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OKSI-GAZ KAYNAK YONTEMLERI

ARK KAYNAK YONTEMLERI

- Elektrik ark kaynadi

- MIG/MAG gazalti kaynagi-masif elektrot
- MIG/MAG gazalti kaynagi-6zli elektrot
- TIG/WIG gazalti kaynagi

- Tozalti ark kaynag!

- Plazma ark kaynagi

- Saplama ark kaynag!

BASING KAYNAK YONTEMLERI

DIRENG ESASLI KAYNAK YONTEMLERI

1- Sirtlinme kaynag!

2- Surtinme karistirma kaynagi
3- Patlamali kaynak

4- Dévme kaynagi

5- Ultrasonik kaynak

6- Soguk basing kaynagi

OZEL KAYNAK YONTEMLERI

- Direng nokta kaynagi

- Direng dikis kaynag

- Direng alin kaynagi

- Kabartili direng kaynag

- Yiksek frekans direng kaynag!

SERT LEHIMLEME YONTEMLERI

1- Lazer 15in kaynag

2- Elektron 1sin kaynag
3- Elektro-curuf kaynagi
4- Termit kaynag

5- indiiksiyon kaynag
6- Diflizyon kaynagi

haci ASLA

- Ufleg ile sert lehimleme

- Firinda sert lehimleme

- indiiksiyonla sert lehimleme

- Daldirma ile sert lehimleme

- Direng sert lehimlemesi

- Elektron isini sert lehimlemesi
- Lazer igini sert lehimlemesi
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Kaynak
Yontemi
Grubu

Kaynak Yonteminin Adi

DIRENC
KAYNAKLARI

Nokta Diren¢ Kaynagi

Diren¢ Dikis Kaynagi

Alin Diren¢ Kaynagi | Alin Yigma Diren¢ Kaynagi

Alin Yakma Diren¢ Kaynagi

Kabartili Diren¢ Kaynagi

Yiiksek Frekans Diren¢ kaynagi

BASINC
KAYNAK
YONTEMLERI

Stirtiinme kaynagi

Surtinme Karistirma Kaynagi

Dovme Kaynagi

Ultrasonik Kaynak

Patlama Kaynagi

Gaz Basin¢ Kaynagi

Soguk Basing Kaynagi

Difiizyon Kaynagi




Kaynak Yonteminin Adi

Elektro-curuf kaynagi

Elektro-gaz Kaynagi

. Lazer Kaynagi
DIGER KAYNAK

YONTEMLERI Termit Kaynagi

Elekron Isin Kaynagi

Indiksiyon Kaynag1

Torg ile lehimleme

SERT VE Daldirma Lehimleme

YUMUSAK
LEHIMLEME

Firinda Lehimleme

Diren¢ Lehimlesi

Indiksiyon lehimleme




ELEKTRIK ARK KAYNAGI PRENSIBI

METAL
MOLTEN

SOLIDIFIED SLAG METAL AND SLAG
GASEOUS

WORKPIECE

STICK WELDING PROCESS

ELECTRODE haci ASLAN

MMA principle

Electrode
holder

Coated electrode




MIG (Metal Inert Gas) KAYNAGI

ve
MAG (Metal Active Gas) KAYNAGI
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TOZALTI KAYNAGI

Electrode wire
Welding head AC or DC current
Residual flux j3ws -~ supply lead

Mode:Flux wall guided



PLAZMA ARK KAYNAGI

Plasma welding

—— n:i-“:um ble

Shielding
FER

Plasma

Parent metal

Keyhole




KARBON ARK

CARBON ROD

DIRECTION OF
PROCRESS




SAPLAMA KAYNAGI
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OKSIi GAZ ERGITME KAYNAGI

Notr Alev Asetilen Fazlasi Alev
(Karburleyici Alev)

Oksijen Fazlasi Alev
.~ (Oksitleyici Alev)

ADKARAB NN ile Kesme islemi



NOKTA DIRENG KAYNAGI




KABARTILI DIRENG KAYNAGI













ELEKTRON ISIN KAYNAGI

High Yoltage Source

In=sulator

Electron Beam Gun

Anode

Column Yalve

Electron Beam

Magnetic Lens

Deflection Coil

Work Area
L - Part

-

2 ghtc.com

Upper Column

Lower Column

To Vacuum
System

— Stylized crogs GesBonel rodppasandpraak chamber



1. Workpiece
2. Water cooled shoes

3. Slag
4. Fillar wire

5. Molten slag bath
6. Weld
I. Wire feed unit
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SURTUNME KAYNAGI

oncesi Ilk Asama




Before Welding
Parts are loaded into welder, one in rotating spindle and the otherina

stationary clamp.

Phase 1 (First Friction)
1. Parts are rubbing together, at low force, to accomplish a clean-up of the two

surfaces to be welded.
2. The force applied during First Friction is ~30% of the Second Friction.

Phase 2 (Second Friction)
1. The increased pressure brought about during second friction causes the met

~ to become "'plastic* and flows outward from center to form the characterist

ash"
e the designed Flash is accomplished, the rotation is rapl

moves to the Forge Phase.
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clad metal
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Fig. 1 Explosive Welding
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DIFUZYON KAYNAGI
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haci ASLA




Sicak Levha Kaynagi

Process diagram of hot—plate welding

1) —Upper jig

Hot plate
-~ >

T Lower jig

{1) Setting of moldings in position
and insertion of hot plate

— ' e (2} Melting of joining surfaces

{3) Taking out of hot plate

{4) Welding and then cooling
of molten surfaces

{5) Taking out of welded product
completions of welding proce



ULTRASONIK ETAL KAYNAGI
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TERMIT KAYNAGI







