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TWV HETAAAIKWYV
UAIKWV



Alepyaciec Mop@oTtroinong

» XUTeuon(Casting)

» Kotrn} (Cutting)

e 2YNUATOTTOINCN(MNXOAVIKA)
(Forming)

* 2UVOECN(ZUYKOAANCEIG-
Mnxavikn) (Joining)



XUtevon Twv HETAAAWV

Mmnpout{ivo ayoApa tou Awa anod to Aptepioto 460 MNX
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Xutevon w¢ pEBodoc aro 5000-3000 BC...

Ot apyaiol ENAnveG
KaTookeUalav XAAKLVA oy AALOTO UE

’ B
Xuteuvon 450BC Iron works in early Europe,

e.g. cast iron cannons from
England circa 1543



Xuteuon : Nevikd oTolxEia
[TpwTtn YUTEUON: 5000-3000 T1T.X.
 ETTOX1 XOAKOU
ETTOX 210 pOUV,

*ETTOXN EAA@PPWYV HETAAAWY;

« XUTEUON MIO NEBODOG ATTAN KOI OXETIKA
EUKOAO UAOTTOINCIMN

‘EapuodeTal o TTOAAQ HETAAAQ
‘I'pnyopn Tapaywyn

‘EupU paocua Twv HopPWYV Kal TWV
MEVEOWYV

*2 UYKPOTNMO ME TTOAAQ MEPN TTOU
AEITOUPYOUV WG Hia eviaia povada



Xuteuon (Casting)
v' To TpoIoV gival £TOIMO Yia TEAIKA KATEPYOOia MOAIC ByeEl
a1TO TO KAAOUTTI KOl TIG TTEPICCOTEPES POPEG OEV gival
aTTOPAITNTO.
v YYnARg TToAUTTAOKOTNTOC TTPOioVTa (EapTAMATA) ME Aiya
BupaTa (cuvROwg)
v Ta amrOBANTA HNXAVIKAG KATEPYATIAS €ival TTOAU
TTEPIOPICHEVA
Mevikd MelovekThpaTa TNG XUTEUONG:
v AKpIBd Kol xpovoRopa oxédia / KaAouTria / MATPES
v TPOoBAAHATA OTEPEOTTOINONG: CUPPIKVWON, TTOPWOEC,
XOMNAR avToxn, euBpaucToTnTa (YabupoTnTa)
v Mepikég péEBodol atraiTouv TToAAd BRAparta (1r.X. XUTEuon
ME ETTEVOUCN)
KaAouTria xUteuong:
2100epa (MOVIMQ) KataoTpepopeva



2TEPEOTTOINOT XUTEUNOATOG

» O1 KpUOTOAAIKOI KOKKOI KOVTA OTO
TOiYWMO €ival TTOAU piIkpoi ( {wvn
TAXEIOG YUENGS ) KAl OTN OUVEXEIN £XOUV
HOpP®N ETTIMAKN HME TOV KUPIO dAgova
TOUG KABeTa TTPOG TO TOIXWHO TOU
KOAOUTTIOU.

> Opla Twv KOKKWV TEIVOUV va gival
aduvapa [ Kal To XUTEUMOTO Eival
gU0pauoTa (EKTOG av n @OPTION TOUG
gival TTAPAAANAN TTPOG TN ETTIMAKN
O01eUBuvon Tou UAIKOU, OTTWG CUMBAIVEI
oTA TITEPUYIA OTPORBiAou

» Na peyaAuTEPN aAvVTOXN OUVICTATAI
0o M€ KPUOTAAAIKOUG KOKKOUG KOTA
TO OuvaTtOv OUMMETPIKAG OOMAG Kai
1I0iou peEYEBOUG KOl QUTO MTTOPEI va
ETTITEVUXTEI ME XUTEUON ME EUBOAIOHO.

olumnar
zone

.

Chill zone

)

Equiaxed
(b) Equiaxed zone (c) structure

G
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Kalpakjian



Xuteuon: ZXe0I100MOG AVUYWTN OTAOMNG
TNypaTog (Riser)

Kavovag Chvorinov
Xpovocg otepeotroinonc =B * (V/A) "
B = KaAouTriou
n=1"5¢wc20
V = OQyKOo¢ TnG XuTteuong
A= AlaToun em@Aveiag XUuteuong

AVUPWTAG KOl N KOIAOTNTA TOU KAAOUTTIOU:
To AslwPEVO JETAAAO OTOV QVUWPWTH OTABPNG TTPETTE va
OTEIPOTIOIEITAI JE TN OTEPEOTTOINCN OTNV KOIAOTNTA TOU
KaAOUTTIOU
Xpovog T-riser = 1.25 * T-casting



2UyKpIOon:
Xuteuon og KaAoUuTria aupou — MeTaAAIKA KaAloUTTIa

sanp | soup | wauip Metal | soup | LiQuD
| | | |
N — H— R — .
= |
< ' <

L I | w |
g i | = |
= | | = I
= R E T T |
T ' I |I I
o | H

0 0
DISTANCE DISTANCE

KaAoUTTia MeTaAAIKA
AuMOU KOAOUTTIO

Sand casting Die casting
t ~ (VIA)? t. ~ (V/IA)?!



2XNMOTIONOG MIKPOKPUOTOAAIKNG
Soung

(b {ch

Schematic illustration of three basic types of cast structures
(a) Columnar dendritic (b) equiaxed dendritic (c) equiaxed nondendritic



ECEAIEN OTEPEOTTOINONG OTOV AVUWPWTN
otabung (Riser) Tou TAYMOTOG

Progressive solidification :

Intermediate

rate
Slow

Fast
rate

é rate

Riser

Temperature gradlent
rising toward riser

Directional

solidification



NMpooueigeIg KATA TN XUTEUON

»2KOUPIEG :

» O&cidla peTaAAWYV gival TTPOCHEIEEIG OI OTToiEG KABIOTOUV TO TTPOIOV
Xuteuong yalupd

* O1 OKOUPIEG ETTITTAEOUV OTO AEIWHPEVO METOAAO KaI TTPETTEI VO
AapBaveral TTPOVoIa WOTE VA MV TPOPOOOTOUVTAI OTO KOAOUTTI
»Mopwdeg Kal geykKAciopaTa agpiwyv (TrayidevdEva agpia.
EAaxioTotroiouvral wg €ENG:

* KatdAAnAog oxediaocudg Tou KOAOUTTIOU KaI TNG E10000VU TPpOoPodooiag
yia va eAaxiototroinBei o oTpoBIAICHOG TNYHEVOU NETAAAOU KABWG
EICEPXETAI OTO KAAOUTTI.

* Na pnv utrepOeppaivetal To AEIWHPEVO NETAAAO (OIOAUEI TTEPICOOTEPO
agplo)

* AIWCIYO UTTO KEVO

= AlWOoIYO o€ adpavn aTuoécPaIpa

= Xpnoipotroinon KATaAAnAwyv avtidpaoTnpiwyv TTou CUAAEYOUV TIG
QUOOAIDEG agpiwy

= OpaAn TPOYOOOCIa TOU TNYMEVOU HETAAAOU OTO KOAOUTTI VIO NNV
onuioupyeital cTPOoRIAICHOG.

= XUTEUON UTTO TTiEoN



NMopwdeg oTa TTPOIOGVTA
XUTEUONG

- H Tupwdn¢ pon Kata tn Tpopodoaia
TOU TNYMEVOU PETAAAOU eyKAWICEl
(PUOAAIDEC

- Yrapxouv AUoe€lc aAAG ecakoAouBei va
UTTAPXEl TTPORANUA

Porosity in Aluminum Casting

- L :
i
Vi

/I

£

www.vidisco.com www.eng.ysu.edu



2 X010 TIKEG MPAKTIKEG @

» [lpEtrel va atro@eUyovTal Ol ATTOTOMEG YWVIEC YIa va Shrin!;age
p ’ ’ , , , cavity
gival OJaAN N agaipeon ToOU TTPOTUTTOU ATTO TO KAAOUTTI

(xUTeuon GuUOU), N N APAipPeEON TOU XUTEUMATOC QTTO Poor

TO KOAOUTTI (TT.X. XUTEUON OE MOVIUA KAAOUTTIQ)

» Kartd Tnv oTEPEOTTOINON, TTAXUTEPA TUAMATA TEIVOUV
va oXNUaTi(ouv KOIAOTNTEC OTO EOWTEPIKO, EKTOC AV
TPOPOOOTEITAI OTO ONMUEIO EKEIVO UE KATAAANAN diodo

» OpoIouop@o TTAXO0G N KATAAANAOC OXEDIAOUOC TTPOC Good Good
ATTOPUYI TTPORANNATWYV
» KatdAAnAn TTpocoxn oTn Hop@oAoyia Twv TTAEUPWV Kalpakjian

TOU KOAOUTTIOU TTOU OUMTTIECETAI OTO TAYMO |

|

AtiEE] Draft angle i

Damage |
|

|

Flask )
Sand mold g ; ‘

Poor Good Poor Good




Xuteuon : KateuBuvopuevn otepeotToinon

* [lopwdeg Kal KOIAOTNTEG oXnUaTtiovTal OTav TO AEIWHEVO HETAAAO
Oev pTTopEi va PpOACEl ATTONOKPUOHMEVEG TTEPIOXES ’

Mg epappoyn TOTTIKNG YUENG ETTITUYXAVETAI EVAPEN OTEPEOTTOINONG
TOTTIKA KOl OTN CUVEXEIO Ol KPUOTOAAOI avaTTTUOOOVTOlI KABETO OTNV
mTeEPIOXN auTh (KATEUBUVOMEVN OTEPEOTTOINON JMOKPIA ATTO TO ONMEio
Yuouén BNV aPRVoVvTaS KEVA..

 Tpopodooia akpIBwS ATTEVAVTI ATTO TNV TrEPIOX MEYAAOU 'Bdeoug
WOTE N TrEPIOXN va YEMiICel aTmd TAYMOA KAl VO MNV ETTITPETTEI Vd
onuioupynBouv Keva.

Shrinkage
v cavity .
: Chill
Sprue Porosity
4 O
I (a) (e)
- Chill
Porosity P
Figure 7-14 A casting may show shrinkage cavities and microporosity (a). Feeder heads or risers,

Riser
K a I p a kj i an removed after solidification, provide hot metal (b). Microporosity may be eliminated with

(feeder) Minimum Porous
Taper  section ceramic
pencil
o
directional solidification by incorporating a metal chill into the mold (c) or tapering the

(b) (d)
thinnest section (d).




ECEAIEN OTEPEOTTOINONG OTOV AVUWPWTN
otabung (Riser) Tou TAYMOTOG

Progressive solidification :

Intermediate

rate
Slow

Fast
rate

é rate

Riser

Temperature gradlent
rising toward riser

Directional

solidification



Aigpyaoia xuteuong ,Oucikoi TTOPANETPOI Kal
TTEPIOPICHOI

= AAAayn @ACEWV
* MukvoTnTa
o AloAuToTNTO
* TaxuTnTa diaxuong
= YYnAd onueia TASEWG
* XNUIKA OpaCTIKOTNT
* YYnAnN OgppoxwpnTikOTNTA
« Alayeipion TAYMOATOG



BaoikéC TTaOpANETPOI OXEOIOTOU
TTPOIOVTOC XUTEUONG

= AVOXEC CUPPIKVWONG

= AVOXEGC MNXOVIKAG
KOTEPYOAOTIOG

= AVOXEG TTAPANOPPWOEWY N
oTPpERBAWOEWYV

" [ewpeTpia oxedlaocuoU
KOAOUTTIWYV



TUTTIKEG AVOXEC OUPPIKVWONG

Metal or alloy Shrinkage allowances
mm/m
Aluminumalloy ..., 13
Aluminumbronze ... 21
Yellow brass (thick sections) ......................... 13
Yellow brass (thin sections) ...........ccc.ccevenene. 13
Gray castiron () .......cccooeeiiiiiiiiii e, 8-13
White castiron ... 21
TINDrONZE ..., 16
Gunmetal ... 11-16
Lead ..o 26
Magnesium .........ccoiiiiiiii i 21
Magnesium alloys (25%) .....ccoovvveiiiiiiiiiinannnn. 16
Manganese bronze .............ccciiiiiiiiinn. 21
Copper-nickel ... 21
NICKEl .o 21
Phosphorbronze ...................l 11-16
Carbonsteel .......ccooiiiiiiii 16 - 21
Chromiumsteel ... 21
Manganese steel ..., 26
TN 21



TUTTIKEC OVOXEC MNXOVIKNG

KOTEPYOAOIOG

Pattern size, mm

BE re S

ances, mm

urface

Cope side

For cast irons

UP t0 152 eeovereeeeeeeeeerseesseeesseeee 3.2
152 - 305 e seeeeee e 3.2
305 = 510..cmeeeeeeeseeeeeesseeeeeseeeeeeeene. 4.8
510 - 915 ceemmeeeee s eeeeeesseeeeeeeeseeee 6.4
915 = 1524 oo 7.9

For cast steels

UP t0 152 ceeevereeeeereeeeeerreeseeeesseeee 3.2
152 - 305 eeee e 6.4
305 = 510.cmeeeeeeeeeeeeeeseeeeeeeseeeeeeeene. 6.4
510 - 915 e sseeeeenseeneeee 7.1
Y I L. N 7.9

For nonferrous alloys

Upto 76 1.6
76 - 152 2.4
152 - 305 2.4
305-510..c i 3.2
510-915. e 3.2

2.4
3.2

4.0
4.8

4.8

3.2
4.8

6.4
6.4

6.4

1.6
1.6
1.6

2.4
3.2

3.2

4.8
6.4

6.4
6.4

7.9

6.4
6.4

7.9
9.6
12.7

1.6
2.4
3.2

3.2
4.0

4.8



Electric furnace

2UVEXNG XUTEUON

The Continuous Casting Process
for STEELS

Tundish

Platform; 20 m (70+ ft)
above ground level

Cooling water Argon

X-ray transmitter

Molten metal ,
-— water in
+—mould
Sd. ; metal —» water out

Air gap

Catch basin

Pinch rolls

guide rolls e
ille
cutting

sizing
5 ] rolls
Starting dummy B8 Oxygen lance :

(for cutting)
(a)

22
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XuTteuon o€ KaAouTia aupov (sand casting)

*METaAAa EKTOG ATTO TO TTUPiMaYa TrY Ti
ITadia mposTolpaoiag KoAoumiou

1 Wooden
| pattern

Moulding
& board
; ‘ Bottom
: | p ._. board
KéAugog | | | | | E§aépwon
- | Eioobog
1 tepododooiag 4l
1 t
appog .~ MNupivag 6 ' [ '
Parting
surface

Kdtw empdvera
MuBpévag kaAoumiov

"MMo1dTnNTa £TIPAVEIOG TTEPIOPIOCHEVN
"Mopwdeg

*Mn peTaAAIKEG TTPOOHEIEEIG DUCKOAQ
va eAeyx0ei n kKaTavoun Toug

"KoéoT10¢ AgiTOoupyiag XaunAod
*To KaAouTTi ONVO Kal eUKOAQ
KOTOOKEUAOIMO



MNapadeiypata XUTEUONG OE KAAOUTTIO GUOU—
Sand Casting




XUTeuon o€ KOAOUTTIO YEMATO ME ECATMICOMEVO

(Full m

TTANPWTIKO UAIKO
Evaporative pattern)castin

1.'EyXuon KOKKwV
TLOAUOTUpEViOU OF
BOeppatvipevo kaloumt
aloupwiou.

2. Wién tou
KaAourtiol

Ko adaipson
TOU OMOLOMATOC
TOU QVTLKELUEVOU

~7. <«— Polystyrene

—

Elcaywyr) atpol peoa amno to

beads : .
KooV yia TR§n Ko
SLOyKWO TOU MOUOTUPEViOU
Cast ~ 4)To opoiopa
=== g!“m‘m“m tonoBeteitan ot Soxeio
1€ I3 ’
OTTOLO META yepileTal

Steam chest KE Appo N omola

yivetal
Runner Casting oupnayng pe 8évaon.
\ : To Soxeio Tonotetetal
o oUOTNUO KEVOU KoL

T0 Astwpévo pétailo

3. Zuyk6AAnon twv tonoBeteital oto Ywpo

unapcufntwv ) nou kataAapPavel To
e§epwtwv,Kat S168wv opoiopa
Refractory tpopodooiag To moAootupévio

coating KaAun Tou opoLOpaTOo
JLE TLOATO KEPAULKOU KOt
Enpavon,wote va

fatpiletan Ko
‘ % OQUTOMLOKPUVETAL OTLO TO

oypoiorel Trim Finisif Y OTIHA KEVOU.
Gate PR MeTtd T XUTEUON ,
R R akKoAouBei Ypugn Kai

ATTOXWPITUOG TOU
XUTeUpaTog.H dppog
AVOAKUKAWVETAI.

*METaAAa —kpapaTa pe Beppokpacia XUTEUONG
uPnASTEPN TNG OEpHOKPATIiag EEAXVWONG TOU TTANPWTIKOU UAIKOU
"Mapaywyn TTOAUTTAOKWY GXNHATWYV

= XaunAo6 k6oTOG



XuUTteuon o€ KAAOUTTIO PE ECATHICOMEVO
UAIKO Lost Foam Casting




XuUtevon o€ kaAoUma emevéduonc
Investment casting

3. Ta KEpLva OpOLOpOLTOL
cuyKpatoUvTaL

UMo popdrn évépou

oe ouotnua topodooiag

5. O mupipayog OAToG
KOAUTITETOU OO TTUpipoXn
oKovN s

Sadikaoio
enavalapBaveral
HEXPL VO
SnpoupynBsi
otolBada mayoug
~5-10 mm

1. ThyHévo Kepi eloayetal
oTo KAoUTmtL

2 To KEPLVO Opolopa H Kepapkn

4 ! 4. To "8évbpo"
anoywpiletal ano s i 7
, EUPBANTI{ETOL OE KEPOULKO TUPLULOXO TUpipayxn
TO KaAoUTL A i ; |
TLOATO. enevduon §npaivetal

ny 0

n okAnpuUveta
XNHKE

JEST

12. ta eaptipara

7. H nupipaxn enévéuc SW‘:}To!KEPO{I-lLKc') o |.1 i 10.To KEPALULKS .].' o )v(UtSL’,.?uw oy udﬁim:avmt K ANAAN
‘ R = i KoAoUTL Beppaivetal A — kéAudog eﬁaptm'tta Kertepyaoia. (m.xAeiavon ,

anoywpiletal ano 1o Kepi 0 : KEPOLULKO KOaAoUTIL amopaKpiveTal anoywpiiovral otiABwon,Bepuikn

oe $oupvo n avTtéKAeoTo atpy Y FTAPEROTONGN KATEPYGiaKAT

*‘M£B0OOG KATAAANAN YIa Ta TTEPICOOTEPA METAOAAQ . Ta OpACTIKA
METAAAQ HTTOPOUV VA XUTEUTOUV UTTO KEVO

‘[To16TNTA ETTIPAVEING KOAR

*KOOTOG OXETIKA UPNAG AOYW TWV TTOAAWYV OTAdIWYV TTOU ATTAITEI N
MEBODOG



MNapdadelypa xutevuong eréEvouong




XUteuon (utrd Tnv emidpaon TnG BapuTnTag) o€
MeTaAAIKA KaAouTria (Gravity die casting)

Metal mould Runner

Locating pin

Casting

1;T° uetaAAko K‘ﬂ,o"’m - TUPAVAS 5 To kaholmt cuvappoloysital Kat To pétaAo
(om\'f xpno'tp.onmeuut) K“aneml o tonoBeteitan oo kaAoumt. H por) Snuioupyeitat
UAWKO emkaAuyng. To kaAoUmt UM TV enidpon ¢ BapliTnrag

Beppuaivetol Kot To LAKO erkaAuying

(Autavtiko) edappoletal pe ompéEl

210npouxa pETaAAa (XGAUBEG Kal Xutooidnpol gival duvarto va
XUTEUTOUV KaIl EAQPPG KpAHATA

* KO6OTOG OXETIKGA XOMNAG

‘Kardotaon emiQAaveiag KaAR

3. To kahoUTL afotyeTat Kot To eEAeuBepwveTal
TO XUTEUMO TO OTOi0 UTTOPBAAAETA OTLG
QUMOUTOUHEVEG KOTEPYOLOLEG









Xuteuon utro mrieon (Pressure Die casting)

Ejector
pins

Metal ladle

Casting
cavity
P S—
B | e
e [
| -
vy '
Die
& e
Moving Fixed
platen platen

Chamber

Injection
piston

Die
cavity

XUteuon uno nison og pun Bgppavopevo(Puypo) X0teuon uné nieon oe  Beppawvépevol kahol

KoAouTtL

To tnypévo pétaAlo wbsital oto pn

Bsppavopevo kaAoumt pe kat@AAnAo ppolo.

To UAKO otepatomoleital tayutnta <1s

Yoén emubaveiag kaAn
To KOOTOG mouwkilet

To tnypévo pétallo wbhsitar QMO TO XWPO TZNG

™énc pe kataAAnAn Swataén oto
Beppavopevo kakoumt

H peBodocg evdsikvutal yia petaldo pe
XaunAo onpeio téswg

Yén emdbaveiag kaln

It

Casting

Stop




XuUTteuon o€ HETAAAIKA KOAOUTTIO UTTO TTiECT




— nydraulic
Die Casting: Die Gonsenack I shfftd
Hot-Chamber Ey cylnder
Process: I Plunger
zinc alloys : rod
I Plunger
=
Molten
metal
Kalpakjian

Ejector die  Cover die Furnace



Die Casting: Cold-Chamber Process: aluminum alloys

Ejector platen
(moves)

Ejector

die half

Cavity

Stationary platen

Hydraulic
cylinder

Shot sleeve

Bijector Plunger rod

box

Stationary die half

Kalpakjian



Die casting

www.atplonline.com



XUteuon ge ocupTrieon (Squeeze casting)

Launder Punch
Die
Cartridge ‘
heater =
Ejector
Stage 1 Stage 2 Stage 3
To mpoBeppaocpévo kaAovm To €Ae0BEPO THAPA TOU KAAOUTTIOU ATTOpGKPUVOT TOU KIVNTOU THAMOTOC
TOTToBETEITAI OF USPAUAIKA TTPECOA Kal TOTTOBETEITAI EVTOC TOU OTOEPOU Tou KaAouTTioU. O g§oAkéag wOEei To
kaAUTrTeTal pe KaTaAAnAo ) TUAMOTOC Kol TTIELETAI PHEXPI THV XUTEUHO TTPOC T £§W.
avTIdPaOoTAPIO TTX YPAQ@iTH. AKPIBAG AP EQOAPHOYT KOl TIOPOHEVOUV
TTOoOTNTAUYPOU HETAAAOU TOTTOBETEITAI OTN BEGN CUPTTIETNC PEXP! TH
070 KaAouTTI OTEPEOTTOINON TOU UAIKOU

*EAa@pa HETAAAO KAl JN TTUPIpaYa

YR TNG ETIPAVEING KAAN

*XapnAo6 TrTopwdEeG Kal AETTTOKOKKN OOou AOYW TNG CUMTTIEONG
*YWPnNAS K60TOG AOYW TTOAUTTAOKOTNTOG KOl ATTAITOUMEVNG OKPIBEIOG
AgiToupyiag



‘QuyokevTpikn XUTteuon (Centrifugal casting)

To Aswwpévo pETaAAo EloayYETAL OE

g . , Dry-sand
KUAWVSpkO XaAUBSWVO KAAOUTIL MOV ore
bépeL emévduon anod xaAko n Appo
pe ouvdetikn UAN.To KadouTt
neplotpédetal yUpw amno 1o peyalo @
afova Tou KaTaveUovTag To
AsLwpEévo HETOHAAO OTNV ECWTEPLKNA
Tou emipavela. XpnoLLOTLELTAL YLa TN ‘§> -
XUTeuon owWANVWV Xwpig tn xpnon
mupnva

Sand Pouring
lining Core basin

Guide rollers

pe . Drivi 11
Sand mould casting R

XUteuon og KaAAoUTL GUUoU
Spiral path Pouring
of metal basin

/

y

‘3-“ >

Horizontal

Metal mould casting

XUteuon o€ HeTaAAKO KaAoUTiL

Water-cooled Copper liner
mould

‘E@appodleral ota HETAAAAQ TTOU OEV gival TTUpipaxa

*To TTOpWOEG Kal PN METAAAIKEG TTPOCMEIEEIC METAKIVOUVTAI TTPOG TNV
ECWTEPIKN ETIQAVEIA AOYW TNG XOAMNANG TTUKVOTNTAG TOUS Kal divouv
TTOAU KOAR EEWTEPIKNA ETTIPAVEIQ

*KOOTOG OXETIKA XOMNAO



2UYKpIon NEBOOWYV XUTEUONG

Cost *

Production
Process Die Equipment Labor rate (Pc/hr)
Sand L 1% L-M <20
Shell-mold L-M M-H L-M <50
Plaster L-M M M-H <10
Investment M-H L-M H <1000
Permanent mold M M L-M <60
Die H H L-M <200
Centrifugal M H L-M <50

* L, low: M, medium; H, high.



2UyKplon neBodwv xuteuvonc

Xuteuon o€ KaAouTtria apuou(Sand Casting)
*EpyaAcia Kal Tov eEOTTAIOCHO KOOTOG €ival XOMNAS

*ANECO EPYATIKO KOOTOG Eival UPnAoS

*Xpnoigotroinong UAIKOU gival XaunAn

*KOOTOG KATEPYATIAG YIO OAOKARPWOT TOU TTPOIOVTOS MTTOPEI Va gival
YnAo

*Avoxég 0,7-2mm

Xuteuon o€ kaAouTria emrévduong (Investment casting)
*KOoTOG £COTTAICHOU HETPIO aVAAOYOA HE TNV TTOAUTTAOKOTNTO
*To KOOTOG £COTTAICMOU €ival XOMNAS

*ANECO EPYATIKO KOOTOG €ival UPnAoS

*To KOOTOG TWV UAIKWYV gival XapunAo

*Avoyxég 0,08-0,2mm

XuUteuon o€ kaAouTria utré Trieon (Die Casting)
*K6oT10G €EOTTAICMOU €ival upnAd

*To AUECO EPYATIKO KOOTOG Eival XOAMNAO £EWG METPIO
*XpnNoiIgoTToinong UAIKOU gival UPnAnR

*Avoxég 0,08-0,6mm



Mop@oT1roinon TTAACTIKWYV
ME XUTEUON



Xuteuon pe €éyxuon (Injection moulding)

Ac1wpévo TToOAUHEPEC (TTAAOTIKO) wOEiTAl e HEYAAN TTiEON O METAAAIKO
KOAOUTTI .To TTAAOTIKO OTEPAIOTTIEITAI UTTO TTIECT KAl ATTOMOKPUVETAI
a1To TO KOAOUTTI TO OTTOI0 £XEI MNXAVIOHMO va avolyel Kal va KAgiveieed hopper

Water cooling
) channels

| __— Hydraulic motor

[

l
I
I
I

Ol ¢

Tie bar
Heaters /[
. ] —1
o A
l o i mil Bl
L m| ”;M I T 1 T T T 1 T 00 E ﬁ

. = o
il

fluid pipes Mould stop valve switches (adjustable)

Oil tank

st 9 0aiia G G [ i i eait 5 NS00 O | s § | e L_J|
\ / [/ \ /
\ Hydraulic Back-flow Screw travel limit Hydraulic

fluid pipes

‘EpappoleTal ot OEPUOTTAACTIKA , EAACTIKA OTA
OeppoOKANpAIVOUEVA, KAI TO OCUVOETA(COMpPOSItes)

* [Mo16TNTA KOAN O€ OXEON ME TNV MEYAAN TAXUTNTA TNG

HEBOOOU
*K6oT0G¢ UPNAS AGyw KOO TOUG TOU £COTTAICHOU




XUTEuon JE £yXUuon Kal avtidopaon
(Reaction injection moulding)

Reactant tank —+ Reactant tank

Ejectors

e s

B I LAY \
Mixing head

- J J ~+—Mould

= | =
ITn OTACIUN KATAoTAON TO OUCTNHA H ke@aAn avduei§ng avolyel Kai Ta
Oivel Tn duvaTéTnTa KUKAOQOpiag avTIdPAOTAPIA avAMEIYVUOVTAl KAl
TWV avTIdPACTNPIWY XWEIig avauei§n TO piypa €£104yETAl OTO KAAOUTTI PE

MeYAAn TaxutnTa. H Ke@aAn
avAapeIgng KA€IVEL oTav TO KAAOUTTI
YEpioEl

E@apuoletal o€ TTAAOTIKA KOl O€
TTAQOTIKEC HATPES OUVOETWYV UAIKWYV
H 1To10TNTA TTOIKIAEI

MeTtd 10 XpOVO avTidpaong 1o

KaAoUTTI avoiyel Kal To eEapTnua
TTapaAaupdaveral



Mop@oT1Toinon ME CUMTTIEDT
Compression moulding

Punch
Flash
s | £
Flash . . Ejector

Preheated

pellet

Heated

die
MpoBeppaocpévo UAIKG TOTTOBETEITAI TR BGEERSC | R M\ g e T Kk GUTIL PR Ty AT TV
o.f:)es p‘;uv 6” i e ke TTOPOMEVEI KAEIOTO UTTO TTiEOT PEXPI ATTOMAKPUVOT TOU HOPPOTTOINHEVOU

PH H va Hop@oTToindei To UAIKO UAIKOU

*KaAoUTTI HOVIMO ,HETAAAIKO

*M£B0OO0G KATAAANAN YiIOa OEPUOTTAACTIKA , OEPMOCKANPAIVOUEVA
, KOl TTAOOCTIKEG MTPEG OUVOETWY

* H Tro16TnTOa £€apTATAI ATTO TO XEIPIOCHO TNG MEBODOU

* KOOTOG OXETIKA XOMNAO



MepioTPOPIKN HOPPOTTOINCT
(Rotational Moulding)

Heat chamber

Sliding door
Twin moulds

Sliding door

Cool

1.MNpooTiBeTal peTPnUéVn TTOCOTNTA
TTOAUHEPOUC OTO KAAOUTTI

Air 2. KAgivoupe 10 KOAOUTTI KAI TO TTEPICTPEPOUHE
L w¢ TTpog 800 i TTEPIOTOTEPOUC GEOVES O
Oepuaivopevo BaAauo

3. Wuyoupe Kal avoiyoupe To  KOAOUTTI

Loading and

unloading bay Sliding door

Water spray

4 ATTOJOKPUVOULE TO TTPOIOV

*H néBodocg epapudleTal KUpiwg yia BEpUOTTAACTIKA
«XUTEUON OOXEIWV KAl TTPOIOVTWY TTOU TTEPIEXOUV OTTEC

*KOOTOC XauNAO, NMoidtnTa KOAN



XUTEUON MOVOUEPWYV OE AVOIKTA KOAOUTTIO
(monomer casting)

Mixture of reactants

/

/'/V/'
Cooling water A

Miyua avTipSWVTWV HOVOUEPWVY AVAMEIYVUOVTAI
Kal TOTTo0eTOUVTAI UTTO YUEN OTO KAAOUTTI.
E@appodleTal yia Tnv Trapaywyn @UAAwvY

TTOAIISOMV HA KNV

Chopped fibre reinforcement
in low viscosity resin
\

Fibre and resin

Napaywyn TTOAUGTPWHATIKWYV
ouvlsTwy (composites) TToAupgpwv
UAIKWV



Mop@otroinon OUCTNKTWYV
METOAAWYV KOl KEPOMIKWYV



MovoaloVIKi} OUMTTIEOT KAl TTUPOCUCOCWHATWON
L(Pressmg and Slnterlfng)

Feed\l\'[ |( o Vo |\ - 1r

shoe

T

Lower
punch

Core
1. Tépiopa pe oKovn 2. ZupTtrieon 3. 'E¢odog 4. ATroud i
2 . d . : MAKPUVON TOU CUMNTTIEOHATOC
Tou UAIKOU Wuxpn ouykoAAnon Tou aupTTiegparos KOl YEUIOHA TOU KOAOUTTIOU
Adpavig
Zwvn arudéoeaipa

/ ¥ e’ Protective
Kadon Tou ouvBEeTIKOU UAIKOU TTUPOCUTTWHATWONG ;
; Sintering zone atmosphere Zwvn Yogng

Lubricant burn-off Cooling zone
[ ® @ ¢ o0 6 006 0 |
\\‘ e @ oo @ @006 0 060 0 | |l e @ ¢ © ¢ ¢ 006 06 0606 0 |

: n Algpyacia TTUPOCUCCWHATWONG
-Ecpappo(uou o€ OAd Ta METAAAAQ 10iWG OTA SUCTNKTA KOl TO KEPOAMIKA
UAIKG
*TPICOIACTATA OCXAMATA XWPIGC ECOXEG ME YWVIES
*K6oT10g UPnAO 101aiTEPA av N HEBODOG Eival AUTONATOTTOINMEVN



loooTaTIK cupTrieon (Isostatic pressure )

: ——l Top

closure

Insulation
———+—— Furnace

Component
{
| ——— Wire-wound
' pressure
vessel

Molybdenum

or graphite
resistance
heating elements

Component
support

Bottom
closure

<— Argon

- e R
Hot Isostatic pressing HIP
Ogpun 1000 TATIKI CUMTTIEDT)

1.Ta KOAOUTTIA TWV £EAPTNUATWYV YEHATA
M€ OKOVN TOU UAIKOU TOTTOB£TOUVTAI EVTOG
OepUAIVOUEVOU CUOTAMATOG ICOOTATIKAG
TMEONG.

H ocupTtricon kai n 6éppavon yivovrai
Tautéxoova

Impure argon

. __» cleaned and
T re-used

2.W0&n,ATTeUAEUBEPWOT) TOU
adpavolc agpiou(kabapiouog Kal
avakUKAwonN).ATTOUAKPUVOT TWV
€EAPTNUATWY ATTO TO YOUPVOo

L=

S Vent
Flexible
bag -+—— Powder
Perforated ;
support S ]

Pressure

Pressure -~

vessel

Yuxpn 1I000TATIKA TTiEON

To UAIKO TOTTOBETEITAI O€ KATAAANAO
VIO I00CTATIKI] CUMTTIECT) KAAOUTTI
KOl CUUTTIECETAI XWPEIG BEppavaor).
AkoAoubci n digpyaaia sintering

loooTaTtik cupTrieon: H okévn Tou UAIKOU TOTTOBETEITAI
OE TTOPAMOPPWOINO KOAAOUTTI KOI UTTOBAAAETOI O€
UOPOOCTATIKI CUMTTIEON



Mapaywyn okovng METAAAOU

 Katatunon tou JETAAAOU o€ €10IKA TpIPEia.
E@appoleTal ota eUBpavoTa HETOAA

* AloxéTeuon adpavoug agpiou UTTO Trieon
MECW UYPOU HETAAAOU

* Avaywyn o¢e1diwyv Je udpoyovo N
MOovoEeidlo Tou avBpaka. E@apuoleTal o€
ouoTnkta pETaAAa W, Mo,Ni,Co ka1l dAAa

* AIdoTTa0N KOPBOVUAIKWY EVWOEWYV
METAAAWYV

(evwoelg HETAAAOU PNE HOVOLEIDIO TOU
avOpaka



KoviopeTaAAoupyia
(powder metallurgy)

Mia otrouddia TEXVIKNA YIO TN OXNUOATOTTOINON
METAAAWYV Kal TTPONYHEVWYV KEPAMIKWYV



E@apuoyEG TNC KOVIOUETAAAOUpPYIOC

Mopdomnoinon dvotnktwyv petaAAwv(n.x W,Mo,Ta,Nb
KATT

MNapaywyn KpopHATWV KATAAANAWY Yo NAEKTPLKEC
enodEC

MNapaywyn mopwodwv KPAUATWY VLot CUTOAUTTOLVOHEVA
£dpava

Mopdomnoinon kabopwv pHeTAAAWV

MetaAAa 1 kpopata ov Yutevovtol i uiotavral
katepyaoia duokoAia n.x kpapota Fe, Co ,Al, Ni kat
Cu

Kataokeun okAnpwv e£aptnUATwV MOAUTTAOKWY
OXNULATWV

Napaywyn ockAnpopetaAAwv(hard metalls)



2KANPOMETAAAQ

* Eival kpauata KapRi1diwv oKAnpwv
METAAAWYV

m.X W, Ti,Ta,Nb peg Co,NiI.

« XpNOINOTTOIOUVTAOI C€ EPYOAAEIN KOTTAG
KO TTAEOVEKTOUV EVAVTI TWV XOAURBWYV
EPYOAAEiWV Kal TaOXUXAaAUBwyv. AlaTnpouv
TN OKANPOTNTA TOUG O& UYNAEG
BeppOKPATiEC KAl UPNAEG TAOXUTNTEG.



Aldypapua pong diepyaciwy TTapaywyns
OKANPOMETAAAWYV

2XNHATIOHNOG
KapR1diwv W ,Co
Otppavon . (C+W) kai
(Co+C) og adpavn

MNapaywyrn okoévng
W,Co. >
Me avaywyn ogcidiwv
TOUG ME YOpOYOVo

/'anéocpalpa

Avapeign kapRidiwyv MEpIoUA TWV KOAOUTTIWV
\W,Co,ue okovn Ta i Ni KOl ICOOTATIKI) OUMTTIEON
KOl CUVOETIKRA pNTivNn P==40Kp/mm?

/

Sintering 1300-1500 °C"
Kal adpavr atyoo@alpa




[1piv a110 13 €O0OUADEC
OI10a0KaAIOC...............



ETioTAuN TwV YAIKWYV
‘Evac ocuvaptTaoTIKOC KOOUOG!

KaAwc nABate

OTO GUVOPTIOLOTLKO
KOOMO

™n¢ EmotAune &
Texvoloyiog Twv
YAtkwv !




To 1aCidl OTOV KOOHO TWV UAIKWYV PJECO
QTTO TO JAONUA QUTO TEAEIWOE CNHEPQ.
AV JEAETNOETE OWOTA OA ATTOKTNOETE
TIC BACIKEC YVWOEIC VIO VA TO
OUVEXIOETE JOVOI 0AC OTAV OAC
XPEINCETE .o iieiiiiiiiieeeeaaenns

KAAH EMNITYXIA !



