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IMEPIAHYH

O1 mapdpetpol mov kabopilovy TV UNYOVIKN ATOd06T) TMV GUYKOAANTOV GUVIEGEMV
EVOL @) M ETOVOANYILOTNTO KOl TO €VPOG TNG POPTIOoNS, B) 0 TPOTOG e TOV 0Toio
dpovV 01 TaPaUEVOVOES TAOELS (OAAOYT TNG KOTAVOUTS TOVG), Y) N dnuovpyia (ovodv
VAKOU [E OLOPOPETIKES UNYAVIKES WO10TNTES AOY® KPLOTUAMKAV O10LPOPOTOLCEMV
KO 8) 1 eXidpaoT OA®V TOV TAPATAV®D GTO SVVOUIKO ddfpmong.

H teyxvoloyio Ultrasonic Impact Treatment (UITBoacilopevn omnv mAooTIKN
TOPAUOPPMOOT OTTO KPOVGTIKA QOPTio. VYNANG cvyvotntag (27-36KHZ)uetatpénet tig
TEPLOYES TOV TTOPAUEVOVGAOV EPEAKVOTIKMOV TAGEMV G€ OMITIKEG TPOKOADVTOG GTNV
eMPAveLn, TOL LAKOV Nano-crystallisation.

2y mopovod LEAET TopaTifevTal £PYOCTNPLOKE OTOTEAEGUOTO OO TNV YXPNOM
tov UIT xotd ta mpdtumo tng DNV «xor Lloyd’s Registeryia didpopovg tHmovg
xaAOBdveov (SM490B)cvykolintdv cuvdécemv ot omoieg eixov mpo-dafpmbel oe
aAOTOVEQMGT KOl OTNV oLVEXElL VTOPARONKav  oe kOmworn. Ta omoteAécpota
emPefardvouv to WITEPOS oNUAVTIKE TAgovekTAHATO TG ¥pnong tov UIT oty
SOUIKN AKEPULOTNTO TOV CVYKOAANTAOV GUVOECEDV GLONPDV YEQPUPDOV.

1. EIZATQI'H

Elvatl yvooto 0Tt 01 HETOAMKES KATOOKEVEG e GYEOOGUO TNV TTOPpaAdfT|] dSuvapK®V
KOTOTOVAGEMY ATOTELOVV Pactk vTodoun Kae okovoutkd tponyuévov kpdtovg. H
OWPp®OTN TOV KOTACKELDV OVTOV ATOTELEL IGMC €V A0 TO. OVCUEVEGTEPO KO
damavnpodtepa TpoPAnuata agod ot HITA to vyog tng damdvng avépyetor oTa
27,6 dioekatoppvpia. SoArhdapilo eTnoing mov avtiotoryel oto 4.2%tov AEIT (2007)[1]
kevd oty epuavia avépyetor ota 4,8 dicekotoppvpia Evpd [2] avtiotorya diywmg
OT0 MOPOTAVEO TOGH Vo, £XEL VTOAOYIGTEL TO KOGTOG OO TNV amdAgl kepddv. H
eootoypoeic 1 omewovilel o TOMKNY KOTAGTPOPIKN PAAPN o€ petaAlikn
ownpodpoukn yépvpa kKoatackevns 1958. H Evpomaikny Ztatiotikn Yanpeoio
vroloyiler ot péypt 10 2020 10 TOCOGTO TOV UETOAMKDV KATOOKEVGDV Anpociov
evolopépovtog  mov o Pabudg PAAPng Ba €xst eBdoer oe  onueio Yy dupeon
avTikatdotaon toug 0o emepdoel o 89% kat o1 cvvéneleg Oa eivar TG0 cofapéc
mov B emeépovy avEnomn tov TAnBwpiopov katd 0.75%.Me Bdon v ypovoroyio
Kotookevng [3] kot tov Tpdmo oOVEEONC TOV  UETOAMK®OV KOTOAOKELMOV GTN
ootoypoeio 1 dsiyveton o Pabuog PAEPng ol yivetor  cagéc ot o pubude
vofaduiong TG OOMIKNG  OKEPALOTNTOG EMTOYVVETOL E TNV EWCOYOYN TOV
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GLYKOAMTOV GLVvdEcemy. 210 oynua 1 deiyvetanr katnyopromoinom tov S10.9OpmvV
a1tV PAAPNG TOV HETOAMKOV Kataokevmv][3] .

Pwr. 1. Oéoeic KaTaoTPOoPIKNS OIGBOWONS o€ PopEéa aIdNPOOPOUIKNAS YEPUPAS.
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2x. 2. Karnyopiomoinon twv BAaBwv.

Ao 1o oynua 2 yivetal cagég OTL I KOTMGT 6€ cLVOLACUO e TNV diPpmon Kat
TNV OTOTIKN QPOPTION OMOTEAOVV OLGUEVEGTATOVS TAPAYOVTEG VIOPRAOMONS NG
SQOUIKNG OKEPALITNTOAG TOV UETOAMKAV KOTACKEL®V 0pod cuviotouy 10 50% tmv
atdv BAAPNG.

Téoo 100 eawvopevo kdémwong 6co kal 1 dwdikacio ekdfimong Stress Corrosion
Crackingog ovykohAntoig cuvdéouong enxnpedlovtat 0mo S1ipopovs mapdyovieg Kot
KUPlOG amo TV YeOUETPio NG CLYKOAANOMG, TNV HEDOOO GLYKOAANGNG KOl TO
vAKo[4]. Ta mapomdve £xovv dueco avtiktumo otig (hveg ocvuykdoAnong (paen Kot
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Beppikd emnpealopevn {ovn), v TEMKN yeouetpio ¢ paeng (Kot Kot eméktaot
TNV GLYKEVIP®OOTN TACEMV), OTIC TOPOUEVOVGEC TAGELS KOl OTIC UETUANOYPUPIKES
aAlayég g Oeppukd emnpealdpevng Covng [5]. Adyor oxetkoi pe to TOPATAVED,
®Onoav 10 Aebvéic Ivetitovto Zvykolnoswv (IWI) doov kot GAleg etapeieg Ommg
eivar  ov Lloyds Register, DNVkot ABS omv amoé@acn ypnuatoddtnong evog
UEYAAOV €PELVNTIKOD TPOYPAUUATOG 6TO omoio cvuueteiyav 14 Tlavemomua Kot
Epsgovnrikd xévipa amo Oho Tov KOGHO. XKOMOG TOL TPOYPAUUOTOS NTAV 1
TOTOTOINGoT AVGEMV TETOLWV TTOL O LTopoVoaY Vo ETPEPOVY GNUAVTIKY PelTion
TNV SoUIKN AKEPAUATNTA YOADPBOVOV GLYKOAANTAOV GUVOEGEWMV.

210 mAoiclo aVTOD TOV €PELVNTIKOD TPOYPAUpHATOS To Ivetitovto YAkdv kot
Mnyavoroyikdv Epsgovav tov Tlavemotnuiov Sheffield Hallamarmopdcioe v
xpnon g texvikng UIT n omoia o¢ yvootdv spapuoletor og enelepyacio petd v
OLUYKOAANON OE POQEC VYNANG OVTOYNG GE TLPNVIKG VITOPPLYL0, CGE TAATQOPUES
e€opHENS meTpehaion, e evaAAAKTES BEpULATNTOG, GE TVPNVIKOVS UVTIOPUGTHPES, K.Ol.
2NV GUVEXELD TOPOVGLALETAL LEPOC QLTS TNG EPYACTING IE TOPAAANAN avaAvoT Kot
OTOTIUNGON TOV TEPAUATIKAOV ATOTELECUATMV.

2. IIEIPAMATIKH ATAAIKAXIA KAI AITOTEAEEMATA

To vikd SM490B ¢ mepapotiking dadwkaciog TapeAnedn ved poper| ELAGHATOS
mhyovg 16Mm kot StopopedOnKe o€ doKip GOUEOVA LE TIC TPOSYPUPES. LTOV
mivaxo 1 dsiyvovtol, n MUk 6OGTAON Kot 01 UNYOVIKEG O10TNTES EPEAKVGLOD TOV
vAkov. T TIg avaykeg TG TEPAUATIKAG EPEVLVOS XPNOLUOTOMONKAY TPELG EVPEMG
O100€d0LEVOL TOTTOL GLUYKOANTAOV GUVOEGEMV OTMG delyveTal GTO GYNUa 3 .

Ot ovykodlnoelg mpoypatomomdnkav pe ypnon GMAW xar CO,-gas e
napapétpovg. 23V, 220Akat puoud 181 mm/min. Ot apyikég mapapéVovoeg TAGELG
o710 dokipuo petpnOnkay pe v uébodo hole-drilling kol  péon tyun tovg deiyvetan
OTO JWYPOUU TOV GYALaTOg 4.

Eméyovtog dokipo kabs yempetpiog HE OUOWL GLUTEPIPOPH GE GTATIKN (OPTION
(oyetikog givar o mivakog 2), 6TV GUVEXEW KOTOTOVAONKAY 6€ KOT®mON e 6tadepd
evpog eoptiong R=0.1 kar cvyvomnta 20 Hz. O apiBuog tov doxipiov yuo kabe
onueio tov S/N daypappatog nTav 8 kot 10 cHvoro ToV dokiu®dV aviibs oe 950 .
Opotog ap1Buog dokimv TpodPpmdnke oe TepPAriov EpyacTnplakng SdPpwong
fog sprayingywo. 350 dpeg. Ta oyetikd amotehéopata Oeiyvovial GTO O10yPOLLLOL
TOV CYNUATOS 5.

Xnuikn cvotacn (nepiektikéTnTa KOTd Bapog %)

C Mn P S Si Ni Cr Mo
0.155 1.304 0.017 0.010 0.423 0.032 0.038 0.018
Mnyovikég 1010tnTeg
oF (MPa) UTS (MPa) Hapapopewon (%)
352 514 29

[iv. 1. Xnuikh c0ataon Kai unxavikés 1610tnTeg rou SM490B.
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Cruciformjoint Cover platejoint stiffener joint
Weld 1 Weld 2 Weld 3
oF (MPa) 274 269 278
UTS (MPa) 419 409 427
Hopopdpenon 7.7 6.7 6.9

(%)
Miv. 2. Mnxavikég 1610TNTEG OTNV TTEPIOXT THS OUYKOAANTAC OUVOEDTS.
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2X. 3. O11peig diapopeTikoi TUTrol SOoKIWiwv (Lovades ae mm).
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2X. 4. [apauévouoes TAOEIC KATA UNKOS TS EYKAPOIAS TOUNRS Twv SOKIUiwY UETE
TNV ouykoAAnon.

wa. 2. Mpocrolpacia meipauanikng diaraéns KOTwong.

Katd v didpketo tng Tponyovuevng dekaetiog n texvoroyio UIT eleliytnke dote
onuepa vo omotehel pla afdmomn texvikn adEnong S avtoyng o€ KOmmon
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CUYKOAMTOV ovvdéoewv. XOupove pe tv  puébodo UIT  mpaypatomoteiton
napépPaon oto péyebog g mapoapévovsag Tapapdpemong (Le cuyvomro 36,000 Hz)
o€ mePLOYEG OOV TPONYOLUEVAS EAaPE ydDpa GLYKOAANGT. Me Vv gpappoyn avth:

e clobyovtol OMTTIKEC TAGE OTA €EMTEPIKA  EMUPAVEINKA GTPMUOTO TOV
VAMKOV €15 TpOTOV ®oTe v peEwbovv M va e€aAelpBodv M akdun va
aVTIOTPOPOVLY ol avemfounteg (amd ™V GLYKOAANGM) TOPOUEVOVGEG
TOPALOPPDGELS,

e ueudvovTol 1M eEAAEIPOVTOL TEPLOYEG CLYKEVTIPMOOTG TAGEWYV,

o Beltidveral To TPOEIA TS GVYKOAANONG.

O eEomhopog UIT amoteleiton amd Eva @opntd epyadreio, £va KIBOTIO MAEKTPOVIKOD
EAEYYOL KOl YEVIKG €ival €0KOAO GTNV YPNON TOL KOl GTNV AELTOLPYiOL TOV, UE
eMdioto 06puvfo Kat dGvnon.

SM490B
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2X. 5. KaurmiuAeg S-N

To UIT ocvykpwvouevo pe T mopoadootokés uebddove emelepyacioc dmwg 1o  air
hammer peeningro shot peeningat to needle peeningiivat arodotikdtepo TNV
UEIDOT TOV TOPAUEVOVGODV TOPULOPPDGEDY GTNV GVYKOAANGN, GTIV XOALPMGT] TOV
TOPOAUEVOVODV TACEMV, OTNV UEIOUEV GLYKEVIpOOT Tdcewv [5,6]. Aldpopot
gpeuvnTég [7-9] katéderi&av 6Tl 1 uNoVIKT omdd0oT GLYKOAANTOV GLVIEGUOVY (£0TM
KOl fikpo¥ peyéfong) oe KOmmomn PEATIOONKE OVGIUGTIKA. TNV TOPOVGO, EPEVVNTIKA
perétn yw v enetepyacio tov dokipiov pe UIT ypnoyomondnkav mapduetpot
oV mapovclalovtal otov Tivaka 3 kot ivor cOLEVES pe TG akohovBoldueveg oe
TUPNVIKOVG EVOAAAKTEG OEpLOTNTOC Y1O. XAAVPES TOPOLOLOV TAYOVC.

Hapaperpor UIT Tuég

Carrier frequency [KHz] 36

Pin dimension [mm] @ 5.x 17, R25
Normalized impact 64 impulses
Amplitude under load [um] 24
Pressure [kg] 12
Impact frequency [Hz] 260
Feed rate [mm/min] 400

iv. 3. lapaduerpor tng epapuoyns rou UIT oro SM490B [10].
o 1o mTpocdiopiopod tov oeélovg petd v emnelepyacio pe UIT, petpndnkov ot
TOPOUUEVOVCEG TACELS KOl OEXVOVTUL GTO SIAYPULLLLO TOV GYNUATOG 6.
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2X. 6. Karavoun mapauevouowy TaoEwV TPIV Kai IETA Thv epapuoyn UIT.

Metd v enelepyacio tov dokuiov pe UIT, e€etdotnkoy dpota kot tpodiafpopéva
doKifo. pe AmOTEAEGUATO TTOV OEiyVOVTOL GTO OLALYPOLLLLL TOV GYHLATOG 7.

SM490B
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2X. 7. 20ykpion kautmuAwv S-N mpiv kai uera UIT oe diaBpwuéva (Cor) kai un diaBpowuéva
(UnCo) dokiuia .

3. XYMIIEPAXMATA

H teyvoloyio UIT oc¢ spapuoyn oty ovykoAlnom yoAvBdvov elacudtov
ypnoLomoteital svpémg amd v dekaetio tov 1970.

Ta pépovta ototyeio TV YaAOPIVOV YEQUPGV VTOKEIWVTAL GE SVVAUIKT POPTION EVD
TopAAANAL o1 cOVOEGHOl TOVG GLYVA gvupickovtol AVIHETOTOL U eEMTEPUKE
eMOETIKOVG SOPPOTIKOVG TAPAYOVTEG LTV TAPOoLGH epyacia M epappoyn UIT
mpofailel ¢ pion Pounyovikny ovvoatdHTNTO KOV VO OVOOIVEUEL ETKIVOLVES
TOPAUEVOVCEC TOGELG KOl VO OTOTPEMEL GUYKEVIPMOON TAGEMV GE TEPLOYES
GLUYKOAANONG. LTV Topovoe UEAETN OMOTIUAVTOL Ol CTUOVTIKEG SVVATOTNTES TNG
teyvoroyiog UIT ot meployn em@oveldV GUYKOMNTOV cuVOEGE®Y OE YAAVPOIVES
YEQVPES 0OV Ta amoteAEcpaTa £de1EAV OTL 1 epappoyn TS texvoroyiag UIT pmopel
Vo 00ENGEL GNUAVTIKG TNV SOUIKT OKEPALITNTA GLYKOAANTOV GUVOEGEDV YOADPIVEOV
vepupdv péxpt 250%.
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EXAMINING THE EFFECT OF ULTRASONIC IMPACT TREATMENT ON
THE FATIGUE STRENGTH OF STEEL WELDED JOINTSSUBJECTED TO
CYCLIC LOADING AND CORROSION.
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ABSTRACT

Ultrasonic Impact Treatment (UIT) has been extezlgiused since the 70s in the post
weld treatment of steel welds. The technology setia the generation of ultrasonic
oscillations which through a waveguide are trantgabto a tool pin or pins. The pin(s)
under predetermined parameters of movement andbioagd the tool and the surface
to be treated under conditions of resonance andeh#ansmitting plastic strain of
high frequency into the material. The impact eneggnerates the compressive
residual stresses which can redistribute and rebksfdual stresses being locked
during welding. UIT has been certified by a numtiieinternational organisations and
its procedure is highly controllable. The currerdrkvevaluates the potential of UIT
for the treatment of welded joints usually implengehin the construction of steel
bridges. Bridge members are subjected to dynamaithg while joint sections appear
to trap highly contaminated aqueous solutions. WiTthis work was used as an
industrially available solution able to remove thezardous tensile residual stresses
while treat the weld toe to shapes reducing sitessentrations. The results indicate
that the UIT can significantly increase the struakintegrity of steel bridges to levels
exceeding 250%.
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