

To PLA 1 moAvyoiaxtikd o0&y (0epromlacTikdg TOAVEGTEPOC) ElvaL TO TO ONUOPIAES
Bromhaotikd M Promorvpepés Kot T0 HOVO OV TAPAYETAL GUTH TN OTIYUN O TOYKOGULOG
KMpokog epyootdoto. To 2010, to PLA &iye 1o 0gbtepo vynAdtEPO YKo KaTavVAA®ONS OA®V
TV BlomAactikdv otov kOcpo. [lopackevdletor amd QULTIKNG TPOEAEVONG VAIKE OTMG
10 dpvio Karapmoktob (otic Hvopéveg IMoMteieg ko tov Kavadd), pileg tamioka o pAo0dEG
(omv Acia), 1| to oxapokdrapo (otov vedorowro kocpo) [30]. To PLA eivon kotdAinio yio
ypnon og vipa (filament) tpiodidotatng extommwong (3d printing) kabmg Tapovotdlet oyeTikd
YOO onpeio T™MENS Kot vaAmoovg petdfaocng, eivat otkovopko, dev eivorl To&ikd Kot ot otpol
mov ekAvovtal katd v T™EN elvar doopot kot pn emPraPeic. Qotdéco gueavilel évtovo
Yobupod YOPOKTAPO KOl GYETIKO YOUNAES UNYOVIKEG 1O1OTNTEC GE GUYKPIOT HE OAAG
Oepuomhactikd pe Pdon to mMETPEAMIO. XTO VAKO TOVL VAUATOG €KTOS TOL KLPloPyov
ovotatikov ov givar to PLA giodyovrtan ko aAld tpdcebeta petafdArlovtag e 1010t TES TOV
DAMKOV OT®G Y10 TOPASELY O TO XPDUO 1] KOl EVIGYVOVTOS TIG UNYOVIKEG TOV 1O1OTNTES LLE TNV
npocOnkn eykieispdtov (Carbon Fiber Filaments) [36]. Ta mhoxidio omd vikd PLA kobdg
KOl OTOlONTOTE GAAN TAOCTIKY] KOTOGKELY] OV YPNCLOTOWONKE Yoo TIG OVAYKEG TOV
TEPAUATOG  EKTLTOONKAVY pE TN Ypriom Tov Tpiedidotatov ektvrmth Ender 3 Pro (Creality
3D Technology Co.) texvoloyioag FDM. To viua mov ypnoiponomdnke frav g oepdg
PrimaValue (PrimaCreator, Kantyxegatan 25 F, 213 76 Malmé ,SWEDEN) pe siduetpo 1,75

mm.
Coefficient ) )
. Melting Young’s Tensile
) Density | of Thermal ) Thermal
Material @em’) | E ) Point conductivity modulus Strength
cm Xpansion
. () (W7 (m K) (GPa) (MPa)
(10%/K)
Aluminum 2,70 23.5 600 201 69,5 130
Extra Clear Glass 2,51 8,9 721 1,0 73,1 41,4
PLA 1,03 70 245 0,13 2 44

ITivaxag 3 Ocpuikég kar Myyovikég 1010tnTeg Tmv VAIKOV.
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KEDAAAIO VI: ANAIITYEH XYT'KOAAHTON XYNAEXMQON
AAOYMINIOY/PLA - TYAAIOY ME XPHXH EIOZIKHX
KOAAAX

O1 KOAAEG VO CLOTATIKAOV EIVOL KATAAANAES Y100 KOAANGELS LETOED TOAADV VAMK®V
OmwG UHETOAND, KeEPOUIKE, EVLAO, €AOOTIKO €KTOG Omd OPICHEVO, TANCTIKG Om®G TO
nolvatbvAévio (PE) ko to molvtetpapbopoatbvrévio (PTFE) wotdco eivar copfaty pe
TOAVEGTEPIKA TAACTIKA OTwg eivar kKo To PLA. EmmAéov koALoOV pn Topdor VAIKE EmTEdn
GTEPEOTOLOVVTAL YWPIG GLPPIKVOGT Kol YWPIG vo Tapdyovv agpila N VYPA TAPATPOIOVTA.

Emo&edwkn pntivn gival kdBe évoon yapmAiod poprakod Papovg n omoio pmopei vo
LETATPOTEL PE TEPALTEP® OVTIOPAOT) YOPIC 1 HE TNV TOPOVSia GAANG VOO G SIKTVOUEVO
nohvpepéc. O Opog emOEEOIKN PNTIVY YPNOUOTTOLEITAL KOl Y10l TO AVTIOTOLXO SIKTVMUEVO

TOAVULEPEC.

Ewcova 39 Bison Epoxy 5 Minutes.

H dwepyocio petatponng tov youniod poplakod Papovg emoiediov o €va vynid
SIKTLOWIEVO TOAVUEPES KaAgitan okAnpuvon (curing). H oxAfpuvon yivetoan cuviBwg pe
YPNOM Kot Hiog YopaKTNPIoTIKNG Eveons Tov Kaheitar oxAnpovtrg (hardener 1 curing agent).
[31]. Ta 6vo cvoToTIKA, TO ET0EEIBI0 KOl O GKANPLVTNG TEPLEXOVTAL GE SVO SLAPOPETIKA SOYEIL

KOl OVOLELYVOOVTAL, Y10, TNV Tepintoon g koAag EPOXY 5 MINUTES ¢ etaupiog Bison

International B.V. xatdé avaroyia 1:1. H oyoraotikn avapelén t1ov cLOTOTIKOV IVl 0moADT®S
arapoitntn. Eriong n petafoin oto mdyog g KOALNG ot TEPLOYN TG GVYKOAANONG Umopel
VO ETPEPEL OTUOVTIKA LEYAAT OLOKVIOVGT GTO OTOTEAEGHLOT OVTOYXNS oL Ba eEetdioovple
TAPOKATO Y10 TOVG GLVOEGLOVG emkdAvyNG. [Ipémel Aowmdv va yivel TpooekTiky ToToBETON

10106 mocdtNTOC Helypatog og kBe delypa.
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6.1 IIpocTopocio Kol GUYKOAAN O TMOV OOKIUI®V

6.1.1 Ahovpivio- I'vaii

Mo v xotackevn TV doKiimv ypnoomomdnkay mAakiowd yvaiod tomov Extra
Clear, dwotdoemv 50 X 50 x 3 mm?®, 1o omoio. TPOUNOELTAKAE OO TO KATAGTILLOL
SKONDRAS (Ayiov Avdpéov 58, 26221, Tlatpa) kot mhaxidio ahovpviov kpapatog 6063
Srapoppopéva pe pnydvnuo CNC, otig Stactdoeig 25 X 25 X 6 mm?®, oto unyovovpysio tov
[Movemotuiov [atpav. [a v wpogtopacio tov mhakwdiov tpog kOAANOT akoAovOnOnke
N €&ng ddkacio:
1) tpdyvvon g EMPAVELNG TOV GAOVUIVIOL pe ¥pNon Yvardyaptov (Aelavtikoi KOKKOL oo
KopBidio tov muptriov (Silicon Carbide) voouepo P800)
2) kaBopopdS TOV ETPAVEIDV TPOG ETAQEN LE HEBaVOAN (0AOoVUIVIOD Kot YVOALOD)
3) avapelEn T@v dVO GLGTATIKMOV TNG KOAAAG KOl EQOPLOYN GTNV EMPAVELNS TOL AAOVUIVIOV
AEMTO GTPOUO. LETYUATOG.
4) cuvappordynon Tov ovo TUNUaTeV kot doknon mieong 0,15 MPa yio 40 Aemtd og
Bepuokpacio dopdtiov. H mAnpng okAnpoveon g pnrivng enépyeton petd and 12 dpes.

Eixovo 40 o) Zovoeouor emxdivyng Alovuiviov — Ivatiod ue k6o p)Asiyuo whoxidiov axd Alovuivio.
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6.1.2 PLA - T'vaM

[Tapopola dradikacio KOANGNES 0KOAOVOONKE Kot Y10 TNV KOTOGKELY] TOV SOKIU®OV
PLA-Glass.To mioxidio. PLA ektonddnkav otig Stactdostc 25 X 25 X 5 mm? endve o€ yudivn
EMPAvVEID. MOTE VO ££00QUMOTEL OHOLOLOPPN EMIPAVELD HE OGO TO dUVATOV AYOTEPES
AVOUOATESG (AUKDGELS, KOUOTIGUOL), YOUNAT TpoydTNTA Kot ovénpévn emmedotnra. 'Enetta
amd SOKIUEG OLUPOPETIKADOV TOPOUETP®V EKTOTOONE YPNOILOTOMONKOY AVTEG TOV ATESMCAY
™V KoAOTePN duvarty) emipdveln oe e0A0yo ypovo extimwonc. [apd tadta, n peiowon tov
EMUPOVEIOKDOV OTEAELDV OgV €ivarl TOGO KPIGIUN G€ VTO TO GKELOG TMV TEPAUATOV TOVL OLPOPEL
oTNV KOAANGT TV TAAKISI®MV pe KOALA, KaODG TO 1EMIEC TNG CLYKOAANTIKNG OVGIOG EMITPETEL
TNV EGYOPNOT NG OTNV TPoLTNTO TG empdvelng allomoudvtag €16t OAn T dSwwbéoiun
TEPLOYN KOAANONG Kot BEATIOVOVTOG TN UNYAVIKN TPOGOPLGT KOALOS — TAAGTIKOV. Ta mAakidid

Y100 Hrav 6meg kot Tptv Tomov Extra Clear ko Stootdosmy 50 X 50 X 3 mm*

, | Oeppoxpacio . .
. Ozp HOKpUGLA Emoaveiog Ha?gog Alan?nvcn Infill | Taydmta
Yhké Extinoong A XTpoong 2TPAOGEMYV 4
o Extinoong A (%) | Extdmtoong
CO | g (mm) (°)
PLA 202 65 0'12(0A2X‘K”) [45,0,90,-45] | 25 | 30 mmisec

Hivoxog 4 Hopaduetpor 3D extdmwong.

[Ma v tpoetopacio TV TAoKdi®V Tpog KOAANGN akolovOnOnke n e&ng daudkacio:

1) tpdyvvon ™G EMPAVELNG TOV TAAGTIKOD HE YPNON YLOAOXAPTOV (AELOVTIKOL KOKKOL Ot
KopBidio tov muptriov (Silicon Carbide) voduepo P800)

2) KaBaPIGHOG TV EMPOVELDV TPOG EmAPN pe HeBavOAn (aAovpiviov Kot YuaAlov)

3) avauelén tTwv 0vV0 GLOTATIKAOV TNG KOAANG KOl EPOPLOYYT] GTNV EMLPAVELD TOV TAUGTIKOV
AEMTOV GTPMOUATOG PEIYHOTOC.

4) cuvappordynon Tov ovo TUNUaTeoV kKot doknon mieong 0,15 MPa ywo 40 Aemtd oe

Bepuokpacio dopdtiov. H mAnpng okAnpouveon g pntivng enépyetot petd and 12 mdpeg.
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3D CAD Model
Filament Sk
ﬂ Feed rollers ~
. Pressure
X axis spring
— I—
Y axis —~0
Heater
Semi-molten
:D material Heated nozzle
Deposited /
material \ —
Ultimaker Cura 3D Slicer _— l Z?is T'mion
o irection

(o) Hot bed

(v)

Eixéva 41 Micypoupo. poric e extomwone a) Cura Slicer ) Fused Deposition Model [36] y) )defyua mhoxidiov
amd PLA.

Ewcova 42 Zovoeopor emxaloyns PLA — I'valiod pe kolla.
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KEDAAAIO VII: ANAIITYEH XYTKOAAHTON XYNAEXMQON
AAOYMINIOY/PLA —TYAAIOY ME XPHXH LASER

[No mmv enitevdn TOV CLYKOAMGE®V KOl TNV KOTOGKELN] GLVOECU®V 1GYLPNG
UNYOVIKNG avToyNG etvar avaykaio 1 LEAETN TOV TOPAUETP®V TOL EMNPEALOVY TN TEPOLOTIKY
owdwoacio. Or mapauetpolr €ktOG TV GAA®V pHeTABAAlOvVIol pe TOV €EOMAIGUO TOV
YPNOOTOOVUE  OAAGL Kol PE TO €100C TV VAIK®OV Tov katepyolopaote kdbe @opd. H
TEPAUOTIKY d1lEPELVNON TOV GLYKOAAMce®wV Paciotnke og éva Fiber Pulsed Laser moipmv
didpkelag nanosecond pe amotéheoua 1 omoppOPNON THG OKTIVOPOAING Vo YIVETOL YPOUUIKA
OTNV EMPAVELD TOV U Sopavovg VAkov. H ypappiky| amoppdenon g 6éoung odnyel o€
TOTIKN B€ppoven g EMPAVELNSG TOV HETAAAOVD, dMovpyio TAACUOTOS KOl LETAPOPE, HECH
OepUIKNG aymYNG, EVEPYELOG GTNV EMLPAVELX TOV YLOALOD KOl KOTE GLUVETELD TOTIKT THEN TV
VMKOV. XV mepintwon mov eiyope vrepPpayeic TaAnove, 1 aroppoenomn ¢ déouns Ba
YWOTOV KOl GTOV GYKO TOV YLOALOD HECM UN YPOLUIK®OV OTTIKOV QOVOUEVAV, TOTE 1) déoun OBa
énpene va glval EGTIOCUEVN e PHeYAAN axpifela kot arapaitntn Oa NTov N (pNON LETPNTIKOV
dta&ewv Tov onpeiov eotiaong. H didtaén amoteieito and to chotua Laser, v katackeun
GLYKPATNONG TOV doKLiOV Kol TV TAaTedpe pHOong tov dyovg. Ot Tapdpetpot mov Ha
LOG amacyoAncovy Kot £xovv avaeepBel kot and dAlovg epevvntég [8] dwakpivovior ce
1é60epel Pactkég Katnyopieg :

(L) TOPAUETPOL TTOV APOPOVV TOVG ToAUOVG laser (1oyvg, didpKela, cuyvoTnTa)

B) mapapeTpot mov apopotv ) déoun (eotiaom, péyebog Tov onueiov gotiaong, evepyd

Baboc mediov)

Y) TOPAUETPOL TOV 0POPOVV TH capmaon (taydTnTa, LoTifo, ETaVaAYELS)

) TAPAUETPOL TOV OPOPOVY T VAIKA (TO1OTNTO EMPAVELOGS, ETAPT OTI| SIETLPAVELQL)

7.1 To Zuotnua Laser

H myn axtivofoliog tov cuotipatog ivar 1 YLPM-1-4x200-20-20 g etanpiog IPG
Photonics pe evepyd vAikd otépeag popeng kot vakd dudyvong Yrttéppro (Yb). H déoun
odnyeital péow OMTIKNG ivag otnv KeeoAn tomov galvo n omoia mapéyel 0 dvvaTdOTNTO
KOTEPYOOTOG TNG EMMPAVELNG KOUUATIOV HECH d16O1A0TATNG oapmong g déoung laser, ympig
va glvan amoapoitnTn n petaxkivnon tov katepyalopevov koppatov. H cuykpdinon tov mpog
GLYKOAAN G TUNUATOV YIVETOL LE EWOKA SOUOPPOUEVO COIKTNPO. O COIKTNPAG GTEPEDVETOL

EMAV® GE YPUUUIKE LETOKIVOVUEVT 6T S1EVOVVGT TOV VYOV TAATPOPLLO TPOKEYEVOL V. Elvarl
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eQIKTA 1 TOoTOBETNON TOL oNuEiov eotiaong g déoung laser oto emBounto eninedo. H péon
ovopaotikn oyvg (Nomimal Power) tov laser givar 20W kou 1 péyotn (Peak Power) 15kW,
T0 UNKOG KOHOTOG NG axtvoPfolriog eivar 1064 nm evd n ddpkeln tov maiunv (Pulse
Duration) pvbuiletar oto gupémg 4 - 200 nanoseconds. Emiong n cvyvoétta ToV TOAU®OV

(Repetition Rate) propei va mdpet Tipéc 610 ddotnuoe petaé&d 1,6 pe 200 kHz.

MARKING HEAD

2-AXIS
GALVANOMETER |
LASERSCANER |

F-THETA
FOCUSING LENS

Eixéva 43 H oloxlnpwuévy diczaln Laser, exelnynuotind uoviélo Aertovpyeiog g kepalng galvo, tlatpdpuo
OVYKPATHONG.

H dubpetpog g 6éoung oto onpeio eotioong yuo o ['kaovoav dEoun pe PRKog KOUATog A,
dapeTpo déoung mpv to oko eotioonc D kot eotioxn andotaon f umopel vo vmoroyiotei
AVOAVLTIKA atd TN GYEoN

4 M? 2
ZWO == f
D

3)

Omno¥ 2wy m 018 peTpog Tov onpeiov eotiaomg kot M 1 TapdpeTpog mov eKEPALEL TNV OmOKAION
™mg 6éoung and v Woavikny I'kaovowavh déoun. O eokdg eivor tomov F-Theta lens ko €yet
eotiakn omootaon f = 100 mm. Eniong and tov katackevaot oivovial ta akoAovdo

YOPOKTNPLOTIKAL
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YTTERBIUM PULSED FIBER LASER

Characteristic Typical Value Unit
Selectable pulse durations 4’53: 136’23’0300’ ns
Central emission wavelength 1064 nm
Nominal average output power 20 Watt
Extended pulse repetition rate 20 - 200 kHz
Maximum pulse energy 1 mJ
Maximum peak power 15 kw
Output beam diameter (1/e?) 6-9 mm
Beam quality M? 1.5

Iivaxog 5 Xapaxtypiotika eitovpyeiog tov ovotiuotog Laser

Eiodyovrag ta dedopéva ot oyxéon (3) Ppiokovue 2wy = 33,9 um 1 dduetpog tov onueiov
eotioomng ylo apytkn StaueTpo déopunc 6 mm kot 2wy = 22,6 um yuo apyikn SpeTpo dEcung
9 mm. Iaipvovtog TeEMKA po péon Tun, Kabdg dev yvopilovpe akpifdg tn SpeTpo TG

apykng 6éoung, éxovpe 0t d = 2wy = 28,5 um 10 onpeio eotioong (Beam Spot Size).

F-Theta lens

Beam Spot Size

Beam Diameter

Focal Length

Ewxova 44 I'koovoiovy Aéoun.

o ™v kabodnynon tov hardware tov ocvotiuatog Laser ypnouomnolgitor To

AoylopIKO odnynons. Méow tov AOYIoUIKoD HoG TapExeTal 1 duvoTdTnTo HETAROANG TOV
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TOPAUETPOV TOL APOPOVY 6TOVG TaAoVE Kot TN odpwot. Ot pvbuiceic Fill Type, Fill Slope

1, Fill Slope 2 xou Fill Spacing oyetiCovtat pe 10 yewpetpikd potifo odpwong. H cdpmon

yiveton evtog evog TPoKaBopIGUEVOLS TEPLYPAUIOTOC TO 0010 OYEOALOVIE GTO TPHYPOLLLLL

Inkscape. Xtig emhoyég Fill Slope alddlovue v Khion (o€ HOIpPEC) TOV YPOUUDY GAPOONG

kot oto Fill Spacing v mokvotnta tov potifov. o Fill Spacing 0.2 mm kd0e mopdAinin

YPOUUN amEyel oo Ty emopevn 0.2 mm.

Ised Loser CortoT U VEPT SR TP VP S W - s Gy Setings:llocated n mory

n  About
nnect

25 Control
wer Bits

PPPPPPD @ o-Locn

6 bk 394 )
tched Power Bits

18-

@
@ -

@ 11-Aam2 @ 20-

999999 @ -0 @ 2-

6543210 @ oi-pami1 @ 23-

arm
seris not ready for emission

ustable Pulse Duration
0 v | ns

:nded PRR
limum PRR 1,60 kHz

Maximum PRR  1000.00 kHz

Status

Alarms

O High Back Reflection
C Module Temp. out of

Emission Enable »
o System Failure

o Alarm 24V Main Supply
e Alarm Housekeeping

o Warnings

Emission Modulation
Synchronization
Guide Laser

Emergency Stop

ResetAlarms

Save to laser Mangor

EEPROM Module Temperatur(  23.2 ‘C
24V Main Supply Volt 234 Vv
Housekeeping Voltage 23.5 v
Back Refl. Counter
Current Session BR 0
Operating parameters
Average Power 0 w
Pulse Duration 200 ns
Pulse Energy 0 mJ
SetPower 0 %
Pulse Repetition Rate ~ 80.7 kHz

Laser State
e Laser is ready for emission
o Emergency Stop Activated
o RG Emission Stop Activated
@ PRRHigh
@ PRRLow
@ Modulation ON Time LOW
@ Modulation OFF Time LOW
0 Emission
@ 24V Main Supply
@ Housekeeping Supply
e 5V Housekeeping Supply

Info

Model YLPM-1-4x200-20-2(

Manufacturer | IPG Laser GmbH

Serial Number 16072236

Firmware 24.7207.0:11.386.2"
:8.19:29

Nominal parameters.

Average Power 20.0
Pulse Duration 80
Pulse Energy 1.00
Peak Power 125
Minimum PRR 199
Maximum PRR 1000.0

Grey Settings

Grey number Grey

Color to identify fast:RGBA # LTI

Grey Parameters:

Power: W
Frequency: 40.0 3]
Mark Speed: 400.0  [5]
Passes: PIN =

Fill type: Linear ¥
Fill Slope 1: 100.000 |3

Fill Slope 2: 50.000 |3

Fill Bidirectional:

Fill Spacing: 0.20000 5
Wobbel Frequency 75 [

Wobbel Amplitude  |0.000 E

Reset |

Ewcova 45 Tpopixo wepifalrov yprorn Laser.

Tuquo Mnyovorldyov Kot Agpovaumnydv Mnyovikov

65




AutAwpoatikn Epyaocia ToAlag ArtdoTtoAog

7.2 H I6loouokeun ZUodLeng

Laser Irradiation

Ewxéva 46 [010ovoxrevii Zoopiéne (3d CAD).

Mo ™ ovykpdnon TV TUNUATOV TPOG GLYKOAANGT GYESUCTNKE KOl EKTLVTTOONKE
10100VGKELN 1 OTToioL PEPEL Kot ausOnTpa SOOVOUNG Yo TOV EAEYYO TG AVOTTUGCOUEVIG TTHECTG
katd ™ cvoEitn. H eEacpdiion koA emagng ot TEPOYN TG CLVIEGNS TV dVO VAIKOV
elvat onpavtikn yio ™ dnpovpyio TG GLYKOAANGNG KoL TNV OT0PLYN aQaipeong LAKOD AOY®
e€dyvoong. [a emoedveleg pe peydn emmeddtnTa Kot ToAd Kot TotdTnTa, ETAQT UTOpPEl va
avantuydel mélovtag Tig dvo emeaveleg Hetalld Tovg, omote acOeveic SUUOPLOKES OVVALLELS
Van der Waals omv diempdveio cuykpatovv To dvo VAIKA peta&h Toug. QoT060 0T N
dradkacio e16ayel afePatdTNTO WG TPOS TNV ENXAPN TOV VO VAIKOV KOOMG Ol EMUPAVELNKES
atéleleg avEdvoviar pe 10 guPaddV TOV EMPOVEIDV, GUVETMG 1M XPNON COWKTIPA elvar
avaykaia yio T dttipnor Tov KpdHTEPOL duvatol Kevol peta&h Tv 0vo VAIK®V. H apykn
HEAETN TOVL GOPIKTN PO EUTEPIETYE TECTEPQ OTELD POPTIONG LE YPT|OT KOYMADV TEPUETPIKA EVOG
eMIPOcBETOL YVAALOD TAV® Ao TO YVAAVO Oelypa MOTE M TieoT Vo EQapUOLETOL OLLOIOLOPPOL
010 octypa. O oyedoiOg 0VTOG OVGKOAEVEL TOV EAEYYO TNG OVUVAUNG KOl TO TPOGHETO YvaAi
umopet vo, aAANAETIOPA e TN déoun. 10 TEMKO GYES10 VILAPYOVV dVO GMLElN POPTIONG KoL 1)
dvvaun petagépetal oto yudAwvo oetypa (50 x 50 mm2) GUUUETPIKE HEC® TNG TANCTIKNG

kataokevns. Emiong pa amdn {uyoptd tov epmopiov tpomorodnke doTe VoL AEITOVPYNGEL G
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aoOntpog eoptiod g Wrocvokevns. H cvuvdeouoroyia tov emunkuveiopetpov Pacileton

otV apyn Aettovpyeiag tng yéeupog Wheatstone (quarter bridge strain gauge).

Eixova 47 I6100vokevn Zoopilng.

O ocowmpag €xel dopopembel €161 MOTE 0 GUVOEGHOG TOL TPOKVTTEL UETA TN
OLYKOAANGN Vo €xEL TNV KATOAANAN Ye®UETPioL Yoo TNV OOKIUN OvVTOYNG Tnv omoio Oa
avagépovpe mapokdtw. Katd mm cvvappordynon mge dtdtaéng ot 0vo koyAieg cuoeiyyovral
oLYXPOVMG UEXPL TNV emBounty mEon oV TTEPLOYN EMOAPTS TOV dVOo TAaKWioY. [ v
akpifela tov petpnoewv, kavelg Bo mpémer vo AaPet vwoOywy kot TN PLOKOEAACTIKY|
GUUTEPLPOPE TOV TAAGTIKOD VAKOD TNG KATAGKELNG 1) OTToial Le TO YpOVO TPOoKaAel yoldpwon

TAGEWV KoL TTOCT TEAIKA TNG £QapLolOUeEVNS TiEONS ETAPTC.
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7.3 Nepapatikn Atadikaoia ZuykOAAnong Twv ZUVOEGUWV e Laser

7.3.1 Ahovpivio — I'vari

I[IpogTopacio TOV VAMKOV :

To mhoxidia  alovpiviov Sootdcsmv  25%25x6 mm?  kpapotoc 6063  mov
YPNOLOTOMON KAV £XOVV VTOGTEL EMPOVELNKT UNYOVOVPYIKY KoTEpYasio oe epélo MdOTE Vo
BeAtimbel n mordtnTa TG EMeaveLlag kKot va avEndei ) emmeddtTa. H empdvela ot cuvéyeia
dgv LITESTN TEPATEP® Aelovon Kol oTIAPBon KaOdg NTav GKOTLLO 1) TPAYLTNTO VO TOPOUEIVEL
o€ Pabuo mov TPoKHTTTEL O TIG KOWEG UNyavovpYIkéS Katepyaoies. Eniong, dcov apopd ta
mhoiidio yooov sivor Tomov Extra Clear pe Siootdoec S0x50x4 mm?,

Apykd ot empdveleg Tov vVAIKOV kobapilovror pe pebavorn kot EAEYYETOL 1) ETOPT] TOV
LETAALOL pe TN YVOAL, Yo TOV EAEYXO QVTO Ol dVO KABOPES EMPAVELEG EPYOVTAL GE ETAPT|
petalh tovg ackmvtag pkpn mieon pe 1o xEpt. [lidvovtag ot cuvéyeln Kot avaonKOVOVToS
T0 YVAAIVO TAOKIO0, TO AAOVLIVIO OEV ATOKOAAATOL AUEGMS TAPQ LLOVO ETTELTAL OO VAL YPOVIKO
SoTNUO SEVTEPOLETTMV. AVTO 0QEIAETOL OTTWC EXOVLLE OVOPEPEL TPONYOLUEVOS OTIG oDEVELG
dwapoplakéc dvvauelg Van der Waals kot amotelel évoelén koAng emagng petaéd tov
empaveliwv. Katomv ta delypata tomobetodvior otov opiktipa. Ot Onkeg mov €yovv
onuovpynBet otov ceiktpa gvBuypappilovy ta Vo TANKIOWW Kol AmOTPEMOVY TV Kivnon
tovg. Téhog, o1 Koyhieg cvoeiyyovtar £m¢ 6tov M micon avéibel ota 0,23 MPa (15 Kg).
[Mapatmpndnke ncita omd oK dvo doPopeTik®V Tu®dV Ttigong 0,23 MPa (15 kg) xat 0,15
MPa (10 Kg) oe dvo oupddeg dsiypdtov nog 1 avénon g mieong Peitidver v

EMOVOANYILOTNTO TOV OTOTEAEGUATOV KO TO LEYIOTO OPLO ALVTOYTG.

Awdikaoio Xvykoiinong

H déoun laser sotialetor oy emedvela tov ahovpiviov. H gotioon dev pmopei va
petpnBel aueco pe axpifela Aoyom EAhewyng tov amopaitntov €£OTAMGHOV, ®GTOCO
pvOuilovtag Prpatikd To VYOG TS KIVOLUEVNS TAATQOPLOG KOl EKTEADVTOG “YTUTNUOTA UE
10 laser dwadoykd o€ kb Vyog oNUASEVOVE TNV ETPAVELD. APOoL £xel avtioToynOel kdbe
oTiypHo e TO VYog TG TAUTPOPLOG, Bpickovpe To oTiypa e T YP1ON ONTIKOL [MKPOGKOTION
oL £YEL TN WKPOTEPN SLAUETPO. L& OLTO TO VYOG 1 Oéoun eivor HOMG ECTIOGUEVT GTNV

EMLPAVELDL.
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"Exovtag mAéov puBuicel tv eotioon tpémel va TomoHeT GOV UE GTO KEVIPO TOL TEGIOL

olpmoNG NG 0éoung 1o delypa pog Tpog cuykoAAnon. H evbuypdupion yivetan yeipokivinta

r

dymvo meplypappo

Ié

Kot pe ) xpnon tov laser. IlpoPdiovpe pe tov pointer tov laser éva tetp

Sractdoenv 25%25 mm? e To omoio KEVIPAPOLLE TO PeTOAMKO Thakido. To emdpevo Prpa

apOpd GTNV ETIAOYT TOL HOTIPOL GLYKOAANGONG.

To mepiypopipLo. Tov GYRHOTOC oL emAEXONKE eivot TeTpdywvo dtactdoswy 10x10 mm?

ue potifo yéuong tomov pmakiafd, ot ywvieg tov hatch givar 100° ko 50° pe Fill Spacing 0.2

mm

ST ST S, o Y N S o
e e o
0"56%“""4‘!’”0"“”"“““"“‘4‘““
e e

S OSSOSO S S

‘"‘%
e S o
I“"‘"‘“““‘l"";t”"‘ -
"““'0“””“””"‘” I"ﬂﬂ'f@l‘!’“’

10 mm

Eixova 48 Motiflo ovyxolinong.

H Aertovpyeia tov Aéilep eivanr modpukn. Kabe moipdg €xel cuyKekpuévn ypovikn

dwpkela Kot gvépyeta. H evépyela tov madpod givar  péon ontikn 1oybG TOV GLGTHLOTOG

dAnymg.

4

£VN HE TN oLYVOTNTO ETOV

4

dloupep

(4)

[Joule]

Payg
f

Epulse

H péyiom woydg tote avd modpd eivor n evépyela dtonperévn Le Tn (POVIKY ddpKeLR TOV

naApov. T'a ['caovsiovois maipovg - evepyeia avt| etvon mepimov to 94% g akdAovong

J4

TOGOTNTOG

()

[Watt]

_ Epulse
eak T

Py

{0,

r

BoA

4

r

7

émel va oprotel gival n €viaon NG oKTVO

Boc mov mpé

4

J4

7

r

oun éva oNUavVTIKO HEYE

Ax

[Ipokettot yloo TNV OTTIKN 1GY1 VA LOVASH ETPAVELNS. XTNV TEPITTMON TOV TOAUKOD laser

gxovpe TNV PEOT EVTOOT Kot T peyioTn éviaon.
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N 2
I=— ” [Watt/cm?] (6)

Mg P: elvar  péom N n péyrotg 1oy0g
d: m aktiva g déoung

Oeowpntikd o emhéyape ™ WKPOTEPT YPOVIKY ddpkela moiudv (4 NS) dote va
pewmbel o ypoévoc aAAnienidpaong g aktivofolriog pe tnv VAN ava TaApod, kot akolovdiov
70 VAKO Oa €xel 060 10 duvatdv Arydtepo ypdvo va. avtidpdost Oeppukd, (dnAadr TOmKN
ddyvon g Oepudmrog otov Oyko tov). H okéyn avty meplopiletor amd ta TEXVIKG
YOPOKTNPLOTIKA TOV laser, n péyiot wybde tov omoiov givon 15 kW, étot ota T = 4 ns ya va
&yovpe péyom 00 Ppeak = 15 KW 0O mpémer n péon oG vor givor Pavyg = 1,2 W ko 0
ovyvomra T = 20 kHz (minimum repetition rate) amodidovtag evépyeto maApuov Epuise = 0,06
mJ 1 omoia oev emapkel, BAGEL SOKIUMV TOV Eyvay, Yo TV AVATTUEY IGYVPDOV GUVOECUMV LE
dedopévn cuyvotnta. H didpkeia tov modApdv mov emA&ydnke yia Tig cuykoAAncels stvon T =
200 ns. Ztn ovvéyelo €yve dlepevvnon Kal TOV GAAOV HETOPANTOV HECH OOKILOGTIKMV
OLVYKOAANGEWMV, QVEAVOVTOG TI CLYVOTNTO LEUDVETOL 1] EVEPYELX aVE TAAUO Kol 1) £VTACT TNG
aktwvoPolriog. T'a 1o ovykekpyévo cvvéovacud vikov (Al 6063 — Extra Clear Glass)
ypnoomomOnke telkd ovyvornra f =40 kHz, n péong 1oy0g datnpndnke oto 80% dnAadn
Pavg =16 W ko1 n toydtnta cdpmong g emedaveag and ™ 6éoun oto 400 mm/s. Télog
Bpébnke Tmg 2 emavaAyelg (passes) divouv Kahdtepa amoTéAesLo. AELOTOIOVTAG TIC OYECELG
7oL TapaTEONKAY TPONYOLUEVOLG Bpiokovpe yia Tig dedopéves ouvOnkeg (T = 200 ns, Pavg =16
W, f =40 kHz) Epuise = 0,4 mJ, Ppeak = 2 KW kat Ineak = 314 MW/cm? yio. S16ietpo 6T0 onpeio
eotiaong d= 28,5 um.
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Eixovo 49 Xoykoldnuévo deiyuo Alovurvioo - T'variod, to deiyuo eviog g 1010000KeVHS 6DOPIENS

Welding Parameters (Al - Glass)
Parameter Value
Materials Aluminum - Glass
Pulse Duration (ns) 200
Average Power (%) 80 (16 Watt)
Pulse Frequency (kHz) 40
Scan Speed (mm/s) 400
Passes 2
Fill Spacing (mm) 0.2
Pattern Baklava Shape (10x10 mm?)

ITivaxog 6 Hopduetpor Xoykolinong Alovuiviov — I'vodiod.

7.3.2 PLA — ®VAro Alovpiviov - Tvaid

O enduEVOC GLVOLAGOG VAIKDV Y10l TOV 0010 S1EVpVVONKE 1| GLYKOAANGIUOTNTO UE
™ xpnon laser eivar o 6HvOeTog KAOMG EUTAEKEL TPia, TAPOC AVOUOLA DVAKE: YOOAL , pETOALO
Kot TAaoTIKO. Baowkog o10)0g ival 1 6UVOEST] TOV TAAGTIKOV LE TO YVOAL EVE TO HETAALO
YPNOYLOTOIEITOL (O EVOLALEST] GTPDOON.

Q¢ yvootdv n OEpuavon TOV MUKPLGTOAAKOV OEpUOTAACTIKOV TAV® omd TN
Oepurokpacio valmdovg petantmong Tg odnyel o yaldpwon Tov VAIKOL eved Yo Béppoveon
néveo amd T Ogppokpacioa ™MENS TV KpLOTIAA®Y Tm 10 VAKO pevotomoteitat. o v

emitevén g anevbeiog ovvdeong tov PLA pe to yvoll Oa émpene m yvddvn empdvelo vo
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VIOGTEL KATEPYATIO TPAYLVONG DOOTE TO TNYUEVO BEPUOTANCTIKO VO EIGYMPEL OTIC AVOUOATEG
(WKpOYEDUETPIKNAG LOPPNG) TNG EMPAVELNG Kot Vo ovarttuyBel unyovikny Tpoceuet). Qo1060
1 HeYEAN S10popd 6ToVC GLVTEAEGTEG Oeppikic SlacToAc Tov PLA (70 x 10° °C? [32]) ko
Y100 (8.9x10° °C1[33]) Snuovpysi Oeppiicés Taoelc Kot TV WYHEN O 0MOieC PHTOPOvHV VL
EEMEPACOLV TNV AVTOYY| TNG UNYAVIKNG TPOGPLOTG Kol 06 TOY i TOL cLVoEcov. H mapatipnon
avtn emPefordveror Kot Kotd Tn SadKacio eKTOT®oNG 6mov cupPaivel amokOAANoN TV
Tplodtdotata ektvnouéveoy  TAakdiov PLA arnd ™ yvdlwvn emigdvelo ektommong (10106
tomov yvaiov Extra Clear ywpic release agents) otav n 0Oepupokpacio katéAber ot
Oepuoxpacio dopdtiov. H amevbelag ovvdeon cuven®dg Twv OVO LTOV VMK®OV amoutel
KOADTEPT HEAETN TG LeBBAOL KOt TOV THTTOV EMPAVELNKTG KATEPYOTIOG TTOV TPEMEL VOL VTTOCTEL
TO YVOAL MGTE M UNYOVIKT TPOGPLGT oL Ba avarTvyOel va avTéyel T EOPTIoN TV BEpLUK®V
TAGEWV.

[Mo v avietdnion avtod Tov TPOPANUATOS XPNOLULOTOMONKE EVOLAUESN GTPAOGCT
alovpvoyaptov. H amopuyn emPoAng tov em@aveldv o€ KAmow €KY KATEPYUTio
ATAOVOTEVEL TN O100IKOGT0 KOl LELMVEL TO YPOVO KOl TO KOGTOG TPOETOLAGIOG TV OELYLATWOV.
Emiong, om Piproypapio vrapyovv avagopéc yio tn ovykOAAnon Oepuomioctikod e
aAovpivio kot oAoLUIVIO pe YLOAL Ot OUMG Y10 TOV GLVIVAGUS TOV TPV AVTOV VAKOV. H
dradkacio mov Ba axorlovdnBel prnopet va daympiotet o dvo oTAd. ApPYLKA TN GLYKOAANON
TOV CAOLLVOYOPTOV LE TO YVLOAL KO KATOTLY T1 GLYKOAANGT] TOL aAovpvoyaptov pe 1o PLA.
H emloyn tov moapapétpov cuykOAANGoNG 610 TPp®TO oTAd0 emmpedlel Kot To OevTEPO
avéavovtag Tt moAvmAokdTTa Tov TEpdpatog. H petdfoon and 1o éva otddo oto dArO

yiveton avtdpoTa omd 10 cHOTUA XOPIg va VITAPEEL KATO10G KEVOG XPOVOG EVOLAUETAL.
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Laser Irradiation

Eixova 50 Tpiodidorarny Ametovian tov oovoéauov PLA - Alovpuvoyapto — Ivodi .

INo «éBe otddo ¢ dadikaciog Tpémel va ypnoiponombel Kot S1popeTikd TPOPiA
TOPOUETPOV, TO TPDOTO TPOPIA TEePE)EL TIg pvbuioelg Tov cvotiuartog laser mov eivat
KATOAANAES Yo TN GLYKOAANOT) TOV YLOALOD pPE TO OAOVUIVIO EVAD GTO OEVLTEPO TPOPIA Ot
pLOUicELS SOHOPPOVOVTUL £TGL DGTE 1 EVEPYELN TNG OEGUNG VO LETAPEPOEL LEG® ay®YNG GTO
PLA kot va tpokaAécel Tomikt) TEN TOV TAAGTIKOD 6T 10 0pOp] GAPMONG KOl KATH GUVETELL
SPpoyn TG LETAAMKNG EMUPEVELNG.

Amd T0 oTOLYEID TOV TTOPEYEL O KATOGKEVAGTHG TOL TAACTIKOD VIILOTOG 1) Beppokpacio
™méng eivon 245 °C £ 10 °C ko 1 Ogppokpacio yardpwong Vicat 103 °C. H Ogpuokpaocia
Vicat eivan 1 Oeppokpacio otny omoio o, ferdva. pe eninedn keparn eloywpei o€ fdOoc 1 mm
oto ogtypo vd goptio 10 N v 50 N. H Bgpuoxpacio avt ivar mold kovtd ot Tg evod
oyetiovrot petald toug. [a va éxovpe kadn dtafpoyn e petaAkng empavetlag omd to PLA
Ba mpémel To VAKO vo pevotomomnBel Tomikd, cvuvendg N Bepuoxpacio vo gival oto onueio
méemc.

Awdikaoio Xvykorinong
H yeopetpwn ddtaén tov vAkov arnewoviCeton oy gwoéva 48. Ipota kabapilovue to
delypoto pe pebavorn kol ta oteyvavovue, Emetta torobetovpe 1o mhokido and PLA ot
ONKN TOL GEIKTNPA GTN CLVEXEWNL IO GTPMOT OO OAOLUIVOYOPTO Kol TEAOG TO YLAALVO
TAoKi010. To AAOLUIVOXOPTO EIGAYETAL GTO GOIKTIPO. LLE TN LLOT EMLPAVELD VO gfvar ekTeBeLévN

oV akTvoPoria Kot Tn yvoAlotepn o€ emagn pe to PLA, n pat emedvela £xel HeyaAvTtepo
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OUVTEAECTN AmOPPOPNONG TNG OKTWWOPOAING €VA 1 YLOAIGTEPT YOUNAOTEPT TPOYVLTNTO
BeAtiovovtog £tol v Bepukn emaen pe to PLA. H emopdvelo tov mlakidiov and PLA sivon
eMIMEd KoL AVAAOYNG TOLWOTNTOG TNG YLAAMVNG EMPAVELNG OEOOUEVOL OTL 1 TPLEOLACTATY
EKTOTOON TOVG EYEL Yivel EMAV® o€ YLoAl. LTn cuvéreln ot 18ieg dladikacieg eoticong g
OEGUNG OTNV UETOAAIKT ETPAVELN TOV OAOLLIVOYOPTOV Kol EVOVYPAUIOTC TOV SEIYUATOC GTO
KEVTIPO TOV TESIOV GAPWONG aKkoAOLONONKE Kot £dM OTWG 6TO SETYILATO AAOV VIOV — YVLOALOD.

To meplypoppo Tov oynuatog mov emAéynke givar opBoydVIo e GTPOYYVLAEUEVES
yovieg Stactdcsnv 12x4 mm? kot potifo yéuong mapdAiniov ypappdv. o 1o TpdTo 6Tddo
™m¢ ovykOAAnong emhéxOnke Fill Spacing 0.1 mm evod yia to dgdtepo 0.2 mm. Tty emhoyn
avth Tov Fill Spacing Aappavovtor vdyy Ko 01 VITOAOITEG TAPAUETPOL OTIWS Eivar 1) ToVTNTOL

oOpmOOoNG KoL 1 10Y0G.

Welding Pattern 1 (Glass - Al Foil) Welding Pattern 2 (Al Foil - PLA)
Dimensions: 12x4 mm? Dimensions: 12x4 mm?

Fill Spacing: 0.1 mm Fill Spacing: 0.2 mm

Passes: 2 Passes: 2

IHivoxog T Tepiypoyua ko 0100taoels tov potifov cvykoiinong twv covééouwv PLA - Alovuivoyapto — Ivodi.

To mpogik mapopétpov yi ™ CLYKOAANGCT OPYIKA TOL OAOLUIVOXOPTOV HE TO YVLOAL
Stpopeddnke pe Baon Tic cuVONKES GLYKOAANGNG TOV GLVOEGLMV YUAALOD — OAOVUIVIOV TTOV
TpaypaToroOnkav Tponyovuéveg. To mhyog Tov adovpvoyaptov eivar poig 200 pm ko n
dteiodvon g 0éoung dev BEAove va Eemepva aTO TO YOG, Y10l TO AOYO aVTO 1 LEGT 16KV
ueiddnke oto 60 % (12 W). Exniong, n todnto cvénonke evod 1 cuyvotnto mapépeve ota 40
kHz. T cvvéyeia £yve diepedvnomn Kot kKaboptopudc TV TOPUPETPOV Y10 TH GUYKOAANGY TOV
PLA pe 1o ahovpvoyapto. Ztn PipAloypoeio n mAcioyneio TV TEPOUOTIKOV EPEVVOV LE
OVTIKEILEVO TOVG OULYKOAANTOUG GUVOEGUOLG HE TOVAQYIOTOV €va DAIKO vo  glval
Oeppromlootikd mpaypatomromOnKay pe ypion cvotnuatov laser cuveyovg ekmounrg (CW)
[15][16][17][18][19]. H ekmoumn TETO10V TOTOV TOPEYEL LLO TAPOYN EVEPYELNS GLVEYOVG POTG
KoL YOUNANG £VTOONG OTNV OKTIVOPOAOLLEVN EMPAVELN OT|UIOVPYDVTOS OLOIOLOPOT BEpLLaVo
KATA UNnKog tNg owdpoung capmwons. Tnv embouunt) avt GLUTEPLPOPA UTOPOVUE VO TN

TPOGEYYIGOLUE HECM TNE TOAUKNG Aertovpyeiag Tov laser avédvovtog Tov KOKAO Agttovpyeiog

Tuquo Mnyovorldyov Kot Agpovaumnydv Mnyovikov 74




AutAwpoatikn Epyaocia ToAlag ArtdoTtoAog

(Duty Cycle) ka1 perwvovtag v £vtact g aktivofoiiac. Q¢ Duty Cycle opiletat to kKAdopo
LG TEPLOO0L OOV TO GVGTNLO, EIVOL EVEPYO KOl TPOKVTTEL OO TO YIVOUEVO TNG OLEPKELNG TOV
TOAROD UE TN ovyvotnTa emaviinyne. Xe évo CW laser n mocdmta avty 1oo0Ton e T

povada.
D=Txf (7)

Q¢ avaeopd yio. TNV AVIANGT TANPOPOPLDOV GYETIKA LE TNV apYIKN pLOUIOT TV GUVONK®OV
ypnoonomdnke n dnuocicvon twv Nunziante Paganoet et al. [35]. H cuykéAinon Aemtod
@OAAOL o6 PLA kat adovpvoyaptov wotdco og avtn tn pedétn tov Nunziante Paganoet et
al. [35] mpaypatorombnke pe ™ pnéBodo LTW kabiotdviog og empavelo amoppdenons avty
TOU OAOLLVOYAPTOV €V 1 déourn petadidetoar otov 6yko tov PLA. H Sadikasio avt
Booiotnke oe éva maApkd laser pye didpkela maiucdv 200 ns kot cvyvotra 20 kHz. Ot

TEPOUATIKEG LETPNOELG GLOYETIOTNKAY HEG® TOV Tapdyovta K Tov divetor and ) oyéon:
P
k=()*0 D/mm] @

Mg (g) : gvépyela ova LovAdaL UNKOVG

D : xdKhog Aettovpyeiog

[Ma ™ depedivion TV GuVOINKOV GLYKOAANGONG apyikd £yve dokun 5 dapopeTikdv
Tpoeid puOuicewv oto 1d10 detypa pe to 1010 potifo cdpwong mpokeévon va eetaotel N
Oepuikn] Kuplwg cvumepreopd tv LVAIKOV. EEetdloviag ot cuvéxsln autég TIC TEPLOYES
OLYKOAANGONG KOTOAYOVUE GTIG GUVONKEG TOL OMEOMGOV TO KOAAVTEPH OTOTEAEGUATO KoL
nepapatiiopacte pe Paon avtég. Kpurmpo a&roldynong g cvuykdAAnong o avtd o 6Tdd10
OV amoTeEAEL 1] AVTOY| TOL GLVOEGHOL OAAG 1| LopPOAOYia TG empdvelas. OTtmg mapatnpoiLe
otV ewova 51 e€antiog T evépyelag 1 Kot Tov ¥pdvov axTivoBOANomg mov emAEYONKaY Yia
Kémowo and ta TpoPid epeaviletal vrepBEPROVoN TOL TOAVUEPOVS, GE OVTEG TIG TEPLOYEG M

emupaveln etvar Evtova oKovpdypmun Kot pe peyain Bepuikd emnpealopevn {ovn.
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Welded Area . Overheated h

Ewcova 51 Aiepedvnon mopopetpwv ovykorinong oe deiyuoza PLA - Alovuivoyopto — Ivoli.

O1 cvvdvacpol Tov TPoeik Tov TPOKHTTOLY UETAPAAALOVTOG TIG TILEG TV TOPAUETPDV
etvar mapa morhol. T'a evkoria oV epunveia TV amotelecudtov gival TPOTILATEPO VO

HeTABAAAETOL L0 TAUPAUETPOC KADE POPE DOTE VAL YIVETOL OVTIANTTY 1] EXIOPACT] TNG.

Pulse Pulse Average Scan
Duration Frequency Power Speed
Al/Glass 40 80, 65, 60 1000, 800,
Profile 500, 400
200
PLA/AI 200, 150, 120, 80, 75, 60, | 100, 10, 5, 4,
Profile 100 40, 35, 30 3,2,15

Iivaxog 8 Zvvovaouol mapauétpwy mov digpeovibnranv.

Ytov mivaka 9 avaypdeoviar ot GuvONKeg TOL EOIvVETOL VO 0odidovV To KOADTEPO
Beppikd ko pnyavikd amotelécpota. O mapdyovtag K amd T oxéon 8 yu 10 mpoil
ovyKOANnong tov PLA pe 1o adovpvoyapto tpokdmtet K = 0,036 J/mm, yio tipég peyolvtepeg
amd oty Tapotnpeital vrepbiépuavon tov PLA v yioo pikpotepeg dev emapkel 1 pon g

evépyelog mote vo 1 Beppokpacio ot dtempdvela Ttov PLA pe 1o alovpivio va ¢tdcet 6to

onpeio Méemc.
Welding Parameters
Parameter Value
Materials PLA- Aluminium Foil - Glass
Pulse Duration (ns) 200 200
Average Power (Watt) 12 (60%) 6 (30 %)
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ToAlag Antéotolog

Pulse Frequency (kHz) 40 120
Pulse Energy (mJ) 0,3 0,05
Scan Speed (mm/s) 800 4
Passes 2 2
Fill Spacing (mm) 0.1 0.2

Pattern

Parallel Lines (4x12 mm?)

Hivaxog 9 Hopduetpor ovyxolinons PLA - Alovpuvoyapto — I'vali.

Tmv Ewoéva 52 Swoxpivetor 1 meployy ovykoAnong Swotdosov 4x12 mm2,

[Mopatnpodpe 6tL 6T0 €var delypa n TepLoyn oVTH va gitvar Eviova okovpdypmuUn AOY® NG

vrepBéppovong tov OBeppomAactikod kot TG Oapuyng aépiwv. Emiong pmopovue va

SLOKPIVOLLE TNV TOPAUOPP®GST TOV PVAAOVD OAOVLIVOYAPTOV YOP® OO TNV TEPLOYN CVTY VO

elvar mo évtovn oto delypa 1o omoio vepBepudvinike. Avtd pmopel va opeideton gite og

TOPAUEVOVOEG DepIKES TACELS €1TE OTNV TOPAUOPPOCT LEYAANG EMPAVELNG TOV TAAGTIKOD

Aoy® g TENG ™.

Welded Area

7 S & s
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Eixova 52 Xvyxolinuéva Asiyuozo PLA - Alovuivoyopto — I'voli.
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KEDOAAAIO VIII: MHXANIKOX XAPAKTHPIZEMOX TQN
XYNAEXMON

Ot obvoeouol dvo VAMKOV TTpEmeL va umopovv va, avtaneEEABovv oTig e€mTepikég
(QOPTICELG KOL VO LETAPEPOLV TIG OVVAUELS ATOd0TIKA. Mia amd TIC POPTIGELS TOV PTOpPEl va
TapoAaPovv GuYVE 01 GHVIECHOL TOTTOV EMKAAVYNG ivar 0 epeAkvopog 1 1 OATy. [ pikpég
TOPULOPPMOCELS KO Yodupd VAKA 0TS TO YVOAM UTOPOVUE VO VTTOOEGOVUE TG 01 TAGELS KATA
™ 01e00VVeN EOPTIONG TOL EPEAKLGLOV 1| TNG OATYNG elvarl KaTd TOAD LEYOAVTEPES A0 AVTEG
TOV OVOTTTUGGOVTOL Katd To mhyos. Emiong n @option omn meployn tng demeavelag sivot
STUNTIKY, UE TIC GLVOEOUEVES TAGKEG VO KATOTOVOUVTAL GE £eAKVGUO (1] OATYT) Ywpig va
Aoppavetor vIOYV M KOUTTIKY PO OV €vepyel oTal dikpa NG KOAANGONG Kot ennpedlel T0
Ta01Ko Tedio. Ady® g YoaunAng dvcBpavotdrag Kot TG yabvpdtntag Tov yvaiod sivat
dVCKOAO VO SOKIUOGTEL 1) GLUTEPIPOPA TOL GLVOECUOVL HE TN Olevépyeld NG OOKIUNG

EPEAKLG OV, KOOMOG 1] PG TOL YVAALOD BETEL TEYVIKA TPOPANLLOTAL.

I

Eixévo. 53 lcwuetpio Lap Joint

Ta Pacwodtepo and To TPOPANUOTO TOL YPEWGCTNKE VO AVIYLETMTIGTOVV KATO TNV OPYIKN
TPOGEYYION TOV TEPAUATOV OVTOYNG LE YPNOTM NG YEOUETPIKY O1dTaén mov PoiveTon 6TV
ewova 53 Ntav 1 Opadon Tov YLOAOD GTNV aPTAYN TG UNYXOVIAG OKOUN Kol UE TN XPNon
uetoAMkov embepdtov (tabs) kabog eniong kot  Opadon Tov 6To GKPO THG GLYKOAANGNG
AOY® TG KOUTTIKNG POTHG TOV OVOTTUGGETAL AO TNV EKKEVTPN pOpTIon. [Ipog enidivon avtov
TOV TPOPANUATOV 1 YEOUETPIO TOV GLVOEGLOL AALAEE Kot 1 LETPNOT) TNG SLOTUNTIKNG AVTOYNS
&ywe pe Baon to mpdétvmo ASTM D-4501. H avtoyn vroroyiletor amd T PEYIGTN SOTUNTIKY
dvvaun mTov pmopel v pEPEL 0 GVUVOECHOG EMKAAVYNG LOVOD eMBEUATOG PEXPL TNV OGTOYIN
TOV, OVIYHLEV OTNV EMLPAVELD GLYKOAANGTC.
P

t=Z [MPa]  (9)

Me P: dtopunkn dvvaun (N)
A: guPadd cvykdAAnong (mmd)
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H peBodoroyia tng eKTéALEONC TOV TEPAUATOS SIATUNONG TEPLYPAPETOL EVTOS TOL TPOTVTTOV,
cOpE®Va e To omolo Ta detypoto TorofetovvTal evidg £1KNG 1O106VGKEVNC. Oa TPENEL 3D
VoL O1EVKPIVIGTEL OTL GE AVTOV TOL TUTTOL TO TEIPALLO TPOGOOPILETAL 1] AVTOYN TNG CLYKOAANGONG

o€ O1dTunon Kot Oyl 1 BVTOYH TOL EVIOIOL GUVOEGHOV.

. ——

Eixova 54 ecwuetpio ovvoéouov emixdioyng katd ASTM D-4501

H 18106voKkevm amoteAeitat amd 10 KOPLO GO OTOL TOTOOETEITAL KOl GUYKPATEITOL TO
delypa kot amd to cvotnua didtunong. To cHotua dtdTunong olcbaivel viOg TOL GOUUTOG
MG 1O0CLOKEVNG Kol TapacLPEL 10 pKkpdtepo o€ péyeboc mhokioo. H ¢@dption mov
avanmTOGGETOL OTN GLYKOAANOT elvonl SotpunTiky] Kot €V ovTifEcel PE TN TPONYOLUEVN
YEQUETPIO TOL GLVOEGHOL OEV VITAPYEL 1| EMOPACT TNG KOUTTIKNG pOomnG. To unyovoroyikd
ox£010 TNG 1O106VGKELNG dev LITNPYOV S1ABEGIHA Kot Yo TO AOYO avTd £YVE d1AGTACIOAOYN O,

o016 1O¢ kot kataokevn g (BA. [TAPAPTHMA).

Eixovo 55 To poviédo CAD ¢ 1010600KE0HS O1GTUNCNHS KAl )] KATOOKEVT THG 06 avoleidwTo ydivfa
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To KoTOOKELOOTIKA GYXEO0 TOV HEADV TNG 1010CLOKEVNG £YIVOV GTO CYEOIOCTIKO TOKETO
Autodesk Fusion 360 kat otn cvvéyeia Tapadodnkav oto unyovovpyeio tov Ioavemotnuiov
[Motpdv 6mov Kot vAoTomOnkay pe VAIKS Kataokeuns avoleidmto ydAlvPa. H 0Mkn oto copa
¢ 18106v0KeVNC umopsi vo dexbei Selypata Sractdoenv émg 80x80x13 mm?® evé 1) om ot

Aemida Sidtunong eivon Saostdosov 30x30 mm?,

8.1 AnoteAéopata AoKLunG Aldtunong

Mo ovykpitikovg Aoyoldg koTaokevdoTnKav Ogtypoto cuvoécumv Alovpiviov —
IMva1ov ko PLA- Alovpuivoyaptov - T'vodiod cuykoAinpéva, pe KoAAd 6vo cuotatik®v Bison
Epoxy. H chvdeon t@v vAMK®V pe xpnoT GLYKOAANTIKYG ovsia arotedel o cupPotikn pébodo
Ko gtvar 1 Bdon oOykplong yo ™ véo TeXVIKN cuykoAAnong pe laser. H unyavn epelkucpon
nov ypnoonomdnke givar g etapiog HOUNSFIELD (H5K-W) pe tig dvo ke@dreg tng
unyovng vo gtvor torobetuéveg o oplovrtia dtdtaln ympic ondte va ennpedletl to Papog g
10100VOKEVNG TNV OAN Ttepapatikny dtadkacio. O pOUdS peTaTOTIONG TG KEQAANG ivatl O
EAAYIGTOC TTOV Umopel va TopExel 1 unyovn, 1.5 mm/min. Katd v tomobémon tov deiyporog
€VTOG NG 0106VCKELNG elvan amapaitnTo vo eheyyBel to delypa og tpog tn maparinAio Tov

TAEVPADV TOV LE TIG OVTIOTOLYES EMPAVEIES TTOV EPYETAL GE ETADT).

Ewcova 56 H unyavi) epelkoouod e avoptnuévy Ty 1010600KEDT O1GTUNONG KOl TO OOKIULO TOTOOETNUEVO.
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210 OloypApOTe TOV aKOAOVOOLY TaPOoLGLALOVTOL 01 KAUTOAES SLOTUNTIKNG OVUVOUNG
KOl LETATOMIONG TNG KIVOUUEVNG KEQPAANG. O LIOAOYIGUOC TNG MEYIOTNG OOTUNTIKNG TAOMG

éywve pe Baon v e€icmwon 9 Yo emedavela cuykdAAnonc ion ue A = 25x25 mm?2.

Shear Test (PLA -Glass Adhesive Bonded)
1200
1100
1000
900
800
700
600

500

—1,29 MPa

1,46 MPa

Load (N)

1,68 MPa

300
200

© La
0 !

0 0,2 0,4 0,6 0,8 1 1,2 1,4 1,6

Crosshead Displacement (mm)

Midypouuo & Aozuntikic Adbvoung — Metotomong ovovoéouwv PLA-Glass ue koo

Shear Test (AL -Glass Adhesive Bonded)

4500
4000
3500

3000
2500 A—

—6,1 MPa

Load (N)

2000

6,1 MPa

1500
———6,5 MPa

1000

500

0 0,2 0,4 0,6 0,8 1 1,2 14 1,6

Crosshead Displacement (mm)

Micypouuo 5 Arozuntinc Avvouns — Metaromions ovvoéouwv Al - Glass ue kélla.
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Material Combination Shear Stress Test
(Adhesive Joints) Mean Value (MPa) Standard Deviation (MPa)
PLA - Glass 1,44 0,17
Aluminum - Glass 6,23 0,23

Iivaxag 10 Méon Awazuntixiy Avioys twv covoéoumy e k0lla.

H 0w owdwocio dokiyung axoiovbnbnke Kot Yy TOLG GULUVOEGUOLG TOV
Kotookevdomkav pe tn péBodo tov laser. H dwtepdmro €0 wotdco Ppicketor otov
VTOAOYIOUO TNG EMPAVELNG GVYKOAANONG. H evepyn empdvetla yio 6o to potifa cuykOAANGNG
vroloyiletat TOAATA0GLALOVTAG TO GUVOAKO UNKOG TG S100POUNG GAPMOOTG LLE TO TTAYOG TMV
ypappov. H extipnon g emoedvewng €ywve pe m Ponbela onTikKov UIKPOGKOTIOL,
YPNOULOTOUDVTAG TNV EVOMUATOUEVT] KAILoKa, 6mov kB vodwaipeon avtictoryel og 10 um.
[Mopatnpodpe 6TL TO TAYOG TNG KAOE Ypouung otovg cuvdéopovg PLA — Alovpvoyapto -
IMvod elvan katd péco 6po D = 75 um (ewodva 57)kon | pétpnon oot emPefordbnke pe 5
detypata 0mov Ppébnie o OAa T0 ThY0og va ivat To 1010 pe o pikpn PEPara dtakdpaven. To
obvoro TV ypouudv gtvar N = 36 pe pnkog L = 12 mm n kd0e pio. H cuvoAiikn emodveio
ovvendS vtoloyileTon amd :

Appa=L*N=*D (10)
Apps = 12mm x 36 % 0,075 mm = 32,40 mm?

3

YR T

Ewcova 57 Hopatipnon e meproyc ovykorinons PLA-Al Foil -Glass pe ortixo puxpooromnio.
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Avrtiotoyo vroloyileton Ko M EMPAVEIDL GUYKOAANONG Y10 TOVG GLVOESHOVS Alovpuviov-
I'vodov pe ) pnon Tov OTTIKOV HKPOGKOTIOV. Apyiké LETPATOL TO TThXOS TOV YPULU®DV TOV
aroptilovv To TAEYUA Kot 6T GUVEXELD VTTOAOYILETAL TO GUVOMKO PNKOC TOV YPOUUDV TOL
TAEYHOTOG HEC® TOV Aoyiopikoy Image J. Onmwg Kot mponyovpuévmg, apyika £ytvay LETPNOELS
pe tn Pondeia g evompdtwons kKApoKag Tov pkpookoniov kot Bpédnke yio to KGO detypa
dpopetikd mhyoc ypouung D, emiong amd 10 AOYIGUIKO EKTHATOL TO OAIKO UNKOG TMOV
ypopuudv L = 960 mm (yw Fill Spacing = 0.2 mm), enedn ootdéco 1 amdkAion petac&d tov
LETPNOEWMV Elval ONUAVTIKY DTOAOYILETAL 1) EVEPYT] EMPAVELD. GVYKOAANGNG TOL KAOE SOKILOV

pepovopéva amd v akoAovdn oyéon :

Ay =L*D mm?

Ewcéva 58 Hapatipnon e meproyiic ovykonang Al-Glass ue ontixé puxpookonio.
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) Welded Surface | Shear Strengh
Sample | Max Shear Force Line Width (um)
(mm?) (MPa)
1 1223 35 33,6 36,40
2 1176 35 33,6 27,22
3 983 35 33,6 22,75
4 954 30 28,8 33,12
5 848 30 28,8 29,44

Hivaxag 11 Opyavetikog Hivaxag Aroteleoudrwv Al-Glass

"Entetta amd Tov VTOAOYIGUO TOV EVEPYADV EMPAVELOV CLYKOAANONG He Laser yia ta deiypato

PLA- Alovpwvoyapto — 'vail koaw Adovpivio — IMvod ypnotpomoodpe ) oxéon 9 yu v

g0peoN ™G LEYLOTNG STUNTIKNG TTPLV TV 0GTOY 10 TOV GLVOEGOV. ZTO EMOUEVO O10YPELLLLLOTOL

TapoTifevTal ot KOUTOAES SIOTUNTIKNG OUVOUNG KOl LETATOMIONG TNG KIVOOUEVNG KEQPAANG,.

360

320

280

240

200

Load (N)

160

120

80

40

Shear Test (PLA-AIl Foil-Glass Laser Welded )

0,1 0,2

0,3 0,4 0,5 0,6

Crosshead Displacement (mm)

0,7 0,8

9,63 MPa
9,90 MPa
~———9,76 MPa
——9,03 MPa
—9,56 MPa

0,9

Aicypapua 6 Arozunrirne Avvouns — Metaromions ovvoéouwv PLA- Al Foil -Glass ue Laser
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Shear Test (Al - Glass Laser Welded)

1350
1200
1050
900 A
— —— 36,40 MPa
Z 750
o ——35,00 MPa
©
g 600 29,26 MPa
450 ——33,13 MPa
300 33,59 MPa
150 /
I st
g ————
0 0,1 0,2 0,3 0,4 0,5 0,6 0,7 0,8
Crosshead Displacement (mm)
Aicypopuo T Arazunriric Avvouns — Metatomons ovvoéouwv Al - Glass ue Laser
Material Combination Shear Stress Test
(Laser Joints) Mean Value (MPa) Standard Deviation (MPa)
PLA-AI Foil — Glass
9,57 0,33
(5 Samples)
Aluminium — Glass
32,80 2,91
(5 Samples)

Hivoxog 12 Méon Aiazunuixn Avioyn twv ovvééouwmy ue Laser.
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8.2 Ztatilotik) MeAEtn TtnG AvIoxnG TwV ZUVOECHWV

Katd m @option evéc ywabupod vAkov, émmg givorl yio Tapddetypo to yooAd, ivot
TOavov M actoyion vo cuuPel TPV TNV AVOUEVOUEVT] AVTOYT TPOKOAMVTOS L] OVOLEVOUEVT
BAGPN oV KoTookevn pog. YTApYEL GLVERMG éva picko To omoio mpémet va AapuPdvetan
VIOYV Katd ToV oxedlacpHd pe yabvpd LAKG GOTE Vo PPIOKOUOCTE GTNY AGQPOAN TEPLOYN
Aertovpyeiag 1 va yvopilovpe Tovddyiotov v mhoavotnta actoyioc. H cvumepipopd ovtn
opeidetarl otV Hopén ATEAEIDOV Kol MKPOPOYUAOV 6TOV OYKO TovG. Ot meployéc avtég elval
kot to mlavd onpeio Evapéng Tov peoyLodv Kabd speavifovtol PeEYAAES CLUYKEVIPAOGCELS
TAGEWV. ZTO OAKILO DAIKA 1] GOUTEPLPOPE 0V TH OEV EIVOL CNULOVTIKY] dLOTL EXOVLE AVOKOVOLION
TOV TAGEWV OTIC TEPLOYES OVTEG LEGH TOV UNYOVIGHOD TAAGTIKNG dppons Tov viwkov. H
dwdkacio onpovpyiog Tov cuvdéopmy pe ) ypnon Laser swodyel atéleeg 6to dyKo tov
YVaA00 ennpedlovTog PLe GTOXOGTIKO TPOTO TV 0vToyn Tovg. [ 10 Adyo avtd ivar avaykaio
1 GTATIGTIKY] AVAALGT AVTOYNG.

H ototiotikn avdlvon emniPioong (survival analysis) Paciletoar ot pébodo mov
avokdivye o Loundog punyovikog Weibull. O id10¢ kabopioe v mbavotnta enPioong Py (o)
®G TO KAAGHO TAVOUOLOTUTTOV dELYHATOV, To Kabéva pe dyko V,, Ta onola emiPidvovy népav

™G POPTIONG T EVOC TEWPAUATOS AVTOYXNG KO STVETOL AITd TN GYEON

Ro) = exp[- (2)"1 ()

Omov g, kot M gival otabepés. Lt nepintwon mov BEétovpe o = gy ot oxéon 11 Bpiokovpe
P;(0) = 1/e , omdte g, givar  tdon otnv omoio emPuvvel o 37% (1/€) twv doxipiov. H
otafepd m (Weibull modulus) pavepmvel mdco ypiyopa peidvetar n avtoyn tinoidlovtag mv
09, 060 KpOTEPN M TN TG M TOGO 7o UEYAAN M SlKOUOVOT OTIS TIEG TG avToyns. O
TPOGOIOPIGHOG TV dVO oTafepdV 0y Ko M yivetar uéom tov daypdupotog tov In(In(1/Ps))
GLVOPTAHGEL TOV PLGIKOL AoydpBuov g tdong, In(c). H popen tov dtorypappotog mpokvmtet

ypapovtag T oxéon 11 oty axdiovdn popen

In (ln (i)) =mlin(oc) —min(a0) (12)

Ps

Kabog yvopiCovpe povo éva mANn0og mEPAUATIKOV TIUOV, YPNOUOTOOVUE TN HEB0OO

EAYIOTOV TETPAYDOVOV Y10, TNV EVPECT TNG €LOEiG OV TOPLALEL KOALTEPA GTAL dEdOUEVA LLAG.
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A6 T0VG cvvTeAEoTEC NG e&lomong g evbeiog avthg Ppiokovpe ot GVVEYELD TIC OTAOEPES
pag. H avaivon yiveton yio ta detypota mov cvykoAAnOnkav pe to Laser. I'ia tov mpwro
oLVOVAGHO VAIKGV (chovpivio, yvaii) ypnowomomOnkoy 20 deiypato eved yio To d€0TEPO

ovvovaoud (PLA, arovpvoyapto, yoail) 17 deiyparoa.

Weibull Plot (Al-Glass)

2
®
0 e 9
= 15 2 2,5 § 3,5
g -8
=1 o
= o .o
=] o
2 o . -
e y =2,248x-7,1776
3 - e R?=0,9705
®
-4
In(o) MPa

Aaypauua 8 Weibull Plot twv ovvdéouwv Al — Glass (Linear Fitting).

Weibull Plot (PLA-AIl Foil-Glass)

In(In(1/Ps))

ot
.

3 ) y =2,5032x - 5,2521
R?=0,9282

In(c) MPa

Midypauuo. 9 Weibull Plot twv ovvdéouwv PLA- Al Foil — Glass (Linear Fitting).
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[Tapatnpodpue 0T oYedd6V OA0. Ta onueia Tov dypdpupatog, to omoio omekoviCovv ta
TEPOUATIKA Ogdopéva, Ppiokovial 6e TOAD KOVTivi) amdotacr amd tnv gubeio Kou o
cuvtereotic R? mAnctélet ) povada, s181KE 1oL TV TEPIMTMOON TOV GVVIEGU®Y AAOVUIVIOL -
Ivodiov. H mpocappoyn Aoumdv TV JE00UEVOV GTNV YPUPIKN TOPACTOCT TNG YPOUUIKNAG

eElomong g evbeiog etvor omodexTy.

Weibull Distribution of Failure Stress (Al-Glass)

0,9 m = 2,248

0,8 co= 24,35 MPa

0,7
0,6

0,5

Ps(o)

0,4
0,3
0,2

0,1 ®

)
1 4 7 10 13 16 19 22 25 28 31 34 37 40
Shear Stress (MPa)

Awaypapuo 10 Weibull Distribution zwv sovééouwv Al — Glass.

Weibull Distribution of Failure Stress (PLA - Al Foil - Glass)

0,9 m = 2,03
08 © 60 = 8,15 MPa

0,7
0,6

0,5

Ps(o)

0,4
03
0.2

0,1

1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
Shear Stress (MPa)

Migypauuo 11 Weibull Distribution zewv sovééouwv PLA - Al — Glass.
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Baoetl tov daypappdtov Weibull eivon epiktd va eEdyovue v mbavotnto enifioong tov
GLVOEGOL LTTO TNV SLUTUNTIKT POPTIOT) TOL TPOKELTOL VO ToPaAAPeL. o Tapaderypa yio Toug
ouvdéspovg Alovpviov- 'vaiiov 1 wBavoTTa emPinong datuntikdv tdoswv 14,5 MPa
etvar 80% ka yio Tovg cuvoéspovg PLA- Alovpuvdyapto- I'vokd éxovv avtictorya mbavotnta

80% va avté&ovv @option 4,5 MPa evd m tdon 6o oty onoia enPiovel to 37% (1/€) tov

dokiwv givon 24,35 MPa ko 8,15 MPa avtictoyo.
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KEDAAAIO IX: ZXOATAXZMOX TQN AITIOTEAEEMATQON

Ot ovykoAAntoi ovvdoecpolr pe ypnorn Laser oeaivetor va amodidovv avénuévn
SLOTUNTIKT OVTOYN O€ GUYKPION LE TOLG AVTIGTOLY0VG GLVOESHOVS KOALNG. Ta amotelécpata
TOV OOKIUMV 0VTOYNG Y10 TOVG GLVOEGHOVG Laser ivon o tepdotio Babuo PeAtiouéva pe v
avtoyn va av&avetor katd 426 % yuo toug dokipa Adovpiviov - M'vodod kot 565 % yuo ta
doxkyo PLA — T'vadiov. Avapeiopnmta Aotdv n véa teyvikny obvdeong pe T ypnon Laser
elval oNUOVTIKE Omod0TIKOTEPN Kol HE TPOOMTIKEG YPNoNng otn Popnyoavia ybpn otnv
apecoHTNTA, EVEMELN KO TOLOTNTA TWV GUVOEGUMY TOL OVVOTAL VO TPOGPEPEL. LToV Tivaka 13

Kot to dudypappe 12 mtapovoidlovial Ta ev AGY® GUYKPITIKG OTOTEAEGILATOL.

Average Shear Strength
Material Combination ‘ Adhesive Bonded Joints  Laser Assisted Joints  Strength Increment
Aluminum - Glass ‘ 6,23 MPa 32,8 MPa 426,5 %

PLA - Glass ‘ 1,44 MPa 9,57 MPa 564,6 %

Hivaxog 13 Xvyrpitikog Iivokxog amotedeoudrwy ovioyng yia. g 0vo uedodovg ovykoiinong

Adhesive Bonded Vs Laser Welded

40
38 = Al/Glass Adhesive
35 T = Al/Glass Laser
—_— = PLA/Glass Adhesive
30 —
= PLA/Glass Laser
g
s 25
=
L
S 20
&
© 15
]
<
» 10 9,57
6,23 R
5 T
1,445
0 S N

Aidypopo 12 Zoykpitio daypoiio the avioyns twv oovoEouwy ue ) ypHon koliag xor Laser
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IMa v KoAvTEPT KOTOVONGN TOV UNYXAVICUOD GUVOESNC TV VMK®OV HETAED TOVS, O
omoilog TPOoPEPEL TOGO VYNAY AVTOYY, TAPOTNPOVUE TIG TEPLOYES CLYKOAANGONG LE OMTIKO
HiKpookoOmo. Onwg £xovpe NON AVOQEPEL GE TPONYOLUEVT] EVOTNTA TO YLOA €ival Slopaveg
Y1 uiKog kopotog 1064 nm kot 1 £vracn g aktivoBoliog Ipeak = 314 MW/cm? Sev mpokoe
TNV OMTIKY OIAEKTPIKY| KaTdppevomn Tov Kabag etvar ta&etg peyébovg pikpdtepn omd avtn mov
omotteiton (102 W/em? ~10 W/cm?) [21], n omoppdenon Guvemde e akTivoforiog
ovpPaivel TNV ETPAVELL TOV HETAAAOV UE Ypoppukd tpomo. ['a tovg maipuovg nanosecond n
Jupkela Tovg elvar katd ToAD peyohdtepn and 10 pLOUd YHENG TOV NAEKTPOVIOV 0 0moi0g
giva otn ypovikn KAipaka tov 1 picosecond, £16t to dleyeppévo NAEKTPOVIO LETASISOVY TNV
EVEPYELDL TOVG OTO KPLOTOAMKO TAEYUO KOTG TO EMAPKES OVTO YPovikd dwdotnud. H
ATTOPPOPOVUEVT) EVEPYELD TNG OEGUNG OPYLKG Oepaivel TNV ETPAVELN TPOGTTOONG GTO GNUELD
™ENG TOV PETAAAOD Kot 6T cLvelya otn Beppokpacio (Eoemc, atpoi Tov aiovuviov apyilovv
va gkAvovtal omd v empdvela pali pe otoryovidla nypévou HETAAAOD GTO XPOVIKO O1deTNud
petad 2 kot 5 ns émetta amd v TpdomTmon g aktvoPoriog oty empdvewn [37]. H
Oeppomra petadidetor kol 6To YVOA TPOKOADVTOC onuelakd v ™éEN Tov. Evidc g
KOWOTNTAG oL OMuovpyeital ot SEMPAvEIL TOV VO VAMK®OV Yivetol avAUeEn TV
TNYUATOV Kol Kot T otepeomoinon dnpovpyeitat  KOAANGN. Av vdpyel KevO HETAED TOVL
YOOAL0D KOl TOV UETAAAOL GTN TEPLOYN NG Olempdvelag 10te to Type poli pe atpovg

dpeLYOLY OO TNV KOAOTNTA TPOKOADVTOS QLPAIPEST) VALKOV.

KaAn Erogn Xarapn Enoaen

Ecova 59 a) Aeiyuo pe xoxn emopn petald twv ovo viikav f) Asiyuo pe koly exapn uetald tov ypaliod kot oo
adovpaviov y) Aetyuo (e yolopty EXopn oTIS CKOVPOYPWUES TEPLOYES.
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To detypa ¢ ekdvag 59 (o) eivorn Tapaderypo g Tepintwong 6mov PETAED TV dVO
EMUPOAVELDV VTLAPYEL KEVO, 1| GKOVPO AOYPMCT| GTNV TEPLOYT| TNG CLYKOAANONG amoTeAEl
Evoeldn SopVYNG APV O TNV KOLOTNTO TOV THYUOATOG. TNV d€0TEPT EIKOVA WGTOGO
TOPUTNPOVUE TOGO O AvOLYTOHYPOUN EivaL 1) TEPLOYT KAODS 1 UNXAVOVPYIKT KATEPYUTIO
otnv omoia £xel vToPANBel To TAUKIOO CAOLIVIOL TPOGEEPEL KAADTEPT EMTEOOTNTA KOl
GLVETAG TOAD KOAT TOTIKY| EXAPT] TOV VAIKOV, VO TPENEL EMioNG Vo onpewmbel mwg ta dvo
detypoto eiyov HEYAAN OOKAIGN OTNV UNYOVIKT 0VTOYN TOL GLUVOESOV. TNV €ikova 60 ()
SLoKpIveTOL EMAVEO GTNV EMLPAVELX TOL CAOVUIVIOL TO TAEYLA GUYKOAANGONG LE CKOVPO
PO, Ol YPOLUES EYOVV TAATOC TEPITOL 35 M. TG AWANKADGELS TOV OTovpyovVTOL KOTE
Vv aKTvoPOANGN 610 péETaAlo, PAERE eikOva 61, £xet yivel eloymdpnon tov yvoiov. Me
TEYVIKT TNG aopoTookomiag Raman wapéyetar n duvatdtnto KaAbtepng LEAETNG TNG
TEPLOYNG CLYKOAANONG KOl 1) ATOKTNGN UING TTLO OAOKANPOUEVNG EIKOVOS TOV AVTIOPACEMV
OV GLVOSEVOLV TN GLYKOAANGT, WGTOCO 1| LEAETT VTN EEMEPVA TOVG GKOTOVG TNG
noapovoag Smlwpatikig. o to detypa g ewovag 61 (o) €xet mpoyporomomOel
eoopatookomio Raman pe 1dwitepa eVOLOQEPOVTO OTOTEAEGLLOTO OVOPOPLKEL LLE TN TEPLOYN
OLYKOAANONG KAODC QaiveTot vo oynUotilovTol EKTETAUEVEG TEPLOYES VOVOKPVGTAAMTAOV
nopttiov Si, o amotédeopa ¢ avalvong eival dStubéoua ot dnuocicvon ‘P. Floropoulos,
V. Karoutsos, K. Tourlouki, G. Papanicolaou, and D. Alexandropoulos, “Glass-to-
Aluminum Joints Using Industrial Nanosecond IR Fiber Lasers, ” in Conference on Lasers
and Electro-Optics (2021), paper ATh2R.4, May 2021, p. ATh2R.4. doi: 10.1364/CLEO_AT.
2021.ATh2R.4.)".

Eixévo, 60 @) Eikévo. omd 10 0TTIKS PKPOCKOTIO GTNY ETXIPAVELY, GVYKOAANGHS TOD alovuiviov (Tdyog ypopudy
35 um) B) ) Eikéva omo 10 0TTIKG UKPOGKOTIO 0TV ETIPAVELD, OVYKOAANGHS TOD YOAALOD.
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Aluminium

Soda lime glass Aluminium

10 pm

50 um

Eixova 61 Eykapaoio tops) oty meproyn ovykolinong, to fabog digicovong eivar oyedov 30 um.

Avogopwcd pe tovg ovvdéopovs PLA — Alovpvoyapto — vl o pnyaviopdg
OLYKOAANGONG TOV OAOVLULVOYOPTOL HE TO YVLOAL givor 1010¢ ®OTOGO 1 GVUVIEST TOV
AAOLUIVOXOPTOL GTO BepuomhaoTikd mpaypoatonoteitor pe dwopopetikny pébodo. o
GLYKOAANGT TOV GLUVOLAGUOD CVTMOV TMOV TPIOV VOOV VAKAV YPTCLLOTOLOVVTOL dVO
TPOQIA TAPAUETPOV. ZE TPAOTO YPOVO KOl UE TO £VOL TPOPIA GLYKOALATAL TO AAOLUVOYOPTO
070 YVOAL EVD TaTOYpOova Tpobeppaiveton 1 empdveln cLYKOAANGONG ToL Beppromiactikov. H
TOOTNTO GLYKOAANONG TOL CAOLHIVOYOPTOL GTO YLOAM elval HEYOAN HE AmOTEAECUA T
Bepurokpacio 6To OepLOTAAGTIKO VAL UMV OVEPYETOL GTO onpeio TAEEMS TOV TAAGTIKOV. Mg 10
devtepo Tpoeik dia g pebddov Direct Laser Welding (DLW) n axtivoforio amoppopdtot
amd TN UETOAAIKY] EMPAVELD TOL CAOVUIVIOL KO TO HEYOADTEPO UEPOC TNG UETOTPEMETAL CE
Bepuomta, 1 OepuoTnTa HETAOIdETOL GTOV OYKOL TOV DAMKOV TayOTaTo XEpn 0T KaAn Oepikn
AyOYUOTNTO TOV LETAALOL KOt PTAVEL GTNV EMPAVELX TOV TAOGTIKOV. To TANGTIKO AldVeL Kot
SwPpéxet v emeaveld Tov oAovpvoyaptov. Eivor modd onpavtikd ce avtd 1o onueio va
TOVIOTEL TG EMPAVEIEG TOV OAOLLIVOYOPTOL Eival oyedOV Agleg e pKpn TpayhTNTO, WGTOGO
KOTA TV GLYKOAANGT] TOL OAOLLIVOYOPTOL GTO YVLOAL OEV TAPALOPPDVETAL LOVO 1] ETLPAVELDL
nov givol og emoen pe 10 YLoAM oAAG emmpedletal kot 1 devTeEPT, TOV givol Gg EMOEN UE TO
Oeppomractikd, AGY® TOL HIKPOD TAYOLG TOV  EVUAAOL OAOLUVIOL, OMUOLPYADVTOG
EMLPOVELNKES OVOUOAES Kol oMpeia ayKioTpmong Yo To TNYUEVO OEpLOTAACTIKO aEAVOVTOG

™ HUNYOVIKN TPOGELON £TGL OPUCTIKAL.

Tuquo Mnyovorldyov Kot Agpovaumnydv Mnyovikov 93




AutAwpoatikn Epyaocia ToAlag ArtdoTtoAog

e mmmuwmm\n\\m\\“n v
3 WY ST AT WRLSARN

Eixova 62 Ewcova tne meployng ovykOAINoHg 0mo T0 OTTIKO [IKPOGKOTLO 0TV ETLPAaveLo, Tov PLA

Kotd v actoyio Tov GLUVOEGHOV VIO TO SATUNTIKY GOPTIO TO AAOVUIVOXOPTO OTTOKOAAATOL
TUNUOTIKA €1TE OO TNV EMPAVELN TOV TAACTIKOV EITE AMO TNV EMPAVELD TOV YVOALOD YWPIg Vo
VILAPYEL KATO10 GLYKEKPIUEVO HOTIRO aotoyiog (idva 62). TOVS GUVIEGHOVG TTOL ATESMCOV
YOLNAT 0VTOYN 1) 00TOYI0 TOVG OQEIAOVTAY GTNV ATOKOAANGT TOV AAOV VIOV Ot TO TAAGTIKO
Ko Oyl 0O TO YOOAL.

Ymv ewova 63 mapatmpodue v OBepuikd emmpeacpévn Lovn (HAZ) n omoia eivon
oxeTikd pkpn Ko wepinov 0,4 mm mwepyeTpikd g cvykdAinong. H emoedvela tov PLA ot
Covn avtn dev eaivetar va €xet emnpeactel o peydlo Pabud ovte va €yl oAlolmbel mhpo ™
Oepukn evocOnoio tov PLA. EmmAéov amd T pop@oAoyion TNng mMEPLOYNG TOL EYEL
ovykoAAN OBl yivetal avTIAnmTd Tmg 1 ddyvon g BepUOTNTOS TEPLOPICTNKE GE TOAD HKPO
BaBoc Aoy Ttng ypMyopng TOyVINTOG GOPMOONG KOl TNG OTEVELUEVNG BEpUOVONG TOL
emttuyydverar pe to Laser. Kaivtepn emainfevon avtg g mopatipnong o propovos va

yiver pe ) Pondeta pog eykdpoiog Toung oty TEPLOYN QLTY.

Ewcova 63 H O¢prura Ennpeaouévy Zaovn otny empavero tov PLA
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TENOG KOTA TNV KATOGKELT TV GLUVOEGUMOV TPOKELUEVOD VO OVTIANQOOVLLE TNV EMIOPACT| TTOV
EMPEPEL M VTTOPEN VYPOGIONG GTN GVYKOAANGIUOTNTO TOV OEPUOTAACTIKOV TAUKIOI®MV KATO10,
amd ovtd Enpdvonkov mpwvy TV dwdikacio TG cvykdAAnong. To omotéhespo MTav 1

STUNTIKY avTOY] TOV SEIYUATOV aVTOV va pewwbdet katd 80-85 % .

Laser beam

Plastic )

{}Heat transfer High vapor pressure

due to rapid expansion
Metal
Molten area

Plastic Heat transfe
Metal M Bubble Bubble

.[L Laser heated zone (Higher magnification)

Laser beam

Eixova 64 Xyeoidypouua tne diadikacios Oepuovons kot ovykoiinons mhaotikod kot uetaAlov.[38].

Yopeova pe ) rpaoypaeio (Hopmann et al., 2014) 1o 1060616 TePIEKTIKOTNTOC GE VYPOTia
0T0 VAMKO ovoyetileton pe v avdmtuén euooiidov aépiwv xoatd 1t 0€ppavorn Tov
TOAVUEPOVS. O GYNUOTIGUOS PUGOAId®V aEpa TN JEMLPAVELD Eivarl KUPIWS EMBLUNTOG KOOMG
n avénon g micong Ponda o dwPpoyr| Tov PETAAAOV amd TO AMOUEVO TAOCTIKO Kol TOV
oynuatiopd decpav. Qotd60o, N VTapEN TOAADGY PLCAAId®Y LEYAAOV OYKOL AEITOLPYOVV MG
ATEAELEC PLELDVOVTOG TV UNYAVIKT avToyn Tov cuvdéouov [39]. Zta dokipa Tov eiyav vrootel
ENPOVOT TAPAUTPNCAUE TEPAGTIO TTAOGT GTNV OVTOYY], LE TO CAOVUIVIO VO OTOKOAAATOL OTTO
T0 TAAGTIKO, BAGILO EIVOL GUVETMG TO GLUTEPAGLO TMG GTO, SOKIHO OVTE deV avamTuyOnKay
QLOOAIDES aEPLOV GTNV OEMPAVELD. KATL OV EMEVEPYNOE OTNV Ao OPpoyn G

LETAAMKNG EMUPAVELOG.
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XYMIIEPAXMATA

H ypnon ¢ texyvoroylag Laser oaivetal vo TpooQEpel VEEC MPOONTIKEG OTN
oLYKOAANON HETAED OVOUOI®V VMKGOV OTtmg €ivar ta péTaALo, YoM kot To mhaotikd. H
Waitepn @von g aAAnAenidpaonc ¢ déoung laser pe v OAN TPOGEEPEL VEEG SUVOTOTNTEG
otV Pertion g GLYKOAANGNG VAMK®VY TOL UEXPL TPATIVOG YIVOTOV LLE GUYKOAANTIKES OLGIEG
Kol Unyovikd péca (KoyAleg, NAor). YAMKA S10popeTIKOV KAACEWV TEIVOUV VO avTIKOO1GTOOV
0AOEVOL KOl TEPICCOTEPO LOVOKOUUOTO TULOTO EAOPPDY KOTACKEVMV AGY® TOV PBEATIGTOV
ATOTEAEGUOTOC, GLVOVALOVTOG TIG SLOPOPETIKES WOOTNTEG TOVG, INUIOVPYDVTOS £TGL OUMG TNV
avAyKn Y10 OMOTEAEGUOTIKY] KOl OMOOOTIKN) GLVOEON WETAED QUTOV TV TUNUATOV NG
kataokevns. Katd t Pifroypaeikn épguva cvykevipmnkoav minpogopieg OYeTkd Ue
UEAETEG TTOL QUPOPOVV GTH GLYKOAANGN GLVOETOV LAIKOV TOCO OepUOTAAGTIKNG OGO Ko
BeprockAnpovopevng untpag, BEPUOTAACTIKOV VD EMTPOCHETA TAPOVCIACTNKAY UEAETEC
OLYKOAANGNG YVOALOD-YVOAOD Kol Yoodoy pe pétaddo pe  modukd laser g taéng
Nanosecond kot Picosecond. Ta oOvOeta vAKE, OepromTAaoTIKNG TOAVUEPIKNG UATPASG OTIMG
eldape etvor oyetikd €0koAo va cLYKOAANB0OV pe aAAd Beppomiactikd 1 pe PETOAAL TOL
£XOVV VTOOTEL KATOAANAN EMPOVELIOKT] KATEPYAGTO, OVOTTOGGOVTOG IGYVPN UNYOVIKT 0VTOYT,
®0TOG0 Ogv EVTOMIGTNKAY ONUOGLEVUEVES avaQOPES UeAETNG amevBeiog GVYKOAANONG
TOAVUEPOVG HE YVLOAM TP HOVO 1 cLYKOAANON HeTAED aVTOV HE TN ¥PNON EVOLIUEGOV
oTp®UATOS PETAAALOL. Ocwv apopd oto chvOeTo vAKA OepLocKANPLVOLEVNC UNTPOG Elvare
advvaTov va cLYKoAAN 00OV e yprion Oeprikdv pebddwv dmwe eivor 1 cuykOAANon ue laser
kaBdg dev Trovtal. H dwdwacia mov epappoletar oe avty ) mepintmon sivor n ypnon
evoldipeons otpdong Beppomiactikod @OAALOL TOo omoio gite €xel evompatwbel kotd TOV
TOAVUEPIGUO TOV BEPUOGKANPUVOUEVOL GTNV ETIPAVELD EITE 1) EMLPAVEINKT KOTEPYAGIO TOV
TOAVUEPIGUEVOL TAACTIKOD (DGTE TO EVOIIUECO PUAAO BepUOTANGTIKOD Vo ayKupwOel otV
empdveln 6tav tokel kot otepegomon el Eava. Katavodvtag kot Aappdvovtag vmoyty 6o to
otoyyel mov peietOnkov Paivovpe o010 CLUTEPOCUN TOG 1N GLYKOAANGOM YL TO
OeprooKAnpovopeva TOAVUEPY] HE YVOAL y®pig T YpNon evoldueons OeplomAaCTIKNG M
UETOAAIKNG OTPAOONG o JlEMPaveLn elval iowg amiBavn. H ‘evoopdtwon’ g evolapueong
OTPAOCNG OTNV eMPAvELN Pmopel va, YIvEL KOTA TOV TOAVUEPIGUO TOL OEPLOGKANPLVOLEVOL
omw¢ avapépetal oto apbpo pe titho ‘Co-curing of thermoset composites on metal structures
with reduced cycle times for high-volume car applications’ (Thomas et al., 2020) [26] ka1 oTtnVv

avaeopd [19] eite av mpdkertor yio OeploTAOGTIKN EVOIOUEST] GTPAOGCT OPKEL 1 ETUPOVELNKN
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TpAyvvon Tov OegpupomAacTikoy kol M Tomofétnon g BeppomAacTiKnG HeUPPAvVNG ot
Stemeavelo. AEOTOUDVTOG OTN] GUVEXELNL TO. GTOUYEID TV ONUOGIEVUEVOV EPELVAOV KOl TO
JraBéoipo e£0mAIGUO TOV EPYOCTNPLO KPIOTKE CKOTILO GTI TEPALATIKT LEAETN Vo diepevvn el
N dvvatdmra cuyKOAANoNG Yvaiov tomov Extra Clear pe Alovpivio kabmg kot pe PLA. To
PLA emiléyOnke pe Poacikd Kprtnpld tnv KovoTnTo TOL VO OTOTEAEGEL UNTPOL Yo, TANODpa
oLVOETOV DAIKOV, TNV gupeia Kot avEavopévn xpnon Tov o Plodlacmt®UeVo VAIKO aAAd Kot
™ dvvatotnta dStopdpemong tov pe 3D extvrnot) (Fused Deposition Model). Ot chvdeoot
Alovpviov - T'vaiiov cuykoAlnOnkav pe to poviédo LTW amoeépovtag péon avtoyn 32,8
MPa. I'a tovg cuvdéospovg PLA — T'vaAob avaykaio kpiOnke n evOlGuesn oTpdon amd GUALO
alovpviov (ahovpvoyopto). To ahovpivio CUYKOAAATOL TPATO GTO YVUAL KO GTY| GUVEYELL
pe ™ pébodo LDW oto Oeppomraoticd. Ta mAakidia Kot Tov TpLdv DVAK®OV deV £(0VV VTOOTEL
Kamolo €101KN Katepyaoio Tpdyvvone N Aelavong kabiotoviog T dwodikacio €16l To
OLKOVOLLKY] Kot Yp1yopT. 26TOG0 10 KAEWL Y10 TV €MITELEN IGYLVPOV GUVOEGUMOV TEPA OO
TNV EMA0YN KATAAANA®V TOPAUETP®V GUYKOAANGONG givol 1 €£00OAAON KOANG EMAPNS TOV
VMKAOV Kot 1 €£00QAAON TOV HIKPOTEPOL duvatoy keEvoy otn dempdvelo. H péon avtoym
aVTAOV TOV GVVOESUOV aviABe ota 9,57 MPa, kot yio Tovg VO GVVIVAGHOVG VAIKOV 1 HEOT
avroyn] vmepPaiver katd 400 — 550% avtig tov cvvdéouwv pe kOAAA. Me kaAvtepn
BeAtioTonoinomn twv mapapétpmv Oa propodce icmg n avtoyn va avéndel tepattépm, avtod Oa
NTav QIKTO UE TN HOVTEAOTOINOT) TG O1UOIKAGING GLYKOAANONG KO TMV PLGIKMV PULVOUEVOV
mov ovuPaivovv. H povrehomoinom pe memepacuéva otoryeio umopel vo amotedéost BEpa

LEALOVTIKTG LEAETTG.
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I[TAPAPTHMA

MnxavoAoyika ZxedLa tng I6loocuokeung AldTunong

PART QUANTITY | MATERIAL

BODY_1 1 17-4PH (stainless steel)
BODY_2 1 17-4PH (stainless steel)
BLADE 1 17-4PH (stainless steel)
BLADE JOINT 1 17-4PH (stainless steel)
BODY JOINT 1 17-4PH (stainless steel)
PLATE (3 mm) 1 17-4PH (stainless steel)
ALLEN BOLT M5- 0.8 x 30mm 10 Aluminium

ALLEN BOLT M4- 0.7 x 8mm 6 Aluminium

ALLEN BOLT M6- 1 x 30mm 10 Aluminium

TOGLE CLAMP GH10B 1

Tuiuoa Mnyovoloyov Kot Agpovavmnydv Mnyovikov 102




ToAlag ArtdoTtoAog

AutAwpoatikn Epyaocia

o

22+ 05

10+08

—

20205

70

AN AEN MNMPOZAIOPIZONTAIL -

ANOXEZ 0.1

40

3-26.2

18

Technical reference

(Created by

Tolias Apostolos 26/9/2020

Approved by

Document type

scale 1/2

Document shatus

m_mam Joint

DWGE Mo

Rev.  |Date ofiszue ‘Zhest

111

o

103

Tuiuoa Mnyovoloyov Kot Agpovavmnydv Mnyovikov




ToAlag ArtdoTtoAog

AutAwpoatikn Epyaocia

2 3 4 | 8 7 5
_
A
58.8=0s
|
i _
— _ _
(=] ! |
] g
1 B 10 x 45°
o~ n
T
c | 212>
o 1
- - 0 ]
| _ | o L
N ! T.9z02 N N
22 L
40
D
1 - Dept Technical reference Created by Approved by
AN AEN MPOZAIOPIZONTAI Tolias Apostolos 23/9/2020
Documens type Document shasus
ANOXET 0.1 12
F SHEAR BLADE
Rev. Daie of Issue Bheet
| 11
2 3 [ ] 7 _ ]

104

Tuiuoa Mnyovoloyov Kot Agpovavmnydv Mnyovikov




ToAlag ArtdoTtoAog

AutAwpoatikn Epyaocia

135
B5:08
72
76

16=05

&
18 //%We
109205 )
Dept. Tachnical refarsnce Crea=d by Approved oy

AN BENTIPOZHORIZONTAL Tolias Apostolos 23/9/2020

AMOKXEEZ 201 Document type Document status
scale 1: 2
Title: WG Mo,
BODY 1

Rev. Date of lssue Shest
171
2 3 5 6 7 [ 8

105

Tuiuoa Mnyovoloyov Kot Agpovavmnydv Mnyovikov




ToAlag ArtdoTtoAog

109205

n
]

1
B85+ 05

16205

ﬂ Bsos

AN AEN NMPOZAIOPIZONTAI -

ANOXEL =001

Technical referance

Created by

Tolias Apostolos 23/9/2020

Aporoved oy

Document fype

1:2

Document siatus

BODY 2

DWG Mo,

AutAwpoatikn Epyaocia

106

Tuiuoa Mnyovoloyov Kot Agpovavmnydv Mnyovikov




ToAlag ArtdoTtoAog

AutAwpoatikn Epyaocia

5.2:05

70

AN AEN MPOZAIOPIZONTAI :

ANOXEZ +0.1

A-A (1:1)
149 161  , 4
L
1 M T
= A ™
¢ !
g 8
& [
(018,
A
o 1 I
11
Diept. Techrical reference Created by Approved oy
Tolias Apostolos 26/9/2020
Document type Document sabus
scale 1:2
Title DWG Mo
BODY JOINT
Rev. Date of Issue Sheet

107

Tuiuoa Mnyovoloyov Kot Agpovavmnydv Mnyovikov




AutAwpoatikn Epyaocia

ToAlag ArtdoTtoAog

- m =] | @ =
|
T 375 (126 L 115
b=
=
S
>
m
2 ™~
I+
o
_| . ] ) |
o
i
[ ]
@ 3
3
g
:
— &
|
T NED
B | {5
@ il
w k
— 3 3
3 %
(8]
=
w
- N]
=]
[ ]
=
] g
5 = E -4
0, =
1§ :
;
=k
|
m m [w) | m bl
Tuiuoa Mnyovoloyov Kot Agpovavmnydv Mnyovikov 108




