KaTtepyaaieg

MéEBodolI dlapdpPpwong, ouvdeonc, ETTIPAVEIAKES

XapakTnpIoTIKA KATEPYAOiag:  UAIKO
oxnMa Kal uEyebog
EAQXIOTO TTAXOC dIATOUNG
avoyn Kai TpaxuTtnTa
OYKOG TTaPTidAC

KOOTOG

Katepyaaieg, UAIKO Kal oXua aAAnAeTIdpouv



1016TNTEC UAIKOU KOl oXNnua treplopidouv TNV
ETTIAOYI KATEPYAOIAC

OAxkipa o@upnAaTtouvTal, dlapop@WVoVTal JE EAaon ) CUPUATOTTOINON

YAIKG TTOU TRKOVTOI O€ NETPIEC BEPUOKPATIEC O€ XaunAoU ICwdOoUG uypa
MTTOPOUV vVa XuTeuBouv

NETTTEG DIATOUEG DIAUOPPWVOVTAI UE EAACN ) CUPMATOTTOINON
aAAG Ox1 e XUTEUON

KoiAa oxfuata 0gv diapop@wvovTal JE oQupnAATnon
aAAG ue xUTEUON N KAAOUTTWHA

H kaTtepyaoia eTnpeAadlel TIC 1010TNTEC

‘EAaon kai ogupnAatnan aAAalouv TNV oKANPOTATA TWV METAAAWYV
Kal euBuypaupifouv Ta EYKAEIOPATA AQUEAVOVTAC TNV AVTOXN Kal
TNV OAKINOTNTA

2.UVOETA ATTOKTOUV TIC IDIOTNTEC TOUG KATA TNV KATEPYATIa
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Alauoppwaon

XuTeuon — casting

| Metal
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Figure 5.1-2 Typical ingot structure. ]

Water
sprays

It is not our intention here to give a comprehensive —
survey of the forming processes listed in Fig. 5.1-1. This
would itself take up a whole book, and details can be
found in the many books on production technology. In-
stead, we look at the underlying principles, and relate
them to the characteristics of the materials that we are

dealing with.

Figure 5.1-3 Continuous casting.
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FiG. 9.4 Sand casting. Liquid metal is poured into a split sand mould.



Alauopeuwaon

XoTeuon pe erévouon (Xapévou Kepiou)
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X0Teuon pe paoka
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Alauopeuwaon

XuTeuon o€ unTpa — die casting
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Fconomic batch size RE—I,000K
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Alguopewon o€ kaAouTr — molding
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Fi1G. 9.8 Injection moulding. A granular polymer (or filled polymer) is heated,
compressed and sheared by a screw feeder, forcing it into the mould cavity.
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Alguopewaon o€ KAAOUTTI UE aEpa
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MnxavoupyIKEC KATEPYATIEC

Ta avTIKEiyeVa TTOU TTPOKEITAI VA UTTOOTOUV PNXAVOUPYIKA KATEPYQOia Oa TTPETTEN
Va ETTITPETTOUV EUKOAN OTEPEWON KAl VA £XOUV UWNAN CUUUETPIA

[MoAupuEPN: TTAPAPOPPWVOVTAI EAAOTIKA KATA TNV KATEQYATIA —
TTEPIOPITUEVN avoxn

Kepauika kal yuaAid: Tpoxifovral o€ upnAr avoxn (TNAEOKOTTIKA KATOTITPQ)
Alguopewon Aauapivag: TpUTTNUA, KAPWn, €KTaon
OT1r€C dev uTTOPOUV va TPUTTNBOoUV O€ OIAUETPO HIKPOTEPN ATTO TO TTAXOC

H eAdxioTn akTiva Kapywngs (d1auop@waoludtnta) gival yeyaAuTepn atrd 10 TTAXOG
Kal ekppaleTal o€ TTOANATTAACIO TOU TTAXOUG: 1-KAAO, 4-PETPIO

H diapop@waoipotnTa Kabopilel Ta TepIBwpIa Tou GUAAOU O€ EKTOON KAl
oupMPaTOTIOINON XWPEIC dnuioupyia Aaiuou kal acToyia (d1dypapua opiou
SIAUOPPWONG)
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KaTtepyaaiec ouvoeong

MnxavikEG duVANEIS (KOXAIEG, NAOI, OUVOETNPEG, “KOUNTTWMPATA”): KOIVEG VIO
METAAAQ (AIYOTEPO KOIVEG YIa oUVOETA)

QuoikEC duvApElC (OUYKOAANADTEIC): KUpiwe METOAAa (duvaTh Kal yia
BepUOTTAQOTIKA, YUAAIA KOI, O€ MIKPOTEPO BABUO, KEPAMIKA) — OXI METALU
OIA@POPETIKWYV KATNYOPIWV

XaAkoouykOAANon (brazing): dia@opeTIKA UAIKA, apKei va axnuati(ouv 10Xupoug
OEOMOUC UE TO UAIKO YOuwaons (aAAnAodidyxuon)

KaAdi (soldering): diaBpoxr], TPIXOEIONG por), ETTIPAVEIAKA TAON

XNUIKES OUVAMEIC (KOAAEG): DUVANEIGC ETTIPAVEIAKAG EAZNG — MEOW XNMIKAG
avTidopaong N HEow poPnong N didxuong (deuTePeUOVTEG DECOI)
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Figure 7.12  Joining operations. In adhesive bonding, a film of adhesive is applied to one surface, which




ETTQaveIakeEC KATEPYATIEC

Tpoxioua, yudAlopa: aucavouv Tnv akpiela oTig O1a0TACEIG KAl TRV OJAAOTNTA
TNG ETTIPAVEING

HAekTpatrdBeon: avriotaon otnv dIARpwonN Kal EKTPIRN

Avodegiwan, ETTIPWOPATWAN, ETTIXPWHATWON: AETTTI) OTPWON 0&EIdiou,
PWOPOPIKOU 1] XPWHIKOU AAATOG TTPOCTATEUEI OTTO dIGBPWOnN

OepuIkA KaTepyaaoia: yapavon kpapdtwy Al, Ti, Ni — Ba@ry xdAuBa
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Figure 7.13  Finishing processes to protect and enhance properties. In mechanical polishing, the
roughness of a surface is reduced, and its precision increased, by material removal using
finely ground abrasives. In electro-plating, metal is plated onto a conducting workpiece
by electro-deposition in a plating bath. In heat treatment, a surface layer of the workpiece
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