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IHepiinyn

H mapovoa mruyloky epyacio agopd TV Kataypoer, TV Sodikacio Kol Tov EAEYY0 TV
GUYKOAANGE®MV OVAAOYO LE TIC OTTOTNOELS TNG EKACTOTE KATOUOKELNG, COLP®VA LLE TO TPOTLTTO,
EN ISO 1090:2009 xor EN ISO 3834:2005. Ewdwotepa 1 uébodog avtr ypnoipomoteiton
voype®TIKA atd TV 1n Ioviiov 2014 kot copgova pe to tpdtvmo EN ISO 1090 kot EN
ISO 3834 mpoPArémetor n moTomoinon Kabe emiyeipnong LETOAMKOV KOTAUGKEVMOV OO
évav aveldpTnTo Kol S10MICTEVUEVO POpEN MOTOTOINONG. AVTO TpoimoBETEL TNV THPMON
KOl EQUPUOYN TMOV OTAITOVUEVOV VOUOOEGIOV Kol TPOTOHI®V 7oV TPOPAETOVTIOL KOTH TNV
dwdwkacios  KOTOoKELNG TEPAAUPAvVOVTOS TNV  oOvtadn EVIVTOV  KOTAypoeng TV
TopapéTpov cvykOAANong (pWPS), katdmv tov édeyyd tovg (Mn Koataotpopucéc Aokipég)
Kot téhog v £€ykpion Tov (WPQR) v v epoappoyn oy katackevr] (WPS).

AgEarg KAeWWd: moTomoinot, mPOTLTO, GLYKOAANGT, €AEYYOG GLYKOAANOMG, KOTOYPOQN,
EYXEPIO0 TOLOTNTOG, OMOITNON KOTOOKELNG, GULUUOPPMOOT, WUN KOTOCTPOPIKOL EAeyYOL,

pWPS,WPS,WPQR

Abstract

This thesis is concerns with the specification, record, procedure and the test of welding
process depending on the requirements of the construction according to EN ISO 1090:2009
and EN ISO 3834:2005. Particularly this method is used compulsory by Ist July 2014 and
according to standard of EN ISO 1090:2009 and EN ISO 3834:2005 is provided
certification for every company of steelworks by an independent and accredited operator.
This suppose that companies must strictly applicable with laws and standards which are
provided by the process of construction and they should have credentials records for the
elements of welding (pWPS), then to be tested (Non Destructive Test) and in the end the
approval of welding (WPQR) for the applicable in the construction (WPS).

Keywords: certification, standards, welding, test of welding, record, quality management,
execution class, compliance, Non Destructive Test, pWPS,WPS,WPQR
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Evyoprotieg

H mapovoa epyacio ekmovinke 6To £pyacTiplo ZVYKOAANGE®Y TOL TUHATOS Mnyavordywv
Mnyovikdv tov A.E.I. TIEIPATIA T.T. kot okomdg g NTav 1 Kotaypoen TovV dodikacidv
GLUYKOAANOMG KOl O €Aeyxoc ovt®v, ovuemvo pe to mpotvma EN ISO 1090 «Adouixég
UETOAMIKES Kataokevés amo ydlvfo kor olovuivioy kot 1o EN ISO 3834 «Armaitioeic

TOLOTHTOG UETAAAKOV DAIKDV 1e GVYKOAINGN THENS», GE SOIKT LETOAMKY] KOTAGKELN.

Me v mepdTmon g epyaciog autng, apeOTEPOL Ol GTOLONCTEG aGHAVOLOGTE TNV avAyKN
va guyaptoTicovpe Beprd 6GoVG GLVEPAAAY e OTOLOOMTOTE TPOTO GTNV OAOKANPWOGT TNG Kol
wwitepa
- v kafnyntpla Ap. Havddpa I1. Poirakn yio v avébeon tov mold evolaQEPOVTOG
Oépatog Kot
- tov ABavacio Movpid, MSc Mryovordyo Mnyaviko, [avemomuokd Yrndtpopo
tov Tunpatog Mnyavoroywv Mnyavikov tov A.E.L Tlewpoud T.T. yo v apépiot
Bonbela, v otev ovvepyooio poll pog, oAAG kou TV evBdppuven Kol TIS
KaTeELOVVOELS, oTOoLElD TOV EMETPEYAY TV OTPOCKOTTN £EEMET Kol OAOKANPWOGT TNG

gpyaciog avTmg.

®a Béhape emiong va evyopiommoovpe Oepua tig etopeiecgc MHXANOTEXNIKA A.B.E.T.E.
KAI BIOMEK A.B.E.E. ywo v 0140g0m punyavoroytkoh E0TAIGLOD, TNV TEXVOYVOGI Kot

TIG TOAVTILEG TANPOPOPieS TGO 6TO Be®PNTIKO OGO KOl GTO TPAKTIKO HUEPOG TG EPYACTOS .

Ogpeihovpe, TEAOG, £va LEYAAO EVYAPLOTM GTIC OIKOYEVELEG LOG Y10 TNV NOTKT KOl VAIKY] TOVG

CLUTOPAGTACT, XOPIg TNV omoia Ba NTav adHvaTN 1) TPAYLATOTOINGT TNG EPYAGING QVTHC.

Manog 2017
Tpravragvirov Evayyerog
Kapovtong Xrviwavig
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Ewsayoyn

Inuepa, n Propunyovios SOUIKOV KATOOKELOV PplokeTal aviiuéTtonn pe pio and T 7o
ONUOVTIKEG OALOYEC Ko TPOKANCELS TG oekaetiog, kobmc m onuoavon CE (Conformité
Européenne 1 European Conformity), 1060 T®V OOUIKOV LAIKOV OGO KOl TOV OOUIKOV
KOTOOKELMV KoBloTaTon TAEOV VIOYPEMTIKY, TOGO o€ OAa Ta Kpdtn uéAN ™G Evpomaikng
‘Evoong (E.E.), 660 kot otov Evpondiké Owovouikd Xopo. g ek TovTtov 1 onjpavern CE
0o amotelel mAéov «dwwPfatiproy Yo TNV TOPAY®YN Ko TNV €AgvBepn dwakivnon

Aopkarv Ipoiovrov kot Kataockevav evtog g E.E.

Méow tov Kavoviepod apif. 305/2011 tov Evpomaikod KotwvoBovAiov kot tov
>vpPovrov g E.E., mov ekd6Onke v 9n Maptiov 2011, vy 1 6O€omion
EVAPLOVIGUEVOV Op®V EUTOPIAG TPOTOVTI®MV TOV TOUEN TOV SOUIKMY KATACKEVMV KOl Y10
mv kotapynon g odnyiag 89/108/EOK tov ZvuPoviiov, kabopiletar g
VTOYPEMTIKY KAl OEGUEVTIKY] GE MAVEVPOTATKO EMIMEdO M €PapLoyn Tov tpotvmov EN
ISO 1993 «Zyedioouog uetollik@dv Koataokev@vy, YVOoTo ¢ Evpokddtkas, kabdg kot n
évtaén OA®vV TV amouTHoE®V ovtoh TOL o€ OAOLG TOLG €BVIKODG 01KOOOUIKOVG

KOVOVIGHLOVG.

2oppova pe tov Evpokddika 3, otov omoio kabopilovtal ot amaitcelg Tov apopohv Tov
GYEOOUO OOUIKADV KATOUOKEVDOV amd YdAvPa Kot aAovpivio, epaproloviot LVIOYPEMTIKA T
evoppovicpéva tpotora EN ISO 1090 «douikés uetatlikés kataokevés omo yaivfa koi
atovuivion ko 10 EN ISO 3834 «Araitnoeis moi0tnrog HETOALIKDV DAIKOV e GVYKOLLNON
méngy, KaBhg kot TAN00g dALOV TPOTLTOV Ta Omoin Kol avTIKaO1oToHV TANP®G GAOLG
tovg Tpovimapyovteg Kavoviopovg kot OAa ta dAAo TpdTuTa IOV ioyVvoV PEYPL CUEP O GE

oreg T1c yopeg ¢ E.E., ovdepiag eapoopévng.

>oppova o pe to mpdtona EN ISO 1090 kar EN ISO 3834 mpoPAémetor emiong m

motomoinon kdaOe emyeipnong and évav avefdptnto Kol OLOTIGTELUEVO QOpEn

vil



TGTOTOINGoNG,.

Evod n onuaven CE yuo 6Aa ta dopikd vakd, Brounyavikd eaptipota Kot Tpoidvta mov
avVOQEEPOVTOL GE EVOPUOVICUEVO TTPOTLTTA 1 cVpE®VOLV pe pio Bupomaikn Teyvikn
A&ioloynon, NTav vroypemTikny anaitnon and v In IovAiov 2013, éva ypovo petd, Kot
ovykekpipéva and v 1n Ioviiov tov 2014, eivar eniong vroyxpemtikn Kot 1 ouaven CE
YL OAEG TIG TOPOUYOUEVES DOUIKEG LETOAMKEG KATAOKEVES, akOpo kol otnv EAAGSa pe tnv

Y.A.6690/2012 (®EK 1914/B’/15-06-2012).

AvT6 amotehel yeyovog 1OUTéPag oNUGiag TOGO Yo TOVG UNYOVIKOVS, OGO KOl Ylo TOLG
EPYOLAPOVE KOl KATOOKEVOOGTES QOUIKMDY UETAAAMKAOV KOTOOKEVMOV Kol amaltel dlaitepn
TPOGOYN OTIS EVEPYELEC TPOGUPUOYNG KOL CUUUOPO®ONG OTIG EMPOUAAOUEVES VOLODETUES

VTOYPEDGELC.

Ta pétpa, mov Oa mpémel va AAPEL O TOUEAS TOV HETAAMKOV KOATOAOKEVMOV HE GTOYO TNV
enitevén g onuavong CE elvar moAdd, aAld icmg 10 mo onuovtikd otoyeio sivar 0Tt
dpeca 0A0G 0 TOUENS TOV KATOCKEV®V O TPEMEL VO EEKIVIOEL VAL EVI|LEPDVETAL LE GTOYO
™V oTadlaKy] CLUUOPP®OT TOL MG TPOS TIG OmOTNoElS tov véov Kavoviopov
[poiovtov Aopikov Koataokevdv, yvootd emiong kot og Construction Products

Regulation - CPR, o onofog kou amoterel v Pdaon tov véov vopoBetcod KabeotdTOC

GUUUOPPOONG.

ZUYKEKPIUEVA CNUELOVETAL OTL GTO TANIGLO0 TOGO TNG EQPAPUOYNG OGO KOl TNG STHPNONG
NG TLGTOTOINONG EMYEPNGEWMV, 01 0OToleg eite glvan mGTOMOMNUEVEG, €iTE TPOKELTOL VO
motonomBovv cvpeova pe to EN ISO 9001, n epappoyn tov é6cov avapépoval, givat

VTOYPEMTIK).

H dwadikasio coppodpeoong sivar anin oAdd xpovoPdpa Kot mg K TOVTOV 0 YMPOG 0L LOVO
0V YGAvPa Kot TOV GONPO-KATOGKELAOV OAAY Kol TOV OAOLUIVIOL KOl TOV GAOVLUIVO-
KOTOOKEV®VY, Oa Tpémel va Kavel amd TOpa apKeTH TPO0do, £T61 MOTE Vo eEUGPUAIcOEL O

KOVOVIKOG £POJIOGHOG LE OOMIKEG LETAAMKES KOATOGKEVEG OO OLOMIGTEVUEVEG TTNYEC.

270 TAOIG10 CUUUOPPOCNG LLE TOVG VEOLS VITOYPEMTIKOVS KOVOVIGUOVGS, OAEG Ol LETAAMKEG

doukéG KaTaokevEég, mov Ba mapadidovtal ota epyotdaia, Oa mpémel va pEpvovy emiong

viil



onuavon CE.

Inuetdvetonr 0Tt poévo gpyordfol odnpodV KATOGKELAOV, TOL avikovv ce o KAdon
Extéleong (Execution Class - EXC) avdioyng pe ekeivn mov amatteitar yio KéOe
OVYKEKPIHEVO €pyo, Ba pmopohv va GULUUETEYOLV TOGO o€ eBvikovg kot Oebveig
HEL000TIKOVG  Olay®VIGHOVS OGO KOl OTNV  KOTOGKELT KOl TNV avEYEPON  OOUK®V

UETOAMKOV KOTAGKELOV ONUOGLOV Kol IOIOTIKOV TEYVIKOV EPY®V.

O1 evBhveg Tov Mnyovikov yio v epapuroyn tov CPR, mov oyetilovtal pe tnv onupavon
CE xd0e petoilucod €pyov eivar mapo moAd peydieg kar cofapéc, kabopildueveg 1660

oTNV HEAETN, OGO GTNV KATAGKELY], TNV AvEYEPON Kol TNV eNiPAeyn KAOe Epyov.

Katéd v perétn kabe €pyov, o Mnyoavikdg, €ktd6g and tov kabopiopnd OAov TOV
KOTOOKEVOAGTIKOV CTOXEIMV KAl TOV AETTOUEPELDOV TOV £pYOV, €ival 0 LOVOG aplrOd10g
Kot VTELOLVOG VO TPOGOOPIGEL TNV ATOUTOVUEVT] TOLOTNTO TG KATACKELNG, kaBopilovtag
amd To YOPUKTNPLGTIKA TOV £PYOV, HE PAON TNV EMKIVOLVOTNTO, TNV YPNOT, TNV TAPAYMOYT
Kol TV ekTédecn avtol, o€ mola amd TG téooeplg amoartovpeves Khdoelg Extéheong

(EXCI, EXC2, EXC3 ka1 EXC4), evtacoetal 10 kabe £pyo.

Ot gpyaocieg mov avagépovtat 61o Kabe eminedo eivar yovopikd ot akdAoVHeC:
e EXCI - ®dppec.
e EXC2 - Kripta kotokimv Ko ypapeiov.
e EXC3 - Tépupeg ko GAAeg dopég ov extiBevtal o KOT®ON.
o EXCA4 - EWwég KaTaokevEc, OmmS YEPUPES LEYOA®Y OVOLYLATOV, GTOOOVS

TOPOYOYNG NAEKTPIKNG EVEPYELOG, KA.

Ta ovykekpipéva Pruata g owedikacia mpocsdtopicuov e Koatnyopiag Extéleong

KkaBe £pyov cuvoTTIKG £X0VV MG 0KOAOVOWG:

o KoabBopiouog g Katnyopiog Zvveneiov tov épyov (Consequence Class), cOpupova
pe tov mivaxa B.1 tov mpotdmov EN ISO 1990-1:2009 ©} tov wivaxka A.1 tov
npotomov EN ISO 1991-1-7:2006+A1:2004.

e Ilpocdopiouog g Kotnyopiag Acgttovpyiog tov épyov (Service Category),
coppava pe tov mivaka B.1 tov mpotdmov EN ISO 1090-2:2008+A1:2011.

X



o Tlpocdopiopdg g Katnyopiog [Hapaywyng (Production Category, copemva e Tov
nivaxka B.2 tov rpotdmov EN ISO 1090-2:2008+A1:2011.
e Evpeon mg Kamyopioag Extéheong (Execution Class), coppwva pe tov mivaxka B.3

tov tpotvumov EN ISO 1090-2:2008+A1:2011.

H «xoatackevn kdbe épyov Oa mpémer va yivetalr o6& KOATAAANAQ TIGTOTOINUEVT
KOTOOKEVOOTIKN Hovdda, m omoia Ba dwabéter Epyootaciokd Eleyyo e IMapoaymyng

(Factory Production Control - FPC).

INo mapadetypa, €vag olOMPO-KATOOKELOOTNHG, moL  embvuel  vo  amodeier v
CUUUOPPM®ON  T®V KATAoKEV®V Tov otV onuoavon CE, Oa mpénel va dabétetl ta eENg tpia
Eyypaoa:
¢ Ihwstomommtikd Epyoctaciokod Eréyyov g Hapayowyng (FPC), exdoduevo ond
KOLVOTOUNUEVO OPYOVIGLLO.
¢ INIicTomomNTIKO XVYKOAAGEMYV, EKOOOUEVO OO KOWVOTOMUEVO OPYOVIGUO.
e Anioon Amdédoong (Declaration of Performance-DoP), gkdidopevo amnd tov

avao0Y0 GLONPOKATAGKEVOCT.

Ot gvBbveg ™pNoNg TS GYETIKNG VOopobesiag Kal TV Tpoavagepfiviav KatavELovTol

o€ OAOVG TOVG EUTAEKOUEVOVG, CUUTEPIALUPOVOUEVOV KOl TOV UNYOVIKOV.

Opomg kot 0 meAdtng 1 0 KOpLog avadoyos, mov entBoupel va avabéoel oe Evav aAlo, tpito
aVAd0Y0 TNV KOTACKELT TNG OOUIKNG KOTACKEVNG, EMEWDN PEPEL KAl AVLTOG TNV CYETIKY|
and tov VOHo €uBhVN, 0QelAEl VO TPOYLATOTON|GEL OTWGONTOTE EAEYYO KOl AELOAdYNoN

TOL KOTOOKELOGTN TPV Amd TNV avabeon Tov Epyov G€ aVTOV.

Opoimg kot ot acPaAoTég Oo TPEMEL VoL OAOKANPOCOVV [0 TOPOUHOLD dladIKaGia
Eheyyov Kol aEloA0YNoNS TPV EKOMOOVV OTOLNONTOTE OCPAAOGY EMAYYEAUATIKNG
€v0Ovnc (Professional Indemnity Insurance) ce évav avadoyo, m.y. GlNPO-KATOCKELAGTN

nov emBopel v onpovon pe CE ota mpoidvta tov.

To g v B€pa eivar dkpwg evala@épov yio TV avantoén kot tnv evpvBun Asttovpyio
¢ ayopds kot n MHowwtnte Keataokevng kabe £pyov e€aptdtal amokAEGTIKE and TV

KAdon Extéleong avtov kot o¢ €k toHtov and v mwordtnTe Kol TNV ailomoTtio TV



YvykoAMoemv. 'E1o1, coppova pe v tpoavaeepbeica texvikn vopobesio og to mA&ov
apHodlo dtopo yo to Bépato TG MOOTNTOG Kol TNG OEOMIOTIONG TOV GUYKOAANGE®MV

opiletal o «Xvvrovietis TOV LvykoAloemv» (Welding Coordinator).
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Kepdhato 1
Awyeipron IlowotnTog

1.1 KaBopiopoc Tov amartovpevov 0pmv mordtntog [ 1]

H Swayeipion g modmtog €xet évov onuoviikd polo otnv eAedBepn owkovopio Kot GuvEXMG
kepdilel og a&la. O okomdg g elvar va amotpénel TV dadikacio Kot To Tpoidv amd Addn. H
eloaymyn g oelpdc mpotvinwv tov EN 1090 €yel pépel éva movevpomaikd tpdmo dayeipiong

TOWOTNTOG GTNV 0yOPd, GTOV TOUEN TMV KATOCKEVOV aAOLUVIOL Kot YaAdPwv.

1.1.1 IIpétoma

‘Eva. mpotumo pmopet va BewpnBel cav éva Eyypago mov aviikatontpilel 10 KAOADTEPO Yoo pia
kaBopiopévn owdwoacio. Ta mpdtuma kabopilovv yevikd kot emavaAapPavOUEVES OMOLTHOELS

OV EMOTTEVOVV TNV KOTOGKELT] TOL TPOTOVTOS KM Kot TNV dradikasio Tng akolovdiog.

‘Eva mpotumo givon pia teyvikn meptypoaen 1 GAAOG £vag TOTOG €YYPAQPOL 0 0moiog elval EVPEMG
dwbéopog kat €xel dOmuovpynBel cvvepyalodpevog pe apolfaieg N e YEVIKES GLUE®VIES amd
Oleg TG evolapepopeveg opades. Exer Paciotel o€ cuvtoviouéva omoteAECUOTO TOV £XOVV
TPOKVYEL amd TNV QUOIKY TEYVOAOYio Kol TS Oadikacieg mov &yxovv eheyyfel kol €yovv
avayvoplotel and Aebveig Opyaviopotg Ipotomwv. (I1y.: ONORM oty Avotpia, DIN oty
Ieppavia) kKot avtd mov avtamokpivovral tépa and Tig anoutoelg pioag xopos (Ily.: EN omv

Evpdnn, 1 og 01e0vég eninedo ISO).

"Eva mpdtumo pmopel vo evIomioTtel 6 €va 1 TEPLGGOTEPOVS TOTOVG TPOTLTIMV OTMG Y1 TPOTLTTAL

EMGKEVNG, TPOTLTTA OLAVOUNG, TPOTLTO. OPYEVEOONG | TPHTLTTA H1OOIKOGTIOG.

[TapoA' avtd ta TpdTLTTO OV €xovV Kopior VOKY €TBOAY. Ogwpobvtol cav GLGTAGELS KOl M

¥pNom toug stvan mpoarpetikr). H povn mepintwon mov n ypnomn tovg yivetor vwoypemTikn ivat



otov vopol, cvpforato 1 OOTAEEIS KAVOLV OVOPOPES GE OLTE. XTNV TEPITTOOYN VOUIKOV

Srapaymv kapio anolnuioon dev xopnyeitol av ol AmUTNGELS GCLUUOPPDVOVTOL LE TO TPOTVTA.

1.1.2 Evoppoviopéva mpétoma

Ot teyvikég 0dmyiec cuvnBmg meptiapfdvovy Tov 6po «evapuovicpévo TpodTumo». ‘Eva t€to1o

TPOTVTO  €ivol amA®dg pio €01 avomTLYUEV TEYXVIKY 0dnyia, 1 omoio evd dev &ivoat

VIOYPEWMTIKY, UTOPEL VoL 0ONYNOEL GE VOUIKEG CUVETELEG AV 0eV GLUHOPP®OEL pe awto. H cepd

npotumwv EN 1090 eivatl éva evapuoviouévo TpoTumo Kol cuvioTatal 1 XPNoN TOL ENEWY| OE

nepintwon oyvpiopod nuiag Bo Pondnoel cav ovoeopd Yoo TNV TPEYOLGO TEYVIKY TNG

KOTOGKELNG,.

1.1.3 Eppnveia npétonev

Ta 01e6vi] TPOTLTOL AVAPEPOVTAL [LE GUYKEKPUYEVT] GLVTOUOYPAPIO AVAAOYO TNV YDOPOL.
INo mopdderypo oty Ieppavia givar To DIN, omv Avotpic to ONORM, oty EABetia
SN «An. H ocvvtopoypaeia avaioyo pe tnv yopo yo avtd to oedvn mtpodTumo pmopel
emiong va mponyeitan pe Eva emmiéov EN 11 EN ISO npotumo.

To Evponaikd mpotuvma €govv avamtuyfel oe texvikodg @opeig g Evpomoaikmg
Emutpomng [Ipotommv (CEN)

H ISO givan pila moayxoopia avedptntn ovvepyacio TV ETIONUOV  WVOTITOVTOV
TPOTUT®V ad GuVOAKE 162 ydpeg, o1 omoieg avanticsovy debvn TpdTLTTO.

H avrtictoym ocvvropoypaeio xopag yio éva Evponaikd npdtuomo mpénet va viofetn et
xopig Tpomomomcels. Ot amontnoeLg Yo Tig xdpeg Oa mpémetl va opilovton emmAéov pe pia
Aebvn cvvtopoypaoia, t.y. ONORM EN, DIN EN, kAmw.

Yy mepintoon evoc Evpomaikod mpotvmov, n viobétmon evdg debvoidg mpotdmov
kaBmg kol evog €Bvikod mpotumov glval voypewtikn, wy. ONORM EN ISO, DIN EN
ISO, KA.

Ot Evpokdotkeg, elvan éva coumieypa ond Evponaikd mpdtuma yio Tig KOTUOKEVES.

1.1.4 Nopor

O vouog mpokdmtel amd Kamoleg vopobeaieg mov Kabopilovion amd Eva VOHKO opyaviouo, m.y.

yopeg ko moMteiec. 'Evag vopog pmopel va cvpmeptlopfdvel moAAd pEHOVOUEVO VOUIKE

npotua 1 Adya. Kowvovpylor vopor pmopodv va mpokhyovv Kot TOAAOL VOLOL TOV 1GYVOVV, Vo



aAAGEoLV.

1.1.5 Teyvwn NopoOeoia

Mia teyvikn vopoBeoio eivar Eva €yypago mov kabopilel Ta yopaKTNPLOTIKE TOL TPOIOVTOG OTMC
10 EMIMEDO TNG TOLOTNTOC, KATOAANAOTNTA VIO XPNOT|, TV ACPAAELD, TOV EAEYYO Kot TIG LeBOOoVG
EAEYYOV, KOl TPETEL VO CUUUOPPAOVETOL LLE TNV OyOpd 1} TNV YPNON TOL TPOIOVTOG, OTIC TEPLOYES
TIC omoieg ot TeVIKEG vopobeaieg Exovv eykvupdtra. Ot teyvikéc vopobeoieg kabopilovion amod

TIG EYYOPLES OPYEC.

1.1.6 Evponaikn NopoOseoia

O kaBopiopodg tov Evponaikov Nopobeoidv, avaeépetar oe éva TpdTLIO TOL deLTEPEVOVTOG
Evpomnaikod vopov mov €xel gTioytel omd TNV GLVEPYOTIQ WVOTITOVTMOV KOl GUVOEETOL AUECH LE
TOVG TOPOUANTTEG TOV TPOTLTOL. X avTifeon pe pio 0dnyia n vopobecia £xetl yevikd eykvpodTnTo

Kot 0AANAovYicL.

Mo mopdderypo n vopobecia yio kotaokevég (CPR) avagépetor 6T1g HETOAMKEG KOTAOKEVEG
yéAvBa. Avti 1 vopobecio avaeépetal oyl LOVO OTIG KATAGKEVES e ydAvPBa aAdd ce OAeG TIg
KATOGKEVES TPOTOVT®MV 6TV ayopd TS Evpannc. Otov 0 KoTaoKELOGTNG GUULHOPPOVETOL LLE TN
CE odnyia tov katackevaldpevou mpoidvtog emPePaidvel 6Tt OAEG O1 AMOITNGELS TNG 00N Yiog

&xovv TnpnOei.

1.1.7 Evpornaikn Odnyia

e avtifeon pe v Evponaikn vopobesio, n Evpomaiky odnyia dev éxetl dueco amotéhecua,
mopd poévo otav epappootel kot vopodetnBel oe Aebvéc emimedo. Avtd onuaiver 0Tt 1 odnyia
mov ekdidetan omd to ocvpPovio ¢ Evpomaikng Evoong epoapudletor oty exdotote

Evpomnaikn xdpa poévo dtav yivel vopog g kébe yodpog.



Kepdiato 2

IpoétToma 10 TIC KOTOGKEVES

2.1 Evoaymyn

Katd v xotackevn Tov Tpoidvtog 0 KATaoKELOOTNG B0 TPETEL VAL GUULOPOAOVETOL COLOMOVA. LLE
0 ovayvopispéve mpoTumo Kot TG Evpomaikég odnyiec. H ocvppdpewon cvpPorileton

ypnoorotwvtag o cOuPoro CE kot viobeteitan amd T1g eTanpeieg KOTAGKELNG TPOTOVTWV.

2.2 Xapa potvnewv EN ISO 1090 [1.2.3]

H ocepd npotdmwv EN 1090 kobopilel T amoutnoelg yioo TV mOTOnoinoen e CLUUOPOOONG
KOG Kol ywo to emimedo molwdtnTOg KOUT TNV Kataokevh egaptnudtov amd xdAvPo Kot

alovpivio. Xwpileton og 3 pépn:

e EN 1090-1: Eninedo yuo xotaokevég arovpviov kot xaivPa - Mépog 1. Anoutnoelg yu
CUUUOPPMOGCT GOUPMVO, LE TO KOTOGKELOOTIKG E0pTHOTOL

e EN 1090-2: Eminedo v xotackevés aiovpiviov kot ydivPa — Mépog 2. Teyvikéc
OTTOLTTGELS Y10 KATOOKEVES OO YOAvPaL.

e EN 1090-3: Eninedo v xotaockevég arovpviov kot ydAvPoa — Mépog 3. Teyvikéc

OTOLTTOELS Y10 KATOOKEVES od aAovpivio.

Amd v 1n TovAiov 2014 ddeg ot etaipeieg mov KAVOLV KATAGKEVEG amd ydAvPa Kot aAovpivio,
TpéMel v motomoovvtal copeovo pe to mpotvmo EN 1090 1o omoio Eexivnoe to 2008
EMTPEMOVTOG OTIG ETOPELES v cLppopemBovv péypt T1g 30 Tovviov 2014. Katd v didpkela g
motonoinong N Awdwoacio EAéyyov Iapaywyng (FPC) emomtevetor and €vav moTOTOmUEVO
opyavicpd. Eqv n extipnon sivon Betikn, pia motomoinon katd EC ekdideton kabopilovtag tov
oKOTO TNG E€QPUPUOYNG TNG YL UETOAMKEG KOTOOKELEG YdAvPa kol alovpuviov. Avt n

motomoinon oivel 1o dikaiwpa oty etopeia va epappdcel v coppdpemon katd CE 1 omoia



elval vToYPE®TIKY Y10 OAQ T TPpoidvta amd 1n lovAiov 2014.

Onwg avapéptnke Topamdvo 1 TGTOToinoT Yo TV Sodikacio EAEYYOL Tapay®YNG, TPEMEL VO,
EMOMTEVETAL OO £V TGTOTOMUEVO opyavicpd. H dtadikacio eAéyyov mapaywyns Exel 6Komo v,
SGPAAIGEL OTL O1 HETOAAMKEG KATAOKEVEG YOAVPa Kot aAovUviov Kataokevalovion Kot tibevtal
oTNV ayopd cuppopempéves pe tig amattnoels tov EN 1090 Mépn 2 ko 3. Me ta supppalopeva
¢ Aadikaciog EAéyyov Tlapaywyng o KaTOoKEVAGTNG TPEMEL VO KAVEL TOKTIKOVG E6MTEPLKOVG
EAEYXOVE GOUPMOVA LLE TO TPOUVOPEPOEVTO cuoTHATA, 01 0Ttoi01 Bo TPEMEL va d1e&dyovTon Ko vo

KOTOYPAPOVTOL.

AvT0 10 CUOTNHO TTEPLYPAPETAL YEVIKA GTO €YYEPIO0 TOLOTNTOS TOV OO0V 1| GLUUOPPMOT)
npénel va StacaAilet v e0pvOun dtadkacio Tapay®yng g etapeiog amd To apytkd HEYPL To

TEMKO 6TAO10.

H Awdikoacioo EAéyyov Tlapaywyng (FPC) mpénet va kabopiler ta mopaxdto onueion petad
GAA@V:
e H vrmevbuvomta, dikaodooia, Kot TGTOTOINGT TOV TPOCMITIKOV.
e To eminedo oyeSIAGUOV KOl SOOTOCIOAOYNONG TOV KATOOKELOV TOL YOAvfo Kol TOV
aAovpviov.
e H ypnon cmoTOV KOTAGKEVACTIKOV DAKOV.
e Ot dwdkacieg otV TEPITTMOOT U1 GLUUOPPDOTG.

e O 1ehkdg EAeyYO TOV TPOIOVTOG.

KéBe éva amd 1o téooepa enimeda modtnTag mov kabopiletar Yoo v motomoinon Pacileton
0TO TTPOIOVTO UETOAMKADV KOTACKEVMV NG £TOpEiog mov ta Katackevalel. Oco peyaidtepo 1o
enimedo moldTNTOG, TOGO WEYOADTEPES Ol OMOUTNGES OTIG omoieg M etoupeia Bo mpémer va

avTOmoKPlOEt.

e Eninedo mowvtnrag 1 (EXC1) — XAMHAO (LOW): Anoitioelg coppova pe to EN

1090-2/3

e Emninedo mowdtrog 2 (EXC2) — METPIO (MEDIUM): Anottroeilg soupmva pe 1o EN
1090-2/3

e Eninedo mowvmrtog 3 (EXC3) — YYHAO (HIGH): Anautoeglg ocvpgovo pe to EN
1090-2/3



e Eninedo mowdvtrog 4 (EXC4) — MMOAY YPHAO (VERY HIGH): Anoutioeic cOpemva
pe To EN 1090-2/3

Ta akdrlovBa givar pepikd amod to onpeio dtapopomoinong Hetalh TV eMTES®V TOOTNTAG:
e O 0mOoUTAGELS Y10l TOL KOTOAGKEVOGTIKG VAIKEL
¢ Ol TOTOTOMGELS AMATGEMY Yo TOV LTEHOLVO UNYAVIKO CLYKOAANGE®V
¢ Ol MOTOTOMGELS Y10 TV SLOdIKAGT0 TNG CLYKOAANGONG
e O oKomdG TOV UM KATUGTPOPIKAOV EAEYYOV KO TO OTOOEKTA KPITHPLOL Y10 TO TEUAYLO TPOG
GUYKOAAN O
e H xotaypapn tov eyypao®mv KoToGKELNC
¢  O1TOTOTOMGELS TOOTNTAG Yo UNYaVIKES dtadikacieg (0EuyovVoKOTY|, PAOYOKOTN KAT)
e  Otomoutnoelg yio PoOUEVEG GUVOECELG

e Ol KOTOOKEVAOTIKES OVOYEG

2.3 Zapa Hpotvnewv EN ISO 3834 [1.4]

H oepd mpotdonwv EN ISO 3834 kaBopiletl T amoitfoelg ToidtTnTos yio T TPOS GLYKOAANGN
HETOAAIKA VAKE, Kot yopileton og mévte pépn. Ot amatloelg avTg TG GEPAES TOV TPOTHTTM®V
EYOUV EQAPLOYT G' OVTEC TIG KATOOKEVEG OV LILOKEWVTAL GE OladIKaGieg cuykOAAnomg. H oepd
npotontwv EN ISO 3834 gpappoleton otav pia etorpio mpémer vo mpoPel oe evépyeieg
CUUUOPOMOONG GUUQMVO, LE TIS OTOITNOES TOWOTNTOG TNG KOTAOKELNG 1 TOL TPOIdVTOG OV

KATOOKELALETOL 1] CLYKOAAELTOL.

[Tietomoinon vy pio etoupeio amd Eva mGTOTOMUEVO OPYAVIGUO onpaivel OTL avth 1 taipeia

elvarl cOpPVT Kot epapprdlel Tic mpoavapepeiceg amottnoeLS.

H cepd mpotomwv EN ISO 3834 diver v duvatdtnTa 68 d10QOPETIKE £TIMESQ TOLOTNTOG TOV
etvan eaptdpeva amd T AmOTNOELS TG €Tatpeiog 1 Tov Tpoidvtog, va katackevaloviat. To
npdto pépog tov mpotvmov EN ISO 3834 kabopiler ta kpuriplo ywoo v €MAOYY] TOV
KATOAANAOL €MITESOL YO TIG OMALTNOELS TOLOTNTAG. Ol OMOITNGES LELOVOUEVA Y10 TO, EMITEDOL
To0TNTOG TNG £TOupEiag meptypdpovtor mapokdtm and to [Hapdptnua 2 péxpt to MHapdptnuo 4

NG GEPAG TPOTVTTOL:



e EN ISO 3834 IMopapmuo 2 — OLoKANPOUEVES ATOITNCELS TOWOTNTOG Y0 TNV ETALPELN
— YymAotepo Eninedo (Highest Level)

e EN ISO 3834 [Tapdaptnua 3 — Kabiepopéveg amorthioelg moldtntog yio v etoupeio —
Meoaio Eninedo (Medium Level)

e EN ISO 3834 Ilapapmmuo 4 — Boaowkéc amatt)oelg modTTog yioo tnv €Toupeio —
XoaunAodtepo Eninedo (Lowest Level)

HINAKAZX 2.1 Awgopég pHeta&d TV OmoITnoemV TotOTNTg

eprypaon EN ISO 3834- 2 EN ISO 3834-3 EN ISO 3834-4
YrebOuvvog
2VVTOVIGTNG Amonteiton Amonteiton Oyt Wraitepn amaitnon
SVYKOAMNGEWV
[Todtnra Sradikaciog ] , ; . ,
SuyKkONANoNG Amonteiton Amonteiton Oy waitepn amaitnon
‘Eyypaoa Amonteiton Mmnopel va amortn0el Agv amouteiton
[Ipodwaypaon
Awdikaciog Amonteiton Amonteiton Oyt Waitepn amaitnon
XvykoAnong (WPS)

To Iapapmua S (tekevtaio) mapéyetl pio emoKOTNON A’ OAQ TO. EYYPOPO KO TIG OTOLTICELS TOV
TEPLEYOVTOL KO TPETEL VO EPAPUOLOVTOL Y10l VO EYOVLE EMTUYNUEVT] OAOKANPOGCT] TIGTOTOINONG

eréyyov cvppwva pe ta [apapmuota 2-3-4.

2.4 Anotoeic Kataokevaostikov [lpoidovrov [ 1]

Tnv 1n IovAiov 2013 o Evponaikdg kavoviopog katackeuns npoidvtov (EU amartioeig No.
305/2011) tébnke oe gpappoyn avtikabiotd@vtag v odnyio Katackevng npodviov 89/106/
EEC). O xavoviopdg Kataokevng mpoiovimv meptypdeel petald ALV €vo TOvELPOTUIKO
vroypewtikd ovotnuo onuavons CE. Xvvenmog, o 'Eleyyog g IHoapayoyng (FPC)
GUULOPPAOVETOL L€ TOVG KOVOVIGUOUS TOV EVOPUOVIGUEVOV TPOTOTTOV oL TePtypdetnrav. O
KOVOVIoLOG KaTaokeung mpoidviov opiler 6tt n CE onuavon kot m tpnon SLUHOPPOGCNS
ooppwvo pe to FPC  elvon emiong vmoypemtikd yww v vAomoinomn  piog UETOAMKNG

KATOOKELNG. AVTEG 01 amatoelg Teptypdpovon exiong ot oepd tpotomwv EN 1090.

2.5 Xepa Mpotomwv EN ISO 9001 [ 1]



To EN ISO 9001 eivor éva gupéwg YVOOTO Kol YPNOLUOTOOVUEVO TPOTLTO dlayeiplomng
TOTNTOS. AVTO TO TPOTLTO UTOPEL VO EPAPUOCTEL GYXEGOV Yoo OAOVG TOLG OPYOUVIGHOVS

etoupeieg aveapTnTa amd Tov TOTO Kol TO HEYEDOC TV TPOIOVTWV TOV TAPAYOVTL.

To EN ISO 9001 xaBopilet Tovg kavoviopoHs motdtntag Tov oxedldotnKoy vo dlas@aAicovy Ott
601 01 VOOl Kot Kavoviopot epappolovtal, 6tav 0 TeEAATNS TopayyEAVEL TPOIOVTO 1 VIINPECIEG
TOL OTTO10L GLLULOPPDVOVTAL LE TOVS KOVOVIGHOVG. AV 1) €Toupeia eivatl MOTOTOMUEVN GOUP®VA e
aVTO TO TPOTLTO JYEIPIONG TOLOTNTOG O MEAATNG UmOpEl e Gryovpld vo eEacpaiicel 0Tl TO
poidév mov Ba mapardfetl Ba eitvar akpPadg ot amatnoelg mov £xet opicetl. Ot KovoviGpHol TG
etapeiag yo coppopewon pe to EN ISO 9001 mpéner va opilovtar oto Eyyepidio [Towdtmrag

™m¢. OAn n etarpeia Oa mpémet va Aettovpyet pe faon avtd to mpdtumo.

[TapoA' avtd to EN ISO 9001 dev avagépetal pOVO GTIG OMOUTNGELS TOLOTNTAG Y10 TO TPOTOV Ko
mv eumnpétnon, oaAAd Pondd ot Bertioon Tov TPoidVTOS Kot TNG dladIKaciog Kabmg Kol otV

BeAtioTomoinom oAOKANPNG TG eTonpeiag.

2.6 Mop@ég ekmaidgvong TOV EPTAEKOUEVOV

Yndpyovv mToAAEG EMAOYEG Y10 EKTAIOEVOT TV LIAAAMA®VY pioG eTaupeiag. Avtd eEumnpetel 6To
va ddcel kivntpa otovg epyalopevovg kot Bondd oty Pektioon tng modtntog péESH GTNV

etoupeioL.

Apxetol 1pomotl exmaidcvons Ba pmopovcay va amodelyfovv emotkodounTikol Yo pio etopeio

DGTE VO, ATOKTIGEL TAEOVEKTNLLOL KoL VAL YIVEL OVTOY®VIGTIKT] GTNV 0yopd.

Mepucol amd Tovg TPOTOVS EKTOIOELONG TEPIEXOVTOL GTIG TIGTOMOWCEL MG eTapeiog COLP®VA
ue to tpdtuma EN ISO 3834 xou EN 1090 (7., YrevBvvog Zuvtoviotic XvykoArncewv). [Tapor'
avTd LVEdpPyEl TAVTA M EMAOYN VO SICPAAGOVV TIG VINPEGIEG TOVS Pe eEMTEPIKO GLVEPYATN

OV O100£TEL TOL OTOUTOVLLEVO TTPOGOVTAL.

2.6.1 YagvOvvog Xovroviotiig Xuykorioemy [1.2.3.4.56]

[Na va dtucearicovv 11 amothoelg Toldtntog cvpuemva pe ta tpoturma EN 1090 1/xor EN ISO

3834 o etaupeieg mpémer vo amevBivovion gite oe £0mTEPIKO €lte 68 eE®TEPKO LITEHOLVO



OUVTOVIGTI] Y0l GUYKOAANGELS UE OKOMO TNV TOPOKOAOVONOT TNG TAPAY®MYIKNG O101KAGTIOG.
Ext6g amd T1g amaitnoelg motdTtnNToS ToV TPOIOVTOG, 0 LIEHOBVVOG GLVIOVIGTNG GUYKOAANGE®MY
TPEMEL VO YPNOILOTOLEL TIG YVAOEIS KOl TIS KOVOTNTEG TOL Yol dtdpopovg topeic. Oco
HEYOADTEPEC Ol OMATNOELS TPOGAPLOYNG Y10 TNV GLYKOAANGT TOGO MO TOAAG TPOGOVTA TPEMEL

0 VTEVOBLVOC GLVTOVIGTIG VO EXEL.

HINAKAZX 2.2 [Ipocdvta yio vaedfuvo GuvTovieT) GUYKOAAGEDV

IIpocovta Ynpooio I'vooeig
IWS E1d1k6g ZvykdAinong Booucég
IWT Teyvoloyog XvykdAAnong E1dwég
IWE Mnyovikdg ZuykdAAnong OLoKANPOUEVEG

To épyo tov YrevBuvouv Xuvtoviot] ZuyKoAANGE®V ivat:

e O £&heyyoc TV Oamoutoe®V NG oLykOAMong yw 1o mpoidvta ([Ly.: Ilpotvma
TAPOYWYNG, OV Ol ATOLTHGES LTopoVV va TNPNOOLV 0l TOV KOTAGKELOGTN)

¢ H gmBedpnon tov mpoundeutdv 0tav 1 KATacKELT| TG GLYKOAANGNG gival vepyoiafio

e O x0BoploHdC TOV ATOLTCEDY TOWOTNTOS Y10 TO TPOCMOTIKO GLYKOAANGNG GUUP®VO, LE
TIC OTTOLTNGELS TOV £PYOV

e H guBdvn yio v moidtnta ¢ Stodikaciog cuYKOAANGoNG

¢ O mpocdlopIoAc TG d1adIKOGTOG GLYKOAANONG Kot 001Yies Epyaciog

¢ H mopakorovOnon epyaciag mpv, Katd TV O18pKeL, KOl LETO TN GUYKOAANON

e H mpoetopacio Kot kaTorypaen ToldtnTog

2.6.2 XvykorlinTtic [7]

Yrdpyovv dtapopeTikd TPOTLIA Y10 TO. TPOGOVIN TV GUYKOAANTMV T0, omoio ££0PTMOVTOL OO TO

VAKO Kol TNV S1001KOGTI0 GUYKOAANOTG.

IMINAKAZX 2.3 Avtiotoiyion vAkov kot pefddov cuykdAANong He TPOTLTO EAEYYOL



Ieprypaon M£00d0g EAéyyov
XaiBag pe pedddovg cvykdAnong 111, 114,
121, 125, 131, 135, 136. 138, 141, 142, 145, 15 EN 287, Mépog 1
kot 311
Alovpivio Kot KpApOTO  cAovpViov Yo
nuebooovg cvykdAnong 131, 141, 15
XoAkdg Kol KpAUOTO YOAKOL Yio pefddovg
ovykOAMnong 111, 131, 141, 15 kou 311
Nuwcého kot kpdpota vikediov yuor pebddovg
ovykOAnong 111, 131, 135, 136, 141 won 15
Tiwwdvio ko kpapoto Titaviov, Zipkdvio Kot

EN ISO 9606, Mépog 2
EN ISO 9606, Mépog 3

EN ISO 9606, Mépog 4

Kpapata gpkoviov yo peBodovg cuyKOAANoNG EN ISO 9606, Mépog 5
131, 141xon 15

Evioyvpuévo orupddspa pe xdivpa EN ISO 17660
Kvxhikn cvykdAinon EN ISO 14732

To mpoPfinuo givor 6Tt POVO TGTOTOINUEVOL GUYKOAANTES UTOPOVV VO, GUYKOAANGOLV. XTNnV
nepintwon wwyvpiopod uidg edv yivel mposeuyn Kot kataAnéel oe Adbog mpocappoyn g
oLYKOAANONG, €ivol adlap@oPTnTNG oNUOciag Yo TIC €TOpEiec oV €vag TIGTOMOMUEVOS
CLUYKOAMANTNG 1 UM TICTOMOMUEVOS OAOKANPMOE TNV €pyacia. Xpnollomoumvioas £vav
OLYKOANT Ywpic mpocdvta, pmopel mbovdg va KotaAnger oe dlmEn yw oAMkn apéien

TPoPAETOVTOG GOPUPES GUVETELEG Y10 TOV WOLOKTNTN TNG ETOPELNG.

INo Tov A0yo avtd mpoteivetan o€ KAOe eToupeion Pe SLOOIKAGIEG GVYKOAANGNG VO €XEL TOV OO
NG TIGTOTOUEVO GUYKOAANTN, GOUP®VA UE OTL avagépOnke oTo TPON Yo EVO TPOTLTA YidL VO,

EYEL TIG AVTIOTOLYEG MIGTOTOMGELS GLYKOAANGOTG.

2.6.3 Eleyktic M1 KOTOOTPOPIK®OV EAEYYOV

Ievikd oev eivar amapoaitnto Yo pKPEG Kot HEGOIEG EMYEIPNGES GTOV TOUEN TV UETHAMKOV
KOTOOKELMV VO EKTOAOEVOVYV TO TPOCMTIKO TOVG OGOV EAEYKTEG UN KOTOCTPOPIK®OV EAEYYWV,

eNEON GLVNOMG OTOOEIKVIETAL TTLO OTKOVOUIKO VO KAVOLV TOLG EAEYXOVG EEMTEPIKOTL GLVEPYATEC.

[No va yivel k@molog €AeyKTNg WUn KOTAGTPOPIKAOV eAéyywv B mpémer va oamevBuvBel oe
AVTIOTO(0 EKTOOEVTIKA KEVTPA, cuuemvo pe to EN ISO 9712 kot BePaidveton pe v £€kdoon
€VOG TOTOTOMTIKOD UETE TNV EMTLYN OAOKANP®OT Be®PNTIKOV Kol TPAKTIKOV eEgTdoemy. H
ekmaidevon mepthapuPdvel tpio pepovopévo eminedo motomoinong mov ekdidoviar yio kdbe

£MinedO.
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MMINAKAZX 2.4 M£00d0t pun Katastpo@ikdv eEAEYymv oOpemva pe to EN ISO 9712

M£00ooor eréyyov Tv onpaiver
TT Oeploypaekds EAEYYOG
MT Moyvntikog Eleyyog
PT "ELeyyog S1E1GOVTIKAOV VYpOV
RT Padioypapucog Eleyyog
uT Mé00d0o¢ vrepnymv
VT Ontkdg ENeyyog
AT Mé£0000¢ ple OKOVOTIKN EKTOUT
ET MéBodoc dvopevpdtmv
LT "ELeyyog dtoppon|g

‘Evog eheyktig emmédov 1 pmopel va dteEdyel un KoTtaoTpoPIKovS EAEYYOVS, GOUPMOVO UE TIC

odnyiec Tov emMPAENTOVTOC TOL £xEL TPOGOVTA EAEYYOL emmédov 2 1 3. Agv givar appddiog va

emAéEel néBodo eA&yyov M aveldptnTn TEXVIKN EAEYXOL KOl Yo 0VTO OV €YEL TO dKOUmUA TNG

a&lohdynong Tov amoteAecpatov. Ot appoddTTég ToL TEPIAAUPAVOLV:

Na tpocappocel Tov EE0TACUO TV U1 KATAGTPOPIKAOV EAEYXWOV

Noa 01e€dyet pun KaTasTPOPIKOVG EAEYYOVS

No Kataypayel T0. OTOTEAEGUATO TOV EAEYYMV KOl VO TO. OPYOVAOGCEL GCOLPOVO, LE TO.
yYpamTd Kprtipua yro aSloAdynong

Tnv éxBeon TV anoterecpdtov

Emmpdobeta and tig appoddtteg tov Emmédov 1, 1o épyo tov eheykty Emmédov 2 pmopel va

neptlopPavet:

Tnv emAoyn TEYVIKNG UN KOTOGTPOPIKADV EAEYXMV
Tnv mpogToacio 0dNyLOVY Yia EAEYYO

Tov éleyyo Tov pvOuicewv Tov £omAicol

Tnv mopakorlobOnomn TV Un KaTasTPOPIKAOV EAEYXWOV

Tnv a&oAdynon T®v anoterecUATOV

Eminpooheta and tig appodidtteg tov Emmédov 1 kot tov Emumédov 2, 10 £pyo t0U €AeyKTn

Emuméoov 3 pnopet va meptropfdvet:

Tnv 6101kNoN TOV EYKOTACTAGE®V 1] TOL KEVTIPOL EAEYYOV

Tnv gpunveio. TPOTOHTWV, TEXVIKOV TPOTOHT®V, TOV TPOGOIOPICUO KOl TEPLYPUPT TNG
dwdkaciog

Tov kaBopiopd OOV PeBOdMY EAEYYOV TEXVIKMOV Kol TNV TEPLYPAPN OLOOKAGING TOV

xpnoonoteiton
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2.6.4 Xvoveyg ekmaidgvon

To Bépa g acedielag Tov epyalopévav cuveyilel va avédvel Ty onuacio Tov oTig dladikacieg
KOTOOKELNG KaOMG Kol GTNV GLVOPUOAOYNOT Kol TomoBEtnon Tov. AvAAoyn ekmaidgvon
TPOCOTIKOD TPOTEIVETOL UE OKOMO Vo €lvOl KOAG TPOETOIUACUEVOL KOL VO TOVG ovateBovv
avTioToryo £pya.

H Aiota mapokdto mopabétel pio emokOmMon omd GuVEYN] EKTOLOELTIKO HETPO YO TOVG

epyalopevoug:

e Mobnuata tpotev fondeimv

o Teyvikdc Acpaleiog

e Eumneipoyvopovog acpareiog

e Exnaidevon yia epyaldpevoug kot dtoiknon

¢ AwdiKoacio TeToToiNoNg TEPOVOPOPOV

e 'EAeyyog T®Vv Kovtévep

o Aimhopo Asrtovpyiog yepavoD (T.y.: Yo LETOPOPE, CYNUATIGUO OTGAAMVOL CKEAETOV TAV®
a6 300N)

o Aimhopo Asrtovpyiog yepovol (T.y.: Yoo @OPTOGCT KO 1] OTGAAVOL GKEAETOL MOV Omd

300 KN
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Kepdioo 3
IIpooraypa@n Kol O100IKAGLO EAEYYOV LETUAMKOV GUYKOAMTOV

KOTOGKEV OV

3.1 lIpodwaypaen ko "Eleyyog Kataiinriotnrog Atedikaciog Xvykorinong (WPQR)

Yav amoTEAESHO TG EG0Y®MYNS TG o€pds mpotimwv EN 1090, kébe etoupeio petarlkadv
KOTOOKEL®MV 1 OOl OGYOAEITOL HE GULYKOAANGEIS €ivol LWOYPE®UEVN] Vo TANPOL TIg
npobmobécelg v T peBOSOVE cLYKOAANoNG mov ypnotpomotel. Or poveg eToupeiec mOL
eopovvtal amd avTtdV TOV KAVOVIGUO €lval AVTEG TOL OMOKAEIGTIKG KATAGKELALOLV TPOTOVTOL

Emuméoov [lowwrag 1 (EXCI) soppwva pe to EN 1090-2.

H TIpodwaypagn kot o ‘EAeyyoq KataAinidtmrog Aladikaciog XvykOAAnong deédyetot Tpv
Eexvnoet M OLYKOAANOT, OTNV  KOTOOKELY, 1 OTNV oLVOpHoAdynon g epyociag. O
KOTAOKELOOTNG TmPENMEL  va.  Onuovpynost  éva  mpooyédo  IIpodiaypapns Awadwkociog
YvykoAnong  (pre-WPS) 1o omoio  mepypdeet MV mEPOY EQPOPUOYNG  OTNV
KATOOKELT/ GVVOPLOAOYN oY TG epyaciag. Avtd to pWPS eivor n faon o va dnovpynBel to
WPQR. EmmpocbBétmg, yia cvykekpiéveg dadikacieg motonoinong, éva TPOTLTO KOWWATL
npénel va cuykoAAOel Baciopévo oto pWPS kat ot cuvéyeta Ba mpémet va eleyyBel. Avtog o
Eleyxog ypmowwomoteital yoo vo. Kabopicel ov TO0 TPOTLIO AVTIKEIUEVO TOL GLYKOAANONKE
CUUUOPPAOVETOL LE TIC OTOLTNOELS TOV €KTIOEVTOL G6TOV €AeY)X0 TNG OldKaciag. Av 1 extiunon
oV gAéyyov elvar Betikr), To WPQR exdideton amd tov Aeyktn 1| 10 EAEYKTIKO cOUA. AV N
avagopd emPefordvel OTL 0 KOTOOKELOOTNG €&lval 0pUOdOg vo.  YPNOLUOTOMGEL TV

[Tietomompévn Atadikasio XuykOAANGNG GTNV KATOGKELT] KOl GUVOPLOAOYNOT) TOL £PYOV.

To WPQR npénet va coumeptlapfdavel OAeg T TapapéTpovg Tov EXNPEALOVLY TV GLYKOAANGON
KaODG kol 10 KaBopiopévo oKomd epoppoyns. Metd amd ovtd, 0 KOTOUGKELUGTNG TPEMEL VOl
avartoéel  pla  Tlpodwaypoer Awdwocio  XvykoAinong (WPS) vyia  xotaokevn kot

GLVAPLOADYNGN TOV EPYOV.
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H éxBeom exdideton amd Tov EAEYKTN 1] TO EAEYKTIKO OO, TO 0TTO10 acyoAOnke yia va egetdoet
TNV GLUUOPE®MOT| e TO TPOTLTIOL OV Ypnoipomodnkay. O gAeyKTNG 1 TO EAEYKTIKO OO,
umopel va avagepbel péca o010 £yypoapo. e GUYKEKPIUEVES TEPMTMGELS TAPOA OVTA, E£VOG

aveEapTNTog eEMTEPIKOC EAEYKTNG 1] EAEYKTIKO GO0, OTOLTEITOL.
3.2 M£6ooor IIeTtomoinong [7.8]

Yrhpyovv mévte EMAOYEG Y10 EVO KOTAGKEVAOTN VO TIGTOTOMGEL TV O1001KAGT0 GLYKOAANONG:

e [lictomoinom Paciopévn oy YPNOT EAEYUEVOV OVOADGCIU®V GUYKOAANGONG COLPOVO, LE
10 EN ISO 15610

e [liotomoinon Paciouévn oe mponyovuevn eunelpio cuyKoAMoewv couemva pe o EN ISO
15611

¢ [lictomoinom Paciopévn otV ¥pNon CLYKEKPLLEVNG TEXVOAOYIOG GUYKOAANGNS GOUG®VA
pe to EN ISO 15612

e [liotomoinom Pacicpévn oe eEAEYYOVG GUYKOAAMGE®V TPV TNV KOTAGKELT] COLOOVO LE TO
EN ISO 15613

e [listonoinon Paciopévn oe eréyyovg dladikaciog cuykdAinong couemva pe 1o EN ISO
15614, Mépn 1 émg 13.

H péfodog motonoinong prnopet va kabopiotel e€aptdpevn and v epappoyn tov tpotvnwv. O
TOPOKATO TIvVOKOS TEPLEYEL pia emoKkOnon amd Tig pefddovg mov 1 xpron tovg e€aptdror and
ta mpoéTuta EN 1090 [Mapdptnua 1 & 2 kabBag kot and to EN ISO ISO 3834, Mépn 2, 3 & 4.
Yuyva e01KEG amontNoel Yo TV HEBodo mioTomoinomng opiloviol 6TIC AmMOLTNGELS TOL TPOTOVTOG

N oV €pyov.

HINAKAZX 3.1 [Tictonoinomn g 51081kaciog GUYKOAANGNG aVAAOYA LLE TIG OMOLTHOEL TNG KOTOOKELNG

EN 1090 ENISO 3834

Methods of Qualification Standard
£xC) £Exc2
x x
x

Welding procedure test ENKO 156141 NR X X X R
Pre-production welding test ENEQ 15613 NR X X X X NR
Standard welding procedures ENISO 15612 NR X - - X 'S NR
Bxisting welding technology experience ENISO 15611 NR < : : X X MR
Use of tested weiding consumables ENEO 15610 NR x . . x 'y NR
NE_20 pracadure g ¥ Prirviaibtis Nt g rtendie

@ Dudy b shund graches € 5355 andd only b emasiand o semienac hank ol walding
b_Ody bor vrmed gracdes 2 $37 3ench crdy for el or comi mochanic sl welde g
e wetass of guahcstan Mt matth the resp prosurt e stpuk o the pred et wpac i
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3.3 Kataypoon Yo moetomoinon pedéoov cuykoériinong cvpeova pe 1o EN ISO 15614-1 [§]

To mpoétvmo EN ISO 15614-1 meprypdoer por ogpd and dSadikocieg mov Oo mpémer vo

TPAYULATOTOMO0VV TPV, KATA TN SLAPKELD KO LETA TNV GVYKOAANGON. ZUYKEKPLUEVAL:

[Ipwv Vv cvYKOAANON:

i) ITiotomoinomn VAK®V amd Tov EAeYY0 TOVG.

i) IMotomoinon VAKGOV TV OVIADGIU®OV.

i) Hpokotapxtikn [Ipodiaypaen Awadikaciog Xvykoiinong (pWPS).

iv) ITiotomoinon tov cvykoAAnTH cvpeova pe to EN ISO 9606-1 (EN 287-1).

Katd v odpkel oLYKOANGONG TOL €AEYYOUEVOL KOUUOTION, KOTOYPOOT TMV

TOPOUETPOV GUYKOAANONG TOL EAEYYOUEVOL KOUUOTIOD (T.y.: Tovnta. evamoddeongc,

TOMKOTNTO PELLLATOG, GEPA GLYKOAANGOTG)

Metd v cuykOAANoN:

i) Mio kotoypagn thg dtadikaciog Tetonoinong ™me cvykoOANoNg cOueova pe to EN
ISO 15614-1 npéner va mepiéyet o akoAovOa:

i) "Eva tp@tdkoAho GUYKOAANGNG Y10, TO KOUATL

i) Koataypagn Tov amoteAeoUAT®mV TV U1 KOTOOTPOPIKMV KOl KATAGTPOPIKMY EAEYYMV
TOV VAKOV

[Tpoarpetikd:

1)  Amoteléopoto EAEYYOV TOV LT KATOOTPOPIKMV EAEYXMV

i) Amoteléopata EAEYYOV TOV KOTUOTPOPIKADV EAEYYMV

i) Mpokoatapktikdc Kabopiopog Awadikaciog Zvuykoiinong (pWPS)

iv) ITiotomoinon VAKGOV oo Tov EAEYYO TOVG

V) ITietomoinon LAMK®OV TV avoAdO®Y
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NO

Application
of aWPS —_— no further action
YES l
Applicable
WPS YES
available?
NO l
Creation of a pWPS
Qualification of the pWPS according to the requirements
hd A v k 4
Qualification Qualification Qualification Qualification Qualification
based on the use based on previous based on the use basedon a based on a
of tested welding welding of a standard pre-production welding procedure
consumables experience welding procedure welding test test
b 4 ¥ ¥ A 1'
ENI50 15610 EN IS0 15611 EM 150 15612 EN IS0 15613 EN IS0 1567 4-xx
v
Creation of a Welding Procedure Specification Record (WPQR) by the manufacturer or,
if necessary, by the notified body.
h

Creation of a Welding Procedure Specification (WPS) by the manufacturer

h

Release of the created WPS or work instruction for fabrication / assembly work
(if required)

YXHMA 3.1 AGypopipo pong dnpovpyiog Kooy poeng TIoTOTOUEVIG GUYKOAANGNG

3.3 Xroyyeio Xopripoong tov pWPS [7.8]

e WPS Number (Novpepo WPS): Awdikocio mov mapovstdletar o akolovbio Tov

ypaupatog "p

TPOTOTOU|CELG GTY] GLVEYELN.

mov OnAmver Ot givol TPOKATOPKTIKO Kol TMOOVOV Vo omortel

e Manufacturer (kaTacKkeVAGTHG): ANADVETAL O KATAOKEVOGTHG TOL EKAGTOTE £PYOV.

e Welding Process (Awdwkaosio ocvykoilnong): Xe «kdbe pWPS n  dwodikooio
oLykOAAN oG divetar amd éva aptBpd mov sivor cppwvog pe to EN 1SO 4063.

e Joint Preparation (TYmog mpoctowaciag): Kabe pWPS «abopiler tov tpodmo
TPOETOLLOGIOG Yo TN GLYKOAANGN OnAadn av ypetdletal vo cVYKOAANOel amd povi 1

OuTAn TAELPA, UE 1 YOPIG VITOSTHPIEN KAT.



Method of preparation and cleaning (M&00dog mpogTopaciog kKor Ka@apiopov):
Kabe pWPS avaeépel toxdv Bepuikn kom 11 Agiaveon , 10 PoUPTGIGHO LE CUPLO KoL
amolimavorn av ypewdletor. Ogppukn komn umopet va yiver pe Plasma , Laser 1
o&vyovokon. H yevu pébodog mpoetopaciog eaptdtor and tov e£omAoud Kot Tig
EQUPUOYEG TOVL eKAoTOTE KoTaokevaotn. Omown péhodog ki av emieyfel Ba mpémel va
elvar BEParo 0TL OAeg o1 empaveleg eivon kabopég amd Aadt, Alnr, Kt GAAEG TPOCSUIEEIC TOV
Oa etvon emProPeig ot dradikacia.

Parent Material designation (Mntpikn ovopasio vitkov): EN ISO 10025 Avagépetat
010 ovopocic Tov VAKoVD kot pmopel vo meptlouBdvel kot TANpogopiec yw TNV
KOTEPYAOIO TTOV TOL EXEL YIVEL, TIG EMTPEMOUEVEG TAGELS Kol TIG KAGOELS OVIOYNG OF
Kkpovon m.y. S275JR+AR (+AR) onpaivovy mwe to VAIKO glval amhdg EAACUEVO

e NINAKAZ 3.2 Tagwvounon kKAaong VALkwv 1kat 8

G Subg- S Material example
roup eel grade
foup Code designation m

Steels with a minimum yield strength R, < 460 N/mm’
and a chemical composition consisting of the following values in %:
C<0.25;5i<0.6, Mns1.8;Mo<0.7; S =0.045; P =0.045; Cu<0.4; Ni<0.5;Cr<0.3;
Nb=0.06;V=<0.1;Ti<0.05

11 Steels with a defined minimum yield strength S235)R 1.0037
1 R, s275N/mm’ 16Mo3 1.5415
1 12 Steels with a defined minimum yield strength R, > $355)2G3 1.0570
: 275 N/mm’ and = 360 N/mm? P355NL1 1.0566
13 Steels with a defined minimum yield strength R_ > S420N 1.8902
; 360 N/mm’ P460NL2 1.8918

Steels with an increased level of resistance to atmo-
spheric corrosion, the composition of which may 5235J0W 1.8958
L exceed the requirements of the individual elements $355J2G1W 1.8966

of group 1

Austenitic steels (definition of terms ® see page A65)

Austenitic stainless steels with Cr=19% X5CrNi 18-10 1.4301

81 X6CrNiMoTi 17-12-2 14571

8 X2CrNiMo 17-12-2  1.4404
82 Austenitic stainless steels with Cr> 19% X1INiCrMoCu 31-27-4 1.4563

Manganese-containing, austenitic steels with a

83
manganese content of from 4-=12%

X2CrMnNiN 17-7-5 14373

CEV (tM woddvapov avOpaxa): O CEV eivar po eumeipikny oyxéon m omoia
peToppalel mg mePlEKTIKOTNTO 68 dvBpaka e Baon tov Tpomo dpdong tov Kabevdg v
TOPOVGia. OA®V TOV GTOLYEI®V KPOUOTOTOinomg Kot Tpootadel £T161 VoL GUYKEVIPAOGEL TIG
OLOTOCLOKEG METOPANTEG o€ évav HOOMUOTIKO TUTTO YPNOUYO TEMKE OTNV HEAETN TNG

ovyKoAnooémrag TV xoAvpov [9].
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Mn Cr+Mo+V Ni+Cu
+ +
5 15

CEV =C +

e Material Thickness (Ildyog vikov) : Kataypoen Tov mayovg TV mpog GLYKOAANON
EMOCULATOV.

¢ Outside Diameter (EEmtepikn) Aidpetpoc) : Aniovetar og "N/A" (Aev Aravtdron) edv
&xel kaboprotel yio ypnomn eninedng emodveloc. Edikd, avagpépetor oe mepintmon mov
OTl] GLUTANPMOT TOL GLYKEKPWEVOL, Ypnolponoteite cowinvog (Pipe), otov omoio
VIOYPEDTIKA ONADVOLUE TNV EEMTEPIKT OIAUETPO.

e Welding Position (@éon cvykorlinenc) : Ot Bécelc cLYKOAMANGNG TEPYPAPOVTAL OTO
npotvno EN ISO 6947 [10] kou cvykekpiuéva 1 KOSIKOTOINGN TOVG, GTO TOPUKOATM

GXTuL.
XXHMA 3.2 Oéc¢elg GUYKOAANONG Y10 COANVEG KO LETOAAKES TAAKEG

PLATE AND PIPE WELDING POSITIONS TO 150:

FLAT
HORIZONTALVERTICAL ¢ "™ HORIZONTAL VERTICAL
P8 » PB
PF - VERTICAL UP
PG - VERTICAL DOWN
HORIZONTAL
PC —+ <« HORIZONTAI
PC
L4
HORIZONTAL OVERHEAD & HORIZONTAL OVERHEAD
PD OVERHEAD PD

PE

PLATE POSITIONS:

WELD FLAT HORIZONTAL |  VERTICAL OVERHEAD

ol 27 M

1G/PA 2G/PC 16/ B 4G / PE
AILLET
1F/ PA 2F / PB 3 / bt 4F/ PE

e Joint Image (Xyé6wo mpoetopaciac) [11]: Anuovpyeitar Eva 6Y£610 TG TPOETOIUAGTOG
ovykOAAong o kKaBe pWPS. Ze avtd mepiéyoviorl ot SlGTAGES TOL VAIKOV, TO KEVO

peta&d Tovg, n yovio KAT, To omoia avagpépoviot 6to tpotumo EN I1SO 9692-1:2013.
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Welding Sequence (AkoAiovOio ovykorinong): Anuovpysitonr €va oy€do to omoio
delyvel Ta otdd TG Epyaciag, TEPIAAUPEVOVTOC To TEPACUOTO, TO TOYOG CLYKOAANOTG
KOl OTTOL0NTOTE AOCTOCT HETAED TV TPOG GLYKOAANON TEHA)iV, oV omortnOel.

Pass (mepdopata): Kdabe népaocpa dlveron amd évav avéovta aplBud mov JSelyvel Tig
axolovBieg Tng cvuykOAANOTG.

Process (Awwdikaocia) [12]: H dwadikacioc cuyKOAANONG KOTOYPAPETOL GOUPOVE, LUE TO
npoturo EN ISO 4063 6nwg Adyov yxdpn, N texvikn cvykoAinone MIG 1 omoia éxet tnv
kwdwomoinon 131.

Size of filler metal (YAwko mipoong): To péyebog tov vAKod TApwong SnAdveTal e
éva. pWPS 10 omoio elval KatdAAnio va cuykoAAnoet to aviikeipevo petald toue. Ia
010itePeg amautnoel oVYKOAANoNG Omwg m.y. o B€omn ovpavod Oo mpémer va yivet
KOTAAANAN ETIAOYT DAIKOD TANPOOTC.

Filler Metal Classification and trade name (Téa&n miesktpodiov kor gpmopiki)
ovopoaoia) [10]: H taEn/khdoon tov avoldciuweyv , divetor oto pWPS kot pe avapopd
oto EN ISO 14341, evo 6ev givon edwkn omaitnon amd to EN ISO 15614-1:2004 v
ocvppato. Amotteital o€ 1 EUTOPIKT) OVOLAGTO TOV NAEKTPOOI®MV va elval COUPOVN LE TIG
Jld1KaGieS MOTOMOMGEMY TOL Kataokevaotr. H avéilvon tov ypoupdtov yuo v
KOOIKOTOINoMN TV NAEKTPOdiV, BplioKeTon TAPUKAT® 0 AAAN EVOTNTA

Any special baking or drying (IIpo@ppaven 1 Enpaven niektpodiov) [3]:
Avoeépetar oe  mpoBépuavon 1 Efpavorn Tov nAektpodiov mpiv TV cLyYKOAAN oM av
VILAPYOLV EWOIKEG AMOUTNOELS YL TO. LVAIKG mANpwong, 0o mpémer Oumg yevikd va
KpoTovvtol Kabopd Kot ENpa GCOUE®VA LLE TIG AMALTNGEL TOV KoTaokevaotn. BA. Tlivaxa

pe avagopd oto 1090-2:2009

MINAKAZX 3.3 Anottodpevog xpovog kot Beprokpacio tpobéppavong 1 Efpaveng niektpodiov

Temperature level (T) Time (t)
Drying * 300 °C<T=400"°C 2h<t=4h
Storage ® =150°C prior to welding
Storage ° >100°C during welding
* Fixed oven ® Portable quiver

Gas/ Flux -Shielding/backing (IIpoctacia agpiov-ponc) [13]: Topemva pe to TpdTLTO
ISO 14175:2008 10 mPOOTOTELTIKO OEPLO TOL YPNOLLOTOoLEiTOL OTN  dadkaciol

OLYKOAANONG EMALYETON LE BAOT TO A0S LAIKOD Kou TiG omaltnoels tov pWPS
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MINAKAZX 3.4 Enthoyn Tpoctatevtikon agpiov yio pébodo ocvykdiinong MIG

Symbol Components in nominal percentage of volume
Main Sub- Oxidizing Inert Reducing Low reactivity
group | group CO, 0, Ar He H, N,
I 1 100
2 100
3 balance 05<He <95
M1 1 05<C0O,<5 balance 2 05<H,<5
2 05=C0O,=3 balance 2
3 05<0,<3 | balance?
4 05<CO,<5| 05<0,<3 | balance?
M2 0 5<CO, <13 balance 2
1 15<C0O, <25 balance ?
2 3<0,<10 | balance?
3 05=CO,=5| 3<0,<10 balance @
4 5<C0,<15 | 05<0,<3 | palance?
5 5<C0O, <15 3<0,<10 balance 2
6 15<C0,<25| 05<0,<3 | balance?
7 15<C0,<25 | 3<0,<10 balance 2
MMINAKAZX 3.5 Hiektpodia Borppapiov yio péBodo cuykdAinong TIG
Tungsten Electrode Composition
designation Cormposition Color Mark Standards
Dioxide |Dioxide in% Impurities% |Tungsten %
o
e AWS A5.12

I YT e

Remainder

Shielding gas flow rate (Pon mpootarevtikoV agpiov): To pWPS divet v pon tov
TPOGTATEVTIKOD OEPIOV CUUP®VO, HE TIC TPOTEWVOUEVES TOPAUETPOVS GLYKOAANGNG.
Eumelpucn pébodoc elvan mwg £yovpe mapoyn 1 Altpov v opa yio kdbe 1 y1A00td g
SLOUETPOV TOV AKPOPLGIOV.

Tungsten electrode type/size (Tomog niextpodiov Borepapiov): Avapépetar otny
pnébodo TIG (141) kan pag divel mAnpopopieg GYeTikd pe TovV TOTO TOV MAEKTPOSIOL

Bolopaytiov.
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Details of back gouging/backing (Aertopépereg kotepyooiog): Xe mTOAAEG
OVYKOAMNOELS ylo. TNV emtvyia. TG ovvdeong ypnotponoteitan emkaivnrpa (backing
strip) yio v cuyKpAaTHON TOL TNYUEVOL HETAAAOV KATE TNV GLYKOAANGY).

Preheat temperature (IIpo@sppaven) [9]: Avoaeépetor oty Tpobéppovon TV VAIK®OV
TPW TNV GLYKOAANGN. ZyeTikd pe Vv avagopd otov CEV mo méveo mov oyetileton pe

QVTEG TIC TANPOPOPIES, TAPUDETETOL TAPAKAT®, GYETIKOG TIVOKOLG.

MINAKAZX 3.6 Xvvictopevn Oeppokpacio mpodéppaveng tepoyiov

Ioodvvapoc avBpaxag CE Yuvictopevn Beppokpacio
TPoBEpLOVoNG
<0,45 Agv cvvictaTon
0,45-0,60 90°-200°C
>0,60 200°-400°C

Interpass Temperature (Méywotn Ogppoxkpacia):H péyiot petpodpuevn Beppoxpacia
petald tov mdcowv eAEyyetat gite pe 101K OeprOUETPO E1TE [UE ELOKA «KPOLYLOVY
Post-weld heat treatment and/or ageing (@gppuiky Kotepyooio peTd TN
OVYKOAANON):_Avoeépetal o€ TEPMTOGELS Omov Ba mpémet va yivel Beppikn katepyacio
HETA TNV GUYKOAANGN LE OKOTO TNV GAANYT] TOV 1010THTAOV Kol TNG OOUNG TOV DMK®OV.
Time, temperature , method (Xpovog, Ogppokpacio, pé@odog): yetileror pe TIC
napapéTpovg Tov Post-weld heat treatment kot apopd TAnpogopieg GyeTIKA e TOV YPOVO
petd-katepyoasiog, v Beppokpocio kot v péBod0 ToL EQPUPUOGTNKE.

Heating and cooling rate (PvOpog Oéppoveng kor yoéng): XZyetiletor pe TIg
nopapétpoug Tov Post-weld heat treatment ko avaeépovtor TANpoeopieg GyeTKd e TOV
pLOUo BEppavong Ko YHENS oV EPAPLOCTNKE AUEGMG LETA TNV GLYKOAAN O

Pulse Welding Details (IloApuwkog PvOudg Zvykdiinong): Avaeépetar  Otov
ypMNoonoovE evarraccoopevo pevpa (A/C) kot teptypdeel TOVG TAALOVS TNG UNYOVIG
(évavon kot wavor TOEov) KoTd TNV SAPKELN TG CVYKOAANONG

Plasma Welding Details (Aentouépeleg ovykoAinong Plasma): Aeopd Aemtopépeieg
oLYKOANoNG TToL YivovTon pe uébodo plasma.

Oscillation amplitude (ITAdtog Toldvimoncg): AQopd 6T YOPUKTPIOTIKA TOV TOALKOD
pedLOTOg, cLVHOMG Yia TNV TeYVIKT cvuykOAANnong TIG (141).

Frequency, dwell time (Zvyvomra, Ilapopovy ZvykoAlnong): Agopd ota
YOPOKTNPICTIKA TOL TUAUIKOD PELLATOC, GLVHOWE Yo TNV TeYVIK ovyKOAAnong TIG
(141).
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e Other Information (Aoutég minpogopicg): Kabe pWPS zmepilappdver tig yevikég
TANpoopieg mov oyetiCovtar pe TV emtvuyn ekTtéreon g oadikaciag. Tumkd, Tepiéyet
TN SLAUETPO TOV akpoeLGiov, TV HEB0do eléyyov ¢ pEylotng Beppokpaciog Kot KaOe
E101KN U1 KOTAOTPOPIKT] LEBODO KATA TN SLAPKELN TNG CLYKOAANOTG.

e Data signature, name (Hpepopunvia, vroypo@i kot ovopa): Otav o gpyordfog
emiéyel va motonomoetl éva WPS o kotackevaotig Oa mpémel vo DIoypayEL Tmg
YVOOTOTOLEL TN O1001KAGT0 KO TG Ol TOPAUETPOL TG GLYKOAANGTG KOl Ol OTOLTY|OELG
glval cuPE®VO LE T TPATLTTOL KOl TANPOVV TIG TPOVTOOEGELS Y10, LEALOVTIKEG EQOPLOYEG.

Exel erlodyetan to Ovopa. n nuepounvio Kot n veoypaen Tov.

22



Kepdioo 4

AGUVEYELES GVYKOAAMGEMV KU (1] KOTAGTPOPLKOL EAEYYOL

4.1 Acvvéyeleg TMV 6VYKOAMGEY [ 14]

O1 KVP1OTEPEG AGVLVEYEIEG TOV GYETILOVTAL IE TNV KATEPYUGIN GUYKOAANOTG Elvar ot ENG:

Mop®ddeg (Porosity) : O mdpot ogeirovior otnv Tayidevon aepiov KoTd TV S1dpKeld
G OTEPEOTOINOTG TOV UETAALOL cuykOAANonG. H vypasio oto Pacikd 1 10 mpodchHeto
uétarro ( Filler Metal) kow o avemapkfg Kaboapiopog mpv Ty cuykOAANon cupupdilovv
oV dnuovpyio Topmdove. Ot mdpot pmopet vor givor OHOOLOPPO KATAVEUNUEVOL GTO
RETAALO GLYKOAANGNG, vo oynuoatilovv opddeg M ypoupnéc. Mmopel va éxovv oynua
oQUPIKO, OPAA, e 1 yopic Yovieg Kol UmTopel Vo GUYKEVIPOVOVIOL GE UEPT OGS GTNV
pila (Weld Root) 1} otov méda ¢ cvykdiinong (Weld Toe).

Eykieiopatro okopiag (Slag inclusions): A@opd kvpimg oTIG GUYKOMNGES LE
emkaAvppévo niektpoddia (SMAW) 1 Pubicpévo t6&o (SAW) o6mov ypnoyomoteital
Kémowov €idovg okwpla ywo TV mpootacia TG ovykOAAnonc. Ta eykieiopata
napovcslaloviol Kupimg otnv em@dveln kot Vv pilo M HETAED TOV PAPOV OTIG
GVYKOAAGELG TOALATADV TAGGMV.

AteMic ™&n (Lack of Fusion): Apopd omv atedn ™En tov Pacikod PeTAAAOL Kot
epeaviletoar cuVNMOOG 6TIG TAEVPIKES EMPAVELEG TOV HETAALOV GLYKOAANoNG. H ateAng
™EN TPOKVOTITEL OMd KOKO YEPIGHO TOV MAEKTPOSioL M amd aKOTAAANAEG GLVOTKEG
OLYKOAANONG OT®G UEYAAN TOOTNTO GLYKOAANGNG, OVETOPKNG £VIOON PEVUOTOC, Kot
OVETOPKT|G TPOETOLLAGIO ATLLOV.

AteMig Sieicdvon (Lack of Penetration): A@opd otov avemapkyn GYNUOTICUO TOV
HETAALOL GLYKOAANONG G€ OAO TO OBECIHO ThXOG EAACUATOS. XTIC GUYKOAANGELS
ovuPoAng evog mdooov eueaviCeton ocvvnbwog omv pila ™ ovykOAANoNG. Xe
oVYKOAMOELS oLuPoAng pe dwmAd V eppoavifeton petald tov mdoocwv. H atehng
dlelodvuon TPoKVLTTEL OO KOKO XEPICUO TOV NAEKTPOOIOL 1| amd aKATAAANAES GLVONKES
OLYKOAANONG, KOOMG KOl AT TOPOLGIN EMPAVEIOK®OV 0EEWIMV oL TTapeUmodilel TV

™EN Tov Pactkol LETAALOVL.
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Yrmokom) (Undercut): Teopetpikny oovvéyelo He TNV HOPON EYKOTNG TOL  £XEL
oynpotiotel pe ™MéEN Tov Pactkov petdAlov kot oev YEUoE pe uEToAAo cuykoAAnone. H
vrokony| gpeaviletar otov o6da (Toe), 1 v pila g cVYKOAANONG.

Yroniypoon (Underfill): IIpokerton yio po evivnwon oto npoécono 1 oty pilo g
OLYKOAANOMNG O€ €val EMMESO KATW ad TNV EMPAVELL TOV BOCIKOV UETAALOV.
Emwaloyn (Overlap): TIpokettat yio. enéKTO0T TOV UETAAAOD GUYKOAANOTG TEPOL ATO
Tov Toda 1 TV pila g cLYKOAANOTG.

Kpamipag (Crater): IIpokettal yioo evtdnmon otov tepuaticpd uoag poens. Kpotmpeg
emiong epeovioviot 6to PETOAAO GLYKOAANOTG.

Awopmepng ™EN (Melt-through): Tpokettat yio pio Kotdotoon KoTd TV omoia to 1050
npokaiel TEN ToL TLOREVE TG GVVIEDT|S.

"Evavon To&ov (Arc Strike): Tomkn t™én 1 Oepuikn emidpacn oto Pacikd pETAAAO
eEartiog Tov TOEovL.

IItovhiopora (Spatter): Tpokertar Yo copatidlo pet@AAov Tov ekToEEVOVTIOL OO TNV
Mpvn cvykOAANoNG.

Eykapoieg poypés oto pétario suykorinong (Transverse cracks, Weld Metal):
Mmnopel va ogeilovion oe Ogpun pnypdtowon (TEPIKPLOTAAMKES) 1| OE TAGELS 7OV
vrepPaivouv TV avtoyn Tov HETAALOL GLYKOAANGTG (S1OKPVOTOAMKEG).

Eykapoweg poyués etnv OEZ (Transverse cracks, HAZ): Ogcilovtar cg yoypn
pnypdToon  dNAadn oe  ouvOLOCUO  LYNMA®V  TOPOUEVOVCHV  TACE®MV, VYNANG
oKAnpomTOG TG OEZ kot mapovsio vopoydvou (yabvpomroinomn vopoydvov).
Eéopagieg poypés (Underbead cracks): T6wo attic pe to mponyovpevo udévo mov
axolovBovv v mepipetpo g OEZ.

Awopikelg poypés oto pétorho ovykorineng (Longitudinal cracks): Oeeilovron
Kuplog oe Bepun pnypdroon. EppaviCoviatr 6to tpécsono 1 oty pila g cuyKOAANOTS.
Poypés otov moda M otnv pile (Toe or root cracks): Ogeilovior otig VYNAEG
TOPOUEVOVGES TACELS KOl GTNV GLYKEVIPMON TAGEMV AOY® TNG YEMUETPIKNG EYKOTNG
otov Ooa 1| 6TV pila TG CLYKOAANOTG.

Awostpopatiki pyparoon (Lamellar Tearing): Epeovifetoar kupiog 6€ owyevikég
ovyKoAAoelg TOmov T e cuyKOAANon Kot amd TG 0vo mAevpés. H pnyudtwon coppaivet

og enimeda mopdAANAa pe to enimedo Elaong otnv ®EZ g cuykOAAnonC.
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4.2 M1 KoTooTPENTIKOL £AEYYOL GUYKOAANGE®Y [ 4]

Me 1ov 6po «Mn katactpentikog heyyoc» (Non- Destructive Evaluation, NDE) evvoobpe 6ieg
TIG OPUGTNPLOTNTEG OOKIUMV EMOEDPNONG Kt EAEYYOV OIS CLYKOAANGNG Y10l TNV OViXVELST] Ko
TOV €VIOMIGUO Mg acvvéyxews (eldog, Béom, péyebog, mpocovatoMoldg) oVTOG OCTE Vo
a&lohoynOel av eivor amodekT| Pe GLYKEKPIUEVO TPOTLTO. KOl TPOJLOYPOPES OV SETOVV TNV
OULYKEKPIUEV GUYKOAANTH KATOOKEVY|. L€ MEPIMTMOT TOV 1] AGVVEXELD OV EVaL OMOOEKTN TOTE
Bewpeitar g oedipa g cvykdAinong (Weld defect) kot n cuykdAAnon npénet va emokevaoTel
(Weld repair). O 6pog «Mn KotaoTpentikdc» onuaivel omAd Ot 0 €Aeyyoc mpaypaTonoleiton
a@oy 0AOKANPWOEL 1 GLYKOAANGT KOl Y®OPIG OTMOLONTOTE KATOCTPEMTIKY €mMEUPOCT OTNV
KOTAoKELN (Y. KOmn JOoKIiov). Ot oNUAVTIKOTEPEG TEYVIKEG UN-KOTAGTPENTIKOD EAEYYOV TV
OLYKOAANGE®V giva :

o O ontTikOg £heyyog e KOPLO epyoreio TO avOpOTIVO HATL EPaPUOLETOL OE OLEG TIG PACELG
NG KOTAOKEVNG, ONAadT TOGO KOTE TNV SLIPKELX TNG GLYKOAANONG 0G0 Kol HETA TNV
OAOKANP®ON TG Me tov onTikd €Aeyy0 aviXVEDOVTOL EMPAVEINKEG QCVVEXELES (TrY
POYUES) OAAG EKTIUATOL KOU 1) YEVIKOTEPY KATAOTOON TNG empdavewng (my SaPpmon
ewiplopa emEAveag). Mg v ypnon Tov KATIAANAOoL €EO0MAMOHOD (GKOUTTO Kot
€0KOUTTO, EVOOOKOTIOL e OMTIKEG {vec, @akoi, Video-evéookodmia) o omtikds EAeyyog
pumopel vo  OMOKOADWEL EMPAVEINKEG OOLVEXEIEG T vo. Ponbnoet ommv  emiloym

ocopmAnpopatiknig pedddov NDT yia mepoartépm Ereyyo.

EXHMA 4.1 Eleyyog S106TdoemV GLYKOAANGOTG Y10 GOAVEG Kot LETOAMKES TAGKEG

o O £éleyyog pe d1EIGOVTIKA VYPA £VOSiKvVLVTAL Y10l TNV OVIXVELGT OICLVEXELDV TTOV €ivat
OVOLYTEC OTNV EMPAVELD TNG GLYKOAANGONG 0T POYUES, TOPOL, KOl OLUCTPOUOTIKEG
pnynatocels. H pébodog Pacileton oty dteicdvomn evog vypov (01€160VTNG) HEGH GTNV

QCLVEXEW AOY® TNG TPYYOEWOVS £€AENG. ZTNV GLVEXEIDL HE TNV EQOPUOYT €VOG
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KATaAANAov ompél (gpeaviotg) ovaykdlovpe tov Oleloovtny vo e£€ABel amd TV
ACLVEXELN KOl VO «ELQavicey TV Béom T acvvéyeag. Atapaitntn tpodndOeon yio v

emtuyio g peBodov givar o kaAdg Kabaplopds TG EMPAVELNG.

XXHMA 4.2 'EAeyyog e S1e1000TIKd vypd

O éheyyog pe poyvnTikd copatioww sivor pio p€B0d0g U KOTAGTPERTIKOD EAEYYOL LE
v omnoio evTomilovTal TOC0 EMPAVEINKEG OGO KOl EAAPPDG VITOETIPOVELOKEG OCVVEYELES
0€ GLONPOUAYVNTIKA VAIKE OT®OC TO TEPIGCOTEPH GLONPOLYO KPAULOTO, TO KPOLLLOTOL
vikeAiov kot koPfaitiov. H pébodog dev pmopel vo epapprootel o kpdppota alovpuviov,
poyvnciov Kot yoikol Kabmg Kol 6Toug moTeVITIKOVS ovoleidmtoug ydAvPec. Otav éva
onNpopayvnTiKd VAKO poyvntileton, acvvéxeleg mov eivol TOmoBeTUEVEG E£YKAPOLOL
oV 01evBvvon Tov poyvNTIKOD TEGIOV, TPOKOAOVV O10pPOT] TOV HOyvNTIKOD 7Ediov
(medio dwappong, leakage field) yopw amd v acvvéyeia. O eviomoudg tov mediov
JLPPONG Kol ETOUEVMOC TNG OCLVEXELNS TPAYLOTOMOLEITOL e TNV YPNON TOAD AETTMOV
LOyVNTIKOV COUATIOIOV (PVIGHATOV) To 0Ttoio. OTOV EQOPLOGTOVY TAVEM GTNV EMPAVELN
TOV EAGGUOTOG GLUYKEVIPADOVOVTOL KOl Topakpatovvial and to medio dwppons. Me tov
TPOTO OVTOV TO. HOYVNTIKG copatiol oynuatilovv to Teplypoppo TG OGVVEXELNG KOt
EMTPENTOVY TOV TPOGOOPIGUO TG B€ong Tov peyéBovg Kol TOL TPOCAVATOAIGHOD TNG
acvvéyelog. [ v poyvAtion g ocvykOAANOMG YPNOLOTOlEiTOl €Vag TETAAOEIONG
niektpopayvitng (Yoke), eved to poyvntikd copotidw tastvopovvior o€ ENpd Kot o€
VYpa avAAOYO HE TOV QOpPEN TOL Elval OEPAG OTNV TPOTN TEPIMTOON Kot vEPH 1|
amdotayue ond ehagpd meTpéloo oty devtepn. Kor otig 000 mepumtdoelg

epappolovtor pe Spray.
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YXHMA 4.3 ’ELeyyog e poyvntikd copotidie

O éheyyog pe vepfyovg sivor pio péBOS0G UN KOTAGTPENTIKOV eAEyyoL Tov Pocileton
OTNV AVAKANGT TOL NXOV and EMIMEDEG AGVVEYELES LEGA GTO LAKO. Mia mymrikn déoun
vynAng cvyvotntog (0,1-25 MHZz) eknéuneton omd évav mound, taldedel 6TO VAIKO Kot
AVOKAQTOL OO EMPOVELNKEG 1) VITOEMPAVEIOKES acvvEyeles. H avaxiopevn déoun ot
OUVEYELDL PTOVEL GTOV OEKTN, OOV UETOTPEMETOL GE ONUOTA NAEKTPIKNG TAONG. XTOL
TEPIOCOTEPO. GLOTNUATO O TOUTOG Kol O OEKING ocvvovdlovior 610 1010 GVOTNUO
(transducer). H avaivon tov onudtov autdv eNTpETEL TOV EVIOTIoUO TG acvveyelac. H
YPOVIKY] S10pOopd HETOED EKTEUTOUEVOL KOl OVOKADUEVOL CHUOTOC OYeTIleTOl e TO
péyebog g acvvéyeas. H avokiaotikn wkavomnto tov vrepnyov eEaptdtol ond 1o
eldog g demdvelng ™ acvvéxelns. Etor €yovpe oxeddv oMkn ovaKAAoN oE
OlEMPAVELES LETAAAOV/AEPAL EVD LEPIKT AVAKANGT GE OEMPAVELES LETAALOL/VYPOV Kot
uetahiov/otepeot. Poyuéc, dwotpouatikéc pnypotmoslg (laminations) kor mwopot
avYveELOVTAL EDKOAN LE OAIKT] OVAKAOGT), EVD TO EYKAEIGUATO OVIXVEDOVTOL LE UEPIKN
avikiaon tov vrepnyov. O €Aeyyog HE VREPNYOVG YPNOCLUOTOLEITAL EVPEWS GE
OLYKOAM|TEC KOTOOKELEG YO TNV OVIYVELGT VLTOEMPAVEINKADV OGVVEXELOV KLPIWG
pOYUOV. XPNOOTOoLEiTaL EMIONG YlOL TOYVUETPNOEIS KOl Y. TPOGOIOPICUO TOL
ATOUEVOVTOC TThYOVG LETA 0md dtaPpmwon. To peyodldtepo petovéktnua T nebddov givan

ot elvan yewpoxivn péBodog Kol amoutel EUmELPO YEPLOTN.
T = z

XXHMA 4.4 EAeyyog L& VIEPTOVG
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O padroypa@kdég £reyyog stvar pio HEBOSOG UN KATOGTPETTIKOL EAEYYOL OV PacileTon
OTNV  amopPOENCY  OlEICOVOVGOS NAEKTPOUAYVNTIKNG OKTIVOBOAMOg omd TO VIO
emBempnon avtikeipevo. H dtapopikn amoppdenon Umopet vo oQeiletal oe S1opopEg TG
TUKVOTNTOG TNG GVGTOCTG TOV LAIKOV Kol ToL dyovc. 'ETot, e Tov padioypapikd Ereyyo
aVLVEDOVTOL TTEPLOYES LE OLLPOPETIKT TLKVOTNTA 1| ThXOS O OXEGN UE TO TEPPAAAOV
LETAALO OT®OG Ol OGVLVEYELEC TMV GLYKOAMGE®V. ['evikd, Le TOV padloypapikd EAeYYO
UTOPEL VO aViXVEVTOLV OGVVEYELEG e 0EIOA0Y0 TTAY0G o€ pio devBuvon TapdAAnAn pe
v déoun axtivofoAiag. Avtd onuaivel 6Tt 1 duvatdTnTa TG HeBddoL Yo aviyvevon
EMNEOMV ACLVEYELDV OTMG 01 POYUES EEAPTATAL ATTO TOV TPOGAVUTOMGUO TNG OEGUNG OE
oxéon pe Vv ovykOAAnon. Tpiodibotates acuvéyeleg Omwg mOPOL Kot EYKAEIGHATO TOV
£YOLV LIOAOYIGIO TThYOG o€ OAEG TIG O1EVOVVOELG UTTOPEL VAL AVIXVEVTOLV OPKEL VaL £XOVV
mhveo amd 1% dapopd otnv amoppdenon ¢ aktivoforiog oe oyéon pe To mePPaAlov

pétarro. o v gpappoyn g peboddov amorteiton pio Ty aktvoBoriog Kot Evo AL

YXHMA 4.5 Padioypoa@ikog EAeyyog

O éheyyog pe dwvopevpata eivar pio pEB0S0G Un KaTaoTPENTIKOD EAEYYOV TTOL Pocileton
oV MAEKTpOMOYVNTIKY] €maymyn. Evo mmvio 10 omoio ovopdletor mmvio eAéyyov
(Inspection Coil) deyeipetan pe evolloooduevo pedpa kot exdayel dvoppevpata (Eddy
Currents) oto vrmo embedpnon Tepudylo. Avtd ta dwvoppeduoTa pEOVV o€ KAEIGTOVG
Bpoyyovg Kot n por| Tovg e€aPTATAL AmO TO NAEKTPIKA YOPAKTNPICTIKG TOV DAIKOD Kot
NV Tapovcio. acvvexeudv. Ot acLVEXELES OTMG Y10 TAPASELYLO Ol POYUES TPOKOAOVY
aALOYEG OTNV POT| TOV StvoppeLdT®V. AVTA 1 LETAPOAN] UTOPEL VO, aviyveLTEL glte amd
v ovtiotoyn HETAPOA TOV TPOKAAEITAL GTO PeLUO. OV OEPYETOL GO TO TNVIO
eAéyyov eite and Vv emaywyn mov mpokaAeitar oe va devTEPO aveEdptnto mnvio. Mg
TOV TPOTO OVTO TPUYUATOTOIEITOL O EVIOTIGUOS NG acvvExeloc. H pébodog epapuoletan
TOGO GE GLONPOUOYVITIKA OGO KO GE [N GLONPOUOYVITIKA VAKA Kot 1) uoévn mpoimdOeon

elva To VAIKE va efvon nAEKTPIKG arydyLoL.

28



REVIEN
[TEST WUMBER | !][COTL #1 150 knz 200N %30

XXHMA 4.6 'EAeyyog pe dwvopedpota
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Kepdhato 5

MegréTn Kol EQaPRoYT] GUYKOAM|GE®V PHETUAMKNG KUTUGKEVNG

5.1 Heprypo@n] peToAMKIG KOTACKEVNG

Y10 oynua 5.1 eaivetoar 10 povopoeo petodikd Krtiplo, khaong EXC2, kot onpeudvovtat ta
eMUEPOVG otolyeion amd ta omoio. cuvvrtifetar. v mapodoo TopdypaPo YIVETOL GUVORTIKN
avaQOPE 6TA GTOLYEID QLT Kot TN AEITOVPYIN TOVG HEGH GTO GUVOALKO (PEPOVTO OPYOVICUO TOV

KTpiov.

Keparodokdg

Mnkideg —

Op1g6vTIog cUVOECHOG
duokapyiag
Karaképupog oUvdeoHOg
duokapyiag

— MeTwmkdg oTUAOG

XXHMA 5.1 Zroyeio p€povtog opyavicHoD HOVAPOPOL HETOAMKOD KTIpiov
Ot kVpro Qopeig ivar mAaicta, Tov dutdocoviot avd i6eg HETOED TOVG ATOGTACELS KOl EXOVV

mv duvatdtto woporaPng (LEcH 0TO EMMESO TOVG) KOTAKOPLE®V Kot OPOVII®V QOPTIMV

(avépov, GEIGHOV Kot omd AELTOVPYiO YEPAVOYEPLPDV).
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Ot KOp1ot popeic, etvar ohdompot kot diprytol, pe kKiion mepimov 10°, ko amotelobvrol ard To
VTOGTVAMpOTE Kot To {uydpata, To onoio kataokevdalovior and vyikopueg dratopég IPE200.
Emeidn ot xoppotl tov mAaiciov autdv £(ouv Ty duvatodTTo TOPaAaPiS pOTdV, EVIGYLOVTOL

oTa GKpa TOVS [Le GLYKOAAOVpEVA eEAdopata (oynuota 5.2).

XXHMA 5.2 Evioyvtikd cvykorroOpeva eAdopata o) KOLBov DTOGTUAMUOTOS Kot TAGKN edpdoemd, B) koppov

VITOGTLAMUATOC Kot {OYMUOTOG KOt ¥) KOPLEaiov kOUPov tov popéa

O1 ke@ahodokoi, opboymvikng dtatoung Koilovg dokovg SHS 80x5, sivar opldvtia ypappikd
OTOL(ELD, TOV GLVOEOLV TIG KEPUAES TOV VTOCTLAMUATOV KA KlovooTotyiag Kot SloTpéYovV 10
UKOG TOL KTipiov katd T devbvvon v kdbetn mpog o emineda TV KOpLov gopiéwv. Mécw
TOV KEPAAOOOK®MV Ol CEICUIKEG Kol ot vEoAoumeg optlOVTEG OLVAUELS, TTOV OGKOVVIOL GTO
eminedo TG emkoAvyng kot mopaiapfdavovior amd to opldvtia cuoTrate (GLVOIEGOVG)
SuoKOUYING, LETOPEPOVTOL KO KATO TPOCEYYIOT OVOKATAUVELOVTIOL OTA KoTakopvea (petald
VTOGTVAMUATOV) GLGTHLATA SVOKAUYING, MGTE 0L WONGELS VO KaTaAyouV otr Oepelmon péom
TEPLOCOTEPMV BEGE®V GTAPIENG KOl VO VITAPYOVV TEPLEGOTEPES BEGELS amoppOPNONG GEICUIKNG

EVEPYELNG GE TEPIMTMOT GEIGUKNG KOTATOVIOTC.

XXHMA 5.3 ZuykoAloOpevo EA0CHO 0TV KEPAAOSOKO, Y10 GUVOEST] TNG LE TO VITOCTOAMLA



Ot ke@aA0dOKOT OITOTEAOVV EMIONG CNUOVTIKO GTOLEIO CLUVAPUOAOYNONG TNG KOTAGKELTG KATA
TN PAoM avEYEPOTG EMELDN CLVOEOLV EYKAPGLO TOVG OVEYEIPOUEVOVG O10O0YIKA EMITEOOVS POPELS.
Emiong n obOvdeon, kotd T @daon ovty, €vOC vEOL TOTOBETNUEVOL VTOGTLADUOTOS HE TO
TPONYOVLEVO TOV, UECH KeEPOAOJOKOV, kaBoonyel ommv tMpnon g axpPods Béong tov,

op1ovTIOYPaPLKE KOl VYOUETPIKAL.

O teyioeg, vyikopun owatopr IPE8O, givar dokol mov YeQUPOVOLV TIG OMOCTAGELS LETOED TOV
KUPlOV QOPEMV Kol HETAPEPOVY GE OWTOVG TO. GOPTICL TA OTOio. AGKOVVIOL GTNV EMOTEYAOT,
Omwg 10 Pépog TV POAA®V ETKAALYNG, TO POPTIO YLOVIOV, 1| AVEULOTIEST] KOl TUXOV OQEALLO
eoptio. Ot 1eyideg dlaTAocoVTOL O8 16€G HETOED TOVG ATOGTACELS KOl TOKTOVOVTAL 6T {uyduato

ne yprion eracpdtov (oyfua 5.4).

XXHMA 5.4 Yvykoilovpevo élacpa oto {Oyoua, yio ohvdeoT TV Teyidnv

O1 pnkideg eivar oplovrieg doxoi dwatoung UPNSO, mov tomobetovvtal, avl amoctdoels, o€
OAEG TIC OYELS TOV KTIPIOV, YEQUPDVOVTOG £TGL TIG OMOGTAGELS LETAED TV VIOGTNAMUATOV Ko
déyovTat Ta EOAAL TAEVPIKNG EMEVOLONG TNG Katackeunc. Koplo goption tov unkidov sivor m
OVELLOTLEST] Kot 1) cUVOESNC TOL Le TO LTOGTOAWME YiveTon péow dokav IPESD, cuykoAinpévov

070 LTOGTOAWUA (GYNLa 5.5).

XXHMA 5.5 Zvykorlovpevol dokoi IPESO oto vroostiropa, yio 6tpiEn tov unkidov
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Ot oprlovTior 6OvoEsHOL JVGKOPYIOG Elval OIKTVMOTOL POPEIG TOV O1UTAGGOVTOL GTO EMIMEDO
tov {uyopdtov Kot KotadapBavoov to €bpog petath 600 Sadoyikdv Kuvpiov gopiéwv. To
SIKTVOUO, GVYKPOTEITOL ad To. LLYDOUATO TOV eKATEP®OEV TAUGIOV (¢ TEAUAT®V), OPIOUEVES
teyideg Kot mpdcbetec draymvieg dokovg SHS80XS. Tkomdg Tmv ENYPUEPOVS AVTOV POPEMV VoL 1
petamopd TV optlovII®mV SLVALE®MYV, TOV AGKOVVTOL GTO ENIMEDO TNG EMGTEYOOTNG KAOETMS TPOG

TaL EMMEDQ TOV KLPIWV POPEMV, GTA KATAKOPVPO GCLGTHILOTA SOVCKOUYINGC.

Ot Kataxépvpor cvvoeopol dvokapyioag ctvar dwtvwtol oynuaticpoi, mTov tomobeTodvion
peta&l d0o O10d0 KOV LTOGTLAMUATOV Kot HeTAPEPOVV oTT| Bepedimon ta opildvtia poptia, Ta
omoia TapaAapPavouy amd Tovg oplOVIIONG GVVIEGHOVG KO TIC KEPOAOOOKOVG. XTO, TOLPOTAVEM
SIKTVOUATO, TEALOTO OTOTEAOVV TO, EKATEPMOEV VITOGTLAGNOTA, AVAOTEPO OPlOVTIO GTOLXEIO 1)
KEPAAOOOKOC, KOlU GUUTANPOVOVTOL e TPOGOeTES SoydVieG 00koVG 0pHOoY®MVIKNG S1TOUNG
SHS80xS5.

XXHMA 5.6 ZvykoAlovpeva eAdopata Yo cuvoeo Tov daydviav papdov SHS80xS

o) 6T0 VTooTLAMUA Kot B) oto {hyopa

XXHMA 5.7 Zvykollovpeves Thdkeg ot daydvia pafdo SHS80xS

[Tpoxeyévouv var kaAveBodv Ta pétmma Tov KTPiov, TOV AVTIGTOYOVV 6Ta dV0 akpaic KHpla
mAoicwo (mpdTo Kol TEAELTOi0) TOL KTPiov, TOmOBETOUVIOL VA OTOCTACEL; NETMOMIKE
VAOGTVADMOTO. To. omoia edpdlovtar oe Bepuéha eved dveo otnmpilovior ota axpaio mAaicia.

Kvpia eoption t@v vmocstulopdtomy givor 1 oveLoTies.



XXHMA 5.8 ZvykoAloOpevn mAGKo £5paoNG 6TO HETOTIKO VITOGTOAMLLOL

5.2 llpodwypagéc orwudikaociog cvykéAinong [15]

H petoAikn xotackevn mov oyxedltdotnke kol PeEAeTNONKe Mtav Katd v KAAom ekTéAeong
EXC2 (Execution Class 2). Zopewva pe avtd 1o eminedo (0nwg 6o avalvbel mapokdtom), ot
TAPAUETPOL GVYKOAANGONG KOl 0L €Agyyol oL Otevepyndnkav opiocnkav amd To. TPOTLTOL Yl
TETO10V TVTTOVG Kataokev®my. Ot évtvmo cvunAnpobnke (pWPS, WPQR, WPS) pvOuicelg ko
OVOADGLLO QVTMV Yol TNV VAOTOINGoN TG HETOAMKNG Katackeung eyvav Bdoet EXC2 to omolo

opifetar amd T0 EN1090-2 kot o1 éAeyyot TV cuykolincewv £ytvav Baor tov EN ISO 5817.

5.3 Xroyyeio Xopripoong Tov pWPS mov ypnoipomon|Onkay oty perAéTn TS KOTUOKELNS
[9]

e WPS Number (Nodpuepo WPS): Xe kdOe évromo dnAdveror pe tov avéovra aptBud
avdAoya e TNV GEPE KATACKELNG

e Manufacturer (katackevaotig): Ot ev AOy® 6TOVSAGTES

e Welding Process (Awodikoocio cvykoiinonc): H cvviopoypagio coppmvo pe to EN
ISO 4063 givar 135 yo tqv uébodo MAG (Spray Transfer) kor ypnoporombnke yio
TEYVOOIKOVOUIKOVG AOYOVS (To ypnyopn oadikacio) e Ompél Kol Kupiwg AOY® g
OLOLOOPPNS HALAG OTAYOVIOIWV TOL UTOPE VoL EMTEVYTEL.

e Joint Preparation (Tomog tpoctoypnaciog):. Olec sivon Fillet Weld (One Sided,Double
Sided) , dnAadn YOVIKES paPEG LOVOTAELPO 1) AUPITAELPA TOV OVTIKEUEVOV.

e Method of preparation and cleaning (M£0odog mpocToynaciog Kol Kabapiopov):
Ao&otopun kot epeldpiopa TV TEROYI®V Yo TNV TPOETOLACIN TG GLYKOAANGNS QpOv

eCaxpipooape Tmg ot EMPAvEIEG NTAV KABOPES amd 0pyavikos pimtovg.
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Parent Material designation (Mntpwi ovopacio viukov): EN 10025 S275JR+AR pe
oV P€Y1oto 1oodvvapo ydivBa CEV=0,40 va xabopiletar yio to WPS, ta ypaupoto va
VTOONAMVOVV TIG EMTPENOUEVEG TAGEIS KOl TIG KAAGELS avToyng o€ Kpovor. Ewdkd ta
ypéupoata +AR onpaivouy Twg to VAKS givar omAmg EAAGUEVO.

CEV (O 1wodvvapog avOpaxog):O CEV (wwodvvapog dvOpakag) eivor 0,40 o
VTOAOYIOTNKE HETA TNV €MIAVOT TOL TOTOV GOUPMOVO LE TO XNLUKG oTOtXElo TOV £XEL O
XGAvPag pog

Material Thickness (Ilayog viikov): Ta moyn TOV EAaoUATOV Eival SLOPOPETIKA Kot
avaypdgeoviot o€ kKa0e WPS

Outside Diameter (EEotepikiy Avapetpog) : "N/A" (Aev amnavtdrar) yloti dev Eyovue
COANVO.

Welding Position (@¢on svykoiinong) [10]: Xpnoworombnkay tpelg cuykekpévol
1pomol cuykOAAnong PG,PB,PD cbppwva pe 1o EN ISO 6947 6nwg avolvdnke oty
neptypoen v pWPS

Joint Image (Xyédwo mpogtopacioc) [11]: Anpovpysiton éva 6yE610 TG TPOETOLOGTIOG
ocvyKOAANong oe kdbe WPS. e avtd mepi€éyoviar ot dl06TAGES TOL VAMKOV, TO KEVO
peta&d Tovg, N yovio KAT, To omoia avapépoviatl 6to Tpotumo EN I1ISO 9692-1:2013.
Welding Sequence (AkoiovOio cvykorinong): Ilepiéyovv ta mepdopota, TO TAYOG
OLYKOAANONG KOt OTTOLAONTOTE ATOGTOCT LETAED TMV TPOS GLYKOAANGT TEUA)IWOV.

Pass (mepaopata): 1 [1épacpua.

Process (Awdwoocia) [12]: H 1eyvikn ovykoAlnong MAG 1 omoio éxet v
Kwowonoinon 135.

Size of filler metal (YAwo aMipoong): 1,4 mm

Filler Metal Classification and trade name (Ta&n miektpodiov kou epmopukiy
ovopoaoia) [10]: Emoyn Lincoln Electric SupraMIG G46 4 M G3Sil @1.4 ko éywve
Baon TV Tpodiaypapdv Yo GLUPATOHTNTO GE KATOTOVICELS KOl AVTOYES LLE TO DAIKO TOL
EXOVE.

Any special baking or drying (Ilpo@éppaven 1 Enpaven niexktpodiov) [3]: "N/A"
(Agv amavtdrot) aeov dev amaitnOnke Kabdg To NAEKTPOIIA NTAV GE PLAAGGOUEVO YOPIg
vypacia KaBopd YDOPO KOl SEV LANPYE OMOITNOYN KOTAGKELNG Yoo Tpobépuavon Tmv
NAekTpodimv.

Gas/ Flux -Shielding/backing (IIpoctacia agpiov-ponc) [11]: Topewva pe to TpdtLIO
ISO 14175:2008 t0 mpootaTeELTIKO 0€PLO TOL YpnooromnOnke nroav Ar-15-20%C0O2.
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Shielding gas flow rate (Pof} mpostatevTKOD 0gpiov): 15-18 I/hr apov t0 akpoeicio
g unyoving MAG ftav 18mm kot 1 avaroyia eivon mopoyn 1 Aitpov v dpa yuo kébe 1
YIMOGTO TNG SLOUETPOV TOV AKPOPLGIOUL.

Tungsten electrode type/size (Tomoc miektpodiov Bolepapiov): "N/A" (Aev
ATOVTATOL) YLOTL OV YPNCILOTOMONKE 1 GLYKEKPIUEVN HEDODOG, EMOUEVMG OEV UTOPET VL
amovtnOet.

Details of back gouging/backing (Asmropépereg katepyacioc): "N/A" (Asv
amovTatatl) aeol dev £yve KAmola €101KY| eneéepyocio. Xe TOAAEG GUYKOAANGELS Y10 TNV
emTvyio g ovvdeong ypnoonoteitar emkorvmtpo. (backing strip) yia thv cvykpdrnon
TOV TNYUEVOL HETAALOV KOTA TNV GLYKOAANOT).

Preheat temperature (IIpoBéppaven) [9]: Zyetikd pe v avoagopd otov CEV mo
TV, KOl GLYKEKPUYEVO OTNV TEPITTMOY| HOG, O 1000VVapNog avlpakag otov ydAvPa
S275JR givon pkpdtepog tov 0,45 omdte dev cuvicTaTOl TPOOEPUAVOT) GE GUYKEKPIUEVT
Bepurokpacio. Aldetan mapakdto, oYeTIKOC TivaKog:

Interpass Temperature (Méywotn Ogppokpocia): Anidvetor ©g "N/A" apod dev
amouteiton pETPNON

Post-weld heat treatment and/or ageing (Ogppiki] kKatepyosio peTd TN
ovykoAinon): "N/A" (Agv omavtdrol) kobmg dgv amorteitor cOUE®VA Pe TO EMIMESO
KOTOGKELNG.

Time, temperature, method (Xpévog, Osppokpacia, pédodog): "N/A" (Asv amavtdrtor)

,0p00 oo oyetiCeton pe tig mapapétpovg Tov Post-weld heat treatment.

Heating and cooling rate (PvBpog 0éppavens kar wicng):"N/A" (Aev anavdror),
apov avtd oyetileton pe T1c TapapéTpovg tov Post-weld heat treatment.

Pulse Welding Details (IToipucog PuOpog Zvykoiinong): "N/A" (Agv aravrdrtor), yloti
ypnopomoovpe cuveyég pevpa (DC) ko Oyt evarraccsopevo pevpa (AC) 1 ToAKo.
Plasma Welding Details (Aerntopépeieg cuykoiinong Plasma): "N/A" (Aev aravtdtar),
ywti ypnowonowovpe ovvexés pevpo (DC) wor oyt evariaocoopevo peopo (AC) 1
TOALKO.

Oscillation amplitude (ITAdtog Toldviwong): "N/A" (Aev  omavtdrtat), yuoti
ypnoonotovpe cvveyég pedpo (DC) kan oyt evariacacdpevo pedpa (AC) 1 TOAUKO.
frequency, dwell time (Zvyvotra, IMapapovy Zvykoiinong): "N/A" (Aev amovdtot),
vyt ypnowonotovpe cvveyés pevpa (DC) kot 0yt evadhacoopevo pevopa (AC) 1

TOALIKO.

36



e Other Information (Aowwég minpogopicc): Kdabe pWPS mepilapfdver tig yevikég
TANpoYopiec Tov oyetTilovion pe TNV emTvyn eKTEAEON TG dadkaciog. Tvmikd, mepiéyet
N SWIUETPO TOL OKPOPLGIOV, TNV HEBOJO EAEYYOL TG péyloTng Beppokpaciog kot kaOe
€101KN YN KOTOGTPOPIKY] HEBOJO KATA TN SIAPKELD TNG CLYKOAANOTG.

e Data, signature, name (Hpepopunvia, vroypo@n korv ovopa): Otav o epyordpoc
emiéyel va motonomoel évo WPS o katackevaotig o mpémel vo vmoyplyel mwg
YVOOTOTOLEL TN J1OIKOGIO KO TMG Ol TOPAUETPOL TG GVYKOAANGONG Kol Ol OTOLTNGELS
elval cOLP®VA [e To TPATLTO, Kot TANPOVV TIG TPOVTOOESELS Y10 LEALOVTIKES EQOPULOYES.

Exel etodyeton to Ovopa. n MUEPOUNVIQ KOl 1) DTTOYPOPY| TOV.

5.4 Xvpmmpowon tov evromov T nmpoOTns [lpodwaypagns Awwdikacidv XvykOAAnong
(pWPS) [16,17,18,19,20,21,22

H cvpmipwon tov evivmov g mpdnc Kataypoaeng Atadikasiov Zuykodinons (pWPS) etvan
TO TPATO GTAOL0, KATA TO OO0 COUPOVA LE TIG OMOLTNGELS TOL KOTAGKEVAOTN KOl GOUPOVO [LE
T1G avtioToryeg vouoeoieg-tpdTLTa AVAypPAPOVTOL Ol TOPAUETPOL TNG CLYKOAANGNG TOV TPETEL
va mepigyovion cvpeovoe pe to EN ISO 287-2011 omwg m.y.(évtaon pevpotog, péBodog
OLYKOAANONG, VAIKO TANp®oNg K.T.A.). Metd v cvounAnpmon tov gyypdoov pWPS axoiovbel o
ELEYXOG NG GLYKOAANONG KoL 1) KoTaypopr| Tng pebodov ota évrvma WPQR.
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pre-WELDING PROCEDURE SPECIFICATION (pWPS)
acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: p.01 CEV max: 0,40
WPQR No: 01 Welding positions: PB(Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (Double Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine %zzgifg-grmdmg’
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness: 3,4 mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
S275JR+AR 1.1 25
Wetlod.ed IPE200 S275IR+AR 1.1 5,6
Joint image Welding sequences & joint design
h
90° < a
b=2
78
¢
NS

Welding parameters:

Welding Size of Current Voltage Type of Wire feed Travel Heat Metal

Pass process filler metal I U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 135(MAG) 1,4 430 32 DCEP 12,3 1009,7 0,65 7,8
Torch angle: 15° Designation (Ref. No): EN 14341-A
Filler metal class.: G50 3 M G4SI1 Trade name : Lincoln Electric SupraMIG
Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A
Freq., dwell time: N/A Details of Backing: N/A
Oscilation amplitude: N/A Stand off distance 12-25mm
[mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A
Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C02 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 1/hr Group designation: M21
Other Information: 1.In case that the wires are outside from their boxes and are in the ambient air, then they should dry with

preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature: 00/00/00

(vour name)




pre-WELDING PROCEDURE SPECIFICATION (pWPS)

acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: p.02 CEV max: 0,40

WPQR No: 02 Welding positions: PG (Vertical downwards)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (Double Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine E:Z:IIII;(; grinding,
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness: 5,lmm

Base materials

Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
S275JR+AR 1.1 25, 10 (mm)
Wetlod.ed IPE200 S275IR+AR 1.1 8.5 (mm)
Joint image Welding sequences & joint design
h
90° < a
b=2 7
s "
NS
Welding parameters:
Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal
Pass process filler metal | U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 135(MAG) 1,4 430 32 DCEP 12,3 438,2 1,5 7.8
Torch angle: 15° Designation (Ref. No): EN 14341-A
Filler metal class.: G503 M G481 Trade name : Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: N/A
Oscilation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C0O2 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 V/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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pre-WELDING PROCEDURE SPECIFICATION (pWPS)
acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: p.03 CEYV max: 0,40
WPQR No: 03 Welding positions: PB(Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (Double Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine %Z:Ef:g-grmdmg’
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness: 2,3mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
IPE 80 S275JR+AR 1.1 3.8
Wetlod_ed S275IR+AR 1.1 5.6
Joint image Welding sequences & joint design
H
90° < a
b=2
) <
¢ _
(A
NS
Welding parameters:
Welding Size of Current Voltage Type of Wire feed Travel Heat Metal
Pass process filler metal | U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1| Bsvag) | 14 | a0 | 32 [ peep | 123 | 21929 03 78
Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.:

G50 3 M G4SI1

Trade name : Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: N/A
Oscilation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C0O2 Ref standard: ISO 14175
Flow rate [l/min]: 15-18 l/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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pre-WELDING PROCEDURE SPECIFICATION (pWPS)
acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: p.04 CEV max: 0,40
WPQR No: 04 Welding positions: PB( Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (One Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine Ei::ﬁliiigrmdmg’
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness: 6 mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm]  Dia. [mm]
PLATE 100X60X10 S275JR+AR 1.1 10
Wetid.ed S275IR+AR 1.1 10
Joint image Welding sequences & joint design
4
90° = a
b=2
« G-
el
E = =

Welding parameters:

Welding Size of Current Voltage Type of Wire feed Travel Heat Metal

Pass process filler metal | U current speed speed v input h Transfer
[mm] [A] VI +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 |1svaG) | 14 | a0 | 32 | peer | 123 | 3166 2,08 7.8

Torch angle: 15° Designation (Ref. No): EN 14341-A
Filler metal class.: G503 M G481l Trade name : Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscilation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *Other Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C02 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 I/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry

with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature: 00/00/00

(vour name)
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5.5 Mn Kataotpogikoi 'Eleyyor mov dievepyndnkayv kot copripmon eviorov WPQR
5.5.1 Mn kataotpo@ikoi Ereyyor tepoyiov (Atciodvtikd Yypd , Ontkdg 'Eheyyoc) [5, 15, 23,
24]

Yotepa and v copniipwon tov pWPS mpayuatorombnkoy dvo edmv Eleyyot mov opilovion
ovpemva, pe to EXC2 g kataokevng yio VAKE kol TpOTovg cuykOAANong Tov tepoyiov. To
0pB6 amotérecpa TV eAéyyov pag egacporilet v ovvtaln tov WPQR kot v cuveyeia tov
teMkdv WPS apod ot mapduetpor mov ypnoponomoape (peopota, pEO0S0C GUYKOAANGNG
K.T.A.) avtomokpivovtol otig amaitnoels . Ot ev Adym €heyyol ntav : o) Ontikdg ‘Ereyyos , B)
AlE1GOLTIKA VYPA

A)Eywve évag mpokatapktikdc Ontikdg EAeyyog Tov dokipiov mpog eEETaoT Yo TV TOPATHPN O
VYOV oKOpilaong (Kot GUEST] YNUIKT TPOoBoAn N appoBoAn av arortnOet) pe okomd v Tpdwpn
ghpeon acvveyeudv ot onoieg Bo pavovv EekdBapo ot HETEMELTA EQPAPUOYN. ZTNV  GLVEXELN
npoypatoromOnke mpokabopIGUOC NG EMEAVEWS HE OWADTN Yoo TNV  OTOUdKpPLVON
VTOAEUUATOV 0ALA Kot KAOE €id0vg pOTTOL oL Ba epmdoIle TV a&loAdyno” pog Kot £yve KaAd
KaBdpiopa pe mTovid mov dev apvovy vroieippata (xvovdwn). ‘Eneita €ywve €heyyog otov mdHda
NG GLYKOAANGNG, OTOV KPOTNPA TG GLYKOAANONG Kot oty {ovn t™éng pe peyebuvtikd eaxd
Kot QoKO xepdg e yovia mapatnpnong pkpotepn amd 60 poipeg amd tov kabeto dova Extog
™G TPATNG TOPATNPNONG GE OAN TNV EMPAVELD €EETAONG TOV SOKIHIOV, GUYKEKPIUEVO EYIVE
éleyyog ot O.E.Z. pe 6pyavo ontikng ovykpiong (Aovma) 1o omoio epappdletor apgimisvpa
amd TN oLYKOAANoM Kot og andotacn 20-25mm tomofeTdVTAg TO ENAVEO GTNV GLYKEKPLUEVT
neployn kot aglohoydvtag to péyefog amd Tuxdv acuvéyeleg e v Pondela kKAipokag v onoia
dwbétel. Amd ™V Topomive TOPATNPNOoT KATOANEAUE OTL OEV VTAPYOVV AGULVEYEIEG OTIG

GLYKOAAGELS TMV OVO TEUOYIOV OTOTE Ol GLYKOAANGELS E1vol OEKTES.
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Tyfqpa 5.9 Metpntig méyovg GuYKoAAoNg

Zynpe 5.10 Opyavo ontikng ovykpiong (Optical Comparator) 1 Aovma

B)IIpwv v gpappoyn tov AY €ywve évag mpokatapktikdg Ontikog Eleyyog tov dokipiov mpog
e&étaon y TV wapoTipnon OV okwpiaong (Kot QUesT yNUKN TPosPoAn 1 appofoAn av
aroutnOel) pe okomd TV mPOwpn €HPECT acLVEYEW®Y Ol omoieg Bo eavovv Eekabapa ot
petémetto. epappoyn. Ipaypoatonomdnke mpokaBopiopog g EMPAVELNS HE SOAVTN Yo TNV
TANPN OMOELYN VLTOAEUUATOV OAAG kot kdOe gidovg pvmov mov Bo pog eumoddile oty
aEloAoyNnoY Hog. Xy ouvéxeln akoAovdnce KoAd kabdpicpo pe mavid mov OV aPVOuV
vroAgippaTo (vovdtn) kol ENPAvVoT TOL SOKIHioOV pe OEPUOTIOTOAO OGTE Vo, UMV LIAPYOLV

VYPEC EMPAVELES., TNV TEPLoYN TG EETaoTG (TOdaG) Ko Oeppkd Ennpeacuévn Zovn (O.E.Z.)
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YEKAGOUE TOV OlBAVTO-0PAIPOVUEVO  OLEIGOLTH YPOUATOS KOKKIVOL KOU TO OQNCOUE Vi
deiodvoet 20hentd.. To mpdtumo (EN ISO 9712) pog opilel tov ypdvo and 5 Aemtd g 1 opa
OL®G cLVNBME 0 TPOTEVOUEVOG YPOVOG -TPaKTIKA- elvar amd 10 émg 30 Aemtd. A@ov mépace o
1povoc tv 20Aentdv £yve kaBopiopoc mAeovalovtog d1E16oLvTH 6TOV TOd0 0VTOS MOoTE OTaY Hal
EPAPLOCTEL O EUPAVIOTNG VA UMV EGYX®PNCEL 68 TAEOVALOV O1EIGOVT] KO OGS OONYNGEL GE
AavOoopéva amoteléopato. XT0 TEMKO OTAS0 TOL €AEYYOL €YIVE WEKAGUOC TOL LYPOV Um
VOOTIKOD EUPAVIOTN YPOUATOG ACTPOL omtd amdoTac TOVAAYIeTOV 30 £KOTOGTA KOl LE KIVGELS
TETOLEG (DOTE VO TETVYOVUE AEMTA KOl OLOIOLOPPO. CTPDUATO TAVE® GTNV CLYKEKPLULEVT] TEPLOYT|
Kot kéBe popd mov yexdlape kbvape kot dueon Enpovon pe Beppomictoro Yoo v amevdeiog
Enpovon Tov. Znv a&loAdynon aeov dev epeaviotnke KaBoAov d1E160VTNHG, ONANST TAV® oTNV
dompn emkdAoym, kOKKveG KNAIdeg, M ovLYkOAAnom Oewpnbnke emrtoync. Amd  avtd
ovumePOivovE OTL OEV VTNPYOV OCLVEXELEG OTLG GLYKOAANGELS Kot TV 000 Tepayiov. Ze
avtifetn mepimtoon Oo émpeme va aStoloynoovpe to péyeBog TtV acvvexeudv Pdost Tov
avtiotoryov wpotvmov (EN ISO 5817) wote va kataAn&ovpe 0Tt 11 cuYKOAANGOT givan evtog M)
eKTOC OplOV GUUPOVO HE TIG OMOTACES TNG KATOOKELNG MaG. Télog mpoyuatomodnke
petaxafopiodc e S1ADT Yo TNV ETOVOPOPAE TOV OOKLUIOV GTNV TPOYEVESTEPT] KOTAGTAGT TOV

KOl QLUAAYTNKE GE KAEIGTO UEPOG Y1 TUXOV LEALOVTIKT] XPTOT| TOV.

Tyfpa 5.11 Xpnoyomolodpeva d1e1cduTIKa vypa
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Tyfpa 5.12 Tpokabopiopodg pe dtoAvtn
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Zyqpa 5.14 Eeoppoyn tov peoviot

Zyqpa 5.15 A&oddynon g cuykOAnong

46



5.5.2 Xvpmmipoon tov egvrimov g IMpodwypapis ko Eréyyov Koatariniotnrog
Awdkaoiog Xvykéiinong (WPQR) [8,13,19.21,23,24]

¥to éviomo ¢ Ilpodiaypagpng wor Eiéyyov KotaAniomtog Awdikaciog XvykOAANomg
(WPQR) xataypdeovpe kot epoappolovpe cOUP®VO [E TO GTOLXEID TOV £XOVUE GUVTAEEL GTOL
évivma. pWPS v ocvykOAAnon kot katomy EAEYYOLUE TO. GUYKOAANUEVA JOKipa Yoo vo
BePardoovpe €bv M cLYKOAANGON TOL £)El Yivel elval OmMOOEKT] GUUEMOVO LE TIC OTOLTNOELS
Kataokeunc. Edv elvar amodekty| tote mpoywpdpe oty ocdvtaén tov WPS eved oe avtifBetn
nepintwon amoppinteror kot Eekwvape cvovraln véov pWPS. v mepintoon pog petd tovg

eAEYYOUC KaTaANEape OTL Elval amodeKTN
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WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
acc. to EN ISO 15614-1:2004

Examiner or examining
body:

Reference No:

Code/Testing Standard:

WPS No: p.01

WPQR No: 01
Manufacturer: Kamoutsis, Triantafyllou
Address: N/A

Date of welding:

Range of qualification

Type of joint and
weld:

Fillet Weld (Double Sided)

Parent material group(s):

N/A

EN 15614-1:2004

30/07/2016

S275JR+AR/EN 10025-2/EN10034

Weld metal thickness: 3,4 mm Parent material thickness: 25-5,6
Throat thickness N/A Outside pipe diameter N/A
[mm]: [mm]:
Mode of metal 135 (MAG)/Spray Transfer Welding positions: PB(Horizontal Vertical)
transfer:

Pass Welding Size of Current Voltage Type of Wire feed Travel Heat Metal

process filler metal I U current speed speed v input h Transfer
[mm] [A] [V] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 | 135(MAG) | 1,4 | 430 | 32 | DCEP | 12,3 | 10097 0,65 7.8

Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.:

G50 3 M G4S11

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscilation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%CO02 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 V/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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RECORD OF WELD TEST

WPS No: p-01 CEV max: 0,40
WPQR No: 01 Welding positions: PB(Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (Double Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine Ef:selllliiigrmdmg,
Material ref standard: EN 10025-2 / EN 10034 Weld metal thickness: 3,4 mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm]  Dia. [mm]
S275JR+AR 1.1 25
Wetff{ed IPE200 S275IR+AR 1.1 5,60
Joint image Welding sequences & joint design
fi
90° < a
b=2 %
& o
vl
N NNES
Welding parameters:
] Size of .
Welding filler Current Voltage Type of Wire feed Travel Heat Metal
Pass process metal I U current speed speed v input h Transfer
[mm] [A] VI +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]

| 1 | 135G | e | a0 | 32 [ peee | 123 | 10097 0,65 78
Torch angle: 15° Designation (Ref. No): EN 14341-A
Filler metal class.: G50 3 M G4SI1 Trade name : Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscillation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C0O2 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 I/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry

with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature: 00/00/00

(vour name)



TEST RESULTS

WPS No: p.01 Examiner or examining _
body:
WPQR No: 01 Reference No: N/A
Manufacturer: Kamoutsis, Triantafyllou Date of test: 30/07/2016
Address: N/A
Non destructive testing
Test method Requirements Results / Attachments / Sheet
Visual testing: \ EN ISO 17637 ACCEPTED
Penetrant testing: \ ENISO 3452 ACCEPTED
Magnetic particle testing: - EN ISO 17638 N/A
Radiographic testing: - EN ISO 17636 N/A
Ultrasonic testing: - EN ISO 17640 N/A
Macro-microscopic testing - ENISO 17639 N/A
Destructive testing
Tensile test (EN ISO 6892-1:2009)
Dimensio Reh/Rp1,0
Temp. i Rm Lo A Z
Specimen No ns P /Rp0,2 Fra?t.u re
Position

[mm] [°C] [KN/mm?]  [KN/mm?] [mm] [%] [%]
Appearance of fracture / remarks
Bend test (EN ISO 5173)

Type / Bend angle Elongation Former diameter
§ Results
Spec1men No °l [%] [mm]
Remarks
Impact test (EN ISO 9016)
Notch location / Type Size Temp. Values Average Remarks
Direction [°C] 1 2 3
Appearance of fracture
Hardness test (EN 9015-1&2) Macro-microscopic testing (EN ISO 17639
Type Load Measurements Location of measurements (sketch)

Date and

. 00/00/00
signature:

(vour name)




WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
acc. to EN ISO 15614-1:2004

‘WPS No:

WPQR No:
Manufacturer:

Address:

Range of qualification

Type of joint and
weld:

p.02

02

Kamoutsis, Triantafyllou

N/A

Fillet Weld (Double Sided)

Examiner or examining
body:

Reference No: N/A
Code/Testing Standard: EN ISO 15614-1:2004
Date of welding: 30/07/2016

Parent material group(s):

S275JR+AR/EN 10025-2/EN10034

Weld metal thickness: 5,1lmm Parent material thickness: 25-10-8,5
Throat thickness N/A Outside pipe diameter N/A
[mm]: [mm]:
Mode of metal . . :
transfer: 135 (MAG)/Spray Transfer Welding positions: PG (Vertical downwards)
Pass Welding Size of Current Voltage Type of Wire feed Travel Heat Metal
process filler metal I U current speed speed v input h Transfer
[mm] [A] VI +/-/~ [m/min] [mm/min] [kJ/mml] [kg/h]
1| 13s(MaG) 14 | 40 | 32 [ DcEp | 123 | 4382 1.5 7.8
Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.:

G50 3 M G4SI1

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscillation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%CO2 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 V/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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RECORD OF WELD TEST

WPS No: p.02 CEV max:
WPQR No: 02 Welding positions:
Manufacturer: Kamoutsis, Triantafyllou Joint preparation:

0,40

PG (Vertical downwards)

Fillet Weld (Double Sided)

Machine bevelled grinding,

Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: brushing
Material ref standard: EN 10025-2 / EN 10034 Weld metal thickness: 5,Imm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
S275JR+AR 1.1 25-10(mm)
W‘;fed IPE200 S275JR+AR 1.1 8,5(mm)
Joint image Welding sequences & joint design
&
90° < a
b=2 7 -
N NS
Welding parameters:
Welding Size of Current Voltage Type of Wire feed Travel Heat Metal
Pass process filler metal 1 U current speed speed v input h Transfer
[mm] [A] VI +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 [ 135(MAG) [ 1,4 [ 430 [ 3 [ DCEP [ 12,3 | 4382 1,5 7.8
Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.: G50 3 M G4SI1

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscillation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *Other Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C0O2 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 V/hr Group designation: M21

Other Information:

with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry

Date and signature: 00/00/00

(vour name)
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TEST RESULTS

WPS No: .02 bE;;s;l:liner or examining _
WPQR No: 02 Reference No: N/A
Manufacturer: Kamoutsis, Triantafyllou Date of test: 30/07/2016
Address: N/A
Non destructive testing
Test method Requirements Results / Attachments / Sheet
Visual testing: EN ISO 17637 ACCEPTED
Penetrant testing: EN ISO 3452 ACCEPTED
Magnetic particle testing: - EN ISO 17638 N/A
Radiographic testing: - ENISO 17636 N/A
Ultrasonic testing: - EN ISO 17640 N/A
Macro-microscopic testing - EN ISO 17639 N/A
Destructive testing
Tensile test (EN ISO 6892-1:2009)
Position
[mm] [°C] [KN/mm?]  [KN/mm?| [mm] (%] (%]
| | [
Appearance of fracture / remarks
Bend test (EN ISO 5173)
Type / Bend angle Elongation Former diameter
Specimen No ] [%] [mm] Retulis
Remarks
Impact test (EN ISO 9016)
Notch location / Type Size Temp. Values Average Remarks
Direction [°C] 1 2 3
| [ ]
Appearance of fracture
Hardness test (EN 9015-1&2) Macro-microscopic testing (EN ISO 17639
Type Load Measurements Location of measurements (sketch)

g;‘;ea?;‘ri 00/00 /00

(vour name)
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WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
acc. to EN ISO 15614-1:2004

WPS No: p.03

WPQR No: 03
Manufacturer: Kamoutsis, Triantafyllou
Address: N/A

Range of qualification

Examiner or examining
body:

Reference No: N/A
Code/Testing Standard: EN ISO 15614-1:2004
Date of welding: 30/07/2016

vTv}éIl);.ijomt and Fillet Weld (Double Sided) Parent material group(s): S275JR+AR/EN 10025-2/EN10034

Weld metal thickness: 2,3mm Parent material thickness: 3,8-5,6

Throat thickness N/A Outside pipe diameter N/A

[mm]: [mm]:

Mode of metal . o . :

transfer: 135 (MAG)/Spray Transfer Welding positions: PB(Horizontal Vertical)
‘Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal

Pass process filler metal I U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 |smac | 14 | a0 | 32 | pcEr | 123 | 21929 03 7.8
Torch angle: 15° Designation (Ref. No): EN 14341-A
Filler metal class.: G50 3 M G4SI1 Trade name : Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscillation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C02 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 Vhr Group designation: M21

Other Information:

with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry

Date and signature:

00/00/00

(vour name)

54




RECORD OF WELD TEST

WPS No: p-03 CEV max: 0,40
WPQR No: 03 Welding positions: PB(Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (Double Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: | Machine bevelled grinding, brushing
Material ref standard: EN 10025-2 / EN 10034 Weld metal thickness: 2,3mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
IPE 80 S275JR+AR 1.1 3,8
Wet’jed S275IR+AR 1.1 5.6
Joint image Welding sequences & joint design
f1
90° = a
b=2
. =
I
N N =

Welding parameters:

‘Welding Size of Current Voltage Type of Wire feed Travel Heat Metal

Pass process filler metal 1 U current speed speed v input h Transfer
[mm] [A] [V] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1| 1svMaG) | 14 | 430 | 32 | DeEp | 123 | 21929 03 7.8

Torch angle: 15° Designation (Ref. No): EN 14341-A
Filler metal class.: G50 3 M G4SI1 Trade name : Lincoln Electric SupraMIG
Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A
Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscll!atlon N/A Stand off distance 12-25mm
amplitude: [mm]:
Interpass temp. (°C): *Other Information Time, temp. & method N/A
Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C02 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 Vhr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry

with preheat in the temperature of 300 ° C. for 2-10 hours.

2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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TEST RESULTS

WPS No: p.03 Examiner or examining _
body:
WPQR No: 03 Reference No: N/A
Manufacturer: Kamoutsis, Triantafyllou Date of test: 30/07/2016
Address: N/A
Non destructive testing
Test method Requirements Results / Attachments / Sheet
Visual testing: ENISO 17637 ACCEPTED
Penetrant testing: ENISO 3452 ACCEPTED
Magnetic particle testing: - EN ISO 17638 N/A
Radiographic testing: - EN ISO 17636 N/A
Ultrasonic testing: - EN ISO 17640 N/A
Macro-microscopic testing - EN ISO 17639 N/A
Destructive testing (EN ISO 6892-1:2009)
Tensile test
Dimension Temp. Re/Rl}/Ropzl ,0 Rm Lo A 7z i
Specimen No s PYs R
Position

[mm] [°C] [KN/mm?]  [KN/mm?] [mm] [%] [%]
Appearance of fracture / remarks
Bend test (EN ISO 5173)

Bend angle Elongation Former diameter
T'ype / g g Results
Specimen No [l [%] [mm]
Remarks
Impact test (EN ISO 9016)
Notch location / Type Size Temp. Values Average Remarks
Direction [°C] 1 2 3
Appearance of fracture
Hardness test (EN 9015-1&2) Macro-microscopic testing (EN ISO 17639
Type Load Measurements Location of measurements (sketch)

Date and 00/00/00
signature:

(vour name)
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WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
acc. to EN ISO 15614-1:2004

Examiner or examining

‘WPS No: p.04 body: --
WPQR No: 04 Reference No: N/A
Manufacturer: Kamoutsis, Triantafyllou Code/Testing Standard: EN ISO 15614-1:2004
Address: N/A Date of welding: 30/07/2016
Range of qualification
vTv}éIl);.ijomt and Fillet Weld (One Sided) Parent material group(s): S275JR+AR/EN 10025-2/EN10034
Weld metal thickness: 6 mm Parent material thickness: 10
Throat thickness N/A Outside pipe diameter N/A
[mm]: [mm]:
Mode of metal . P Hori I Vertical
transfer: 135 (MAG)/Spray Transfer Welding positions: PB(Horizontal Vertical)
Pass ‘Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal
process filler metal I U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 | svmac) | 14 | a0 | 32 [ peer | 123 | 3166 2,08 7.8
Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.:

G50 3 M G4SI1

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Osc1l!at10n N/A Stand off distance 12-25mm
amplitude: [mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%CO2 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 V/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)

57




RECORD OF WELD TEST

WPS No: p.04 CEV max: 0,40
WPQR No: 04 Welding positions: PB(Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (One Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine E:l\l/:}llll(:li grinding,
Material ref standard: EN 10025-2 / EN 10034 Weld metal thickness: 6 mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
PLATE 100X60X10 S275JR+AR 1.1 10
W‘jffed S275IR+AR 1.1 10
Joint image Welding sequences & joint design
f1
907 = a
b=2 Z o
ya
E 4 -

Welding parameters:

Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal

Pass process filler metal | U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 |13svmaG) | 14 [ w0 | 32 | peer | 123 | 3166 2,08 7.8

Torch angle: 15° Designation (Ref. No): EN 14341-A
Filler metal class.: G50 3 M G4SI1 Trade name : Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscil!ation N/A Stand off distance 12-25mm
amplitude: [mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C0O2 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 l/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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TEST RESULTS

WPS No: p.04 Examiner or examining _
body:
WPQR No: 04 Reference No: N/A
Manufacturer: Kamoutsis, Triantafyllou Date of test: 30/07/2016
Address: N/A
Non destructive testing
Test method Requirements Results / Attachments / Sheet
Visual testing: ENISO 17637 ACCEPTED
Penetrant testing: ENISO 3452 ACCEPTED
Magnetic particle testing: - ENISO 17638 N/A
Radiographic testing: - EN ISO 17636 N/A
Ultrasonic testing: - EN ISO 17640 N/A
Macro-microscopic testing - ENISO 17639 N/A
Destructive testing
Tensile test (EN ISO 6892-1:2009)
Dimension Temp. R?;I{R()pzl’o Rm Lo A 7z i
Specimen No s PY, R
Position

[mm] [°C] [KN/mm?]  [KN/mm?] [mm] [%] [%]
Appearance of fracture / remarks
Bend test (EN ISO 5173)

Bend angle Elongation Former diameter
T.ype / g g Results
Specimen No ] [%] [mm]
Remarks
Impact test (EN ISO 9016)
Notch location / Type Size Temp. Values Average Remarks
Direction [°C] 1 2 3
Appearance of fracture
Hardness test (EN 9015-1&2) Macro-microscopic testing (EN ISO 17639
Type Load Measurements Location of measurements (sketch)

Date and 00 /00 /00
signature:

(vour name)
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5.5 Zvpripmon Tov TEMKOU gvTomov TS [Ipodaypagng Aedikacidv Xvoykorinong
(WPS) [7.8,14,18,20,21,22]

To tehk6 évtvomo Ilpodaypaeng Aladikaciog XvykoAinong (WPS) mepilappdvel tig tehkég
TOPOUETPOVG-TANPOPOPIES VIO TNV EQAPUOYN TNG CLYKOAANONG. ATapaitntn mpoimdOeon eivan
TPV TNV GLUUTANP®CT KOl TNV EQAPLOYN TOV va Exouv eAeyyBel pe v axkdlovdn cepd 1) pWPS
2)WPQR «ot ghéyyovtag oe kdbe otddo 0Tt ta amotedéopata, ot pébodot kot o TpPOTOG TOV
Eyovpe eMAEEEL OVTATOKPIVOVTOL OTI OMOLTNOELS TNG KOTOOKELNG MOC VO KOTOANEOVIE GTNV
ovvtaén tov tehkov gyypdpov WPS. Ze avtifetn mepintmon Ba mpénet ) drwdwkasio va apyilet
amod TV apyn, omAadn amd v ovvtaln evog pWPS, otov éleyyd tov amd Tig Sradikocieg
cuopumAnpwong tov evtvmov WPQR kot edv givol cOLQ®OVO HE TIG OMAITHCELS HOG GTNY GUVTOEN
Tov TeEMKOV evivmov [Ipodiaypapnrg Atdikasimy Zvykorinong WPS onwg epapuoletor otnv

ToPoVGO EPYOCiL.
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WELDING PROCEDURE SPECIFICATION (WPS)

acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: 01 CEV max: 0,40
WPQR No: 01 Welding positions: PB(Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (Double Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine %Zzlﬁ;?g-grmdmg’
Material ref standard: EN 10025-2 / EN 10034 Weld metal thickness: 3,4 mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
S275JR+AR 1.1 25
Weged IPE200 S275IR+AR 1.1 5,6
Joint image Welding sequences & joint design
t
90° = a
b=2 7 -
s
f’
B NN
Welding parameters:
‘Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal
Pass process filler metal I U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 135(MAG) 1,4 430 32 DCEP 12,3 1009,7 0,65 7,8
Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.:

G50 3 M G4SI1

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: N/A
Oscilation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *Other Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%CO02 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 I/hr Group designation: M21

Other Information:

1.In case that the wires are outside from their boxes and are in the ambient air, then they should dry with
preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(your name)
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WELDING PROCEDURE SPECIFICATION (WPS)

acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: 02 CEV max: 0,40
WPQR No: 02 Welding positions: PG (Vertical downwards)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (Double Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine E:X:&iigrmdmg’
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness: 5,1lmm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
25, 10 (mm)
S275JR+AR 1.1
Wetf)‘{ed IPE200 S275IR+AR 1.1 8.5 (mm)
Joint image Welding sequences & joint design
f1
907 = a
b=2 Z o
ya
E = -

Welding parameters:

Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal

Pass process filler metal I U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 135(MAG) 1,4 430 32 DCEP 12,3 438,2 1,5 7,8

Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.:

G50 3 M G4S11

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: N/A
Oscil!ation N/A Stand off distance 12-25mm
amplitude: [mm]:

Interpass temp. (°C): *Other Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%CO02 Ref standard: ISO 14175
Flow rate [/min]: 15-18 l/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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WELDING PROCEDURE SPECIFICATION (WPS)
acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: 03 CEV max: 0,40
WPQR No: 03 Welding positions: PB(Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (Double Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine %ﬁiﬂfﬁg-grmdmg’
Material ref standard: EN 10025-2 / EN 10034 ‘Weld metal thickness: 2,3 mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
IPE 80 S275JR+AR 1.1 3.8
W‘;lo‘?e‘i S275JR+AR 1.1 5.6
Joint image Welding sequences & joint design
*4
90° = a
b—=2 7
v B
E = -
Welding parameters:
Welding Size of Current Voltage Type of Wire feed Travel Heat Metal
Pass process filler metal | U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 135(MAG) 1,4 430 32 DCEP 12,3 21929 0,3 7,8

Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.: G503 M G481 Trade name : Lincoln Electric SupraMIG
Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: N/A
Oscillation amplitude: N/A [Slt;;? off distance 12-25mm
Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A

Shielding gas: Ar-15-20%C02 Ref standard: ISO 14175

Flow rate [l/min]: 15-18 l/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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WELDING PROCEDURE SPECIFICATION (WPS)

acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: 04 CEV max: 0,40
WPQR No: 01 Welding positions: PD ( Horizontal overhead )
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (One Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: Machine bevelled grinding,brushing
Material ref standard: EN 10025-2 / EN 10034 Weld metal thickness: 3,4 mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
PLATE 200X300X10 S275JR+AR 1.1 10
Wet’jed S275IR+AR 1.1 5.6
Joint image Welding sequences & joint design
“‘1
90° = a
b—2 2z
-~
=
NN NSNS
Welding parameters:
Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal
Pass process filler metal 1 U current speed speed v input h Transfer
[mm] [A] [V] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 | 135(MAG) [ 1,4 | 430 [ 32 [ DCEP [ 12,3 [ 10097 0,65 7.8
Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.:

G50 3 M G4S11

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscilation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *Other Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%CO02 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 Vhr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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WELDING PROCEDURE SPECIFICATION (WPS)
acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: 05 CEV max: 0,40
WPQR No: 01 Welding positions: PD(Horizontal Overhead)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (One Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: hgig;?giﬁ:ﬂfﬁg
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness 3,4mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
S275JR+AR 1.1 10
W‘;fe‘i IPE200 S275JR+AR 1.1 5,6
Joint image Welding sequences & joint design
fi
20°% = a
b=2 7 -
c;/.,é
= . -

Welding parameters:

Welding Size of Current Voltage Type of Wire feed Travel Heat Metal

Pass process filler metal 1 U current speed speed v input h Transfer
[mm] [A] [Vl +/-/~  [m/min] [mm/min]  [kJ/mm] [ke/h]

|1 |saac) | 14 | 40 | 32 | peer | 123 | 10097 0,65 78
Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.:

G50 3 M G4S11

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: N/A
Oscilation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *QOther Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C02 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 Vhr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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WELDING PROCEDURE SPECIFICATION (WPS)
acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: 06 CEV max: 0,40
WPQR No: 01 Welding positions: PG(Vertical Downwards)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (One Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: h;igi‘;%%:ﬂfﬁg
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness 3,Amm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
S275JR+AR 1.1 15
Wetf)d_ed IPE200 S275IR+AR 1.1 5.6
Joint image Welding sequences & joint design
f1
90° = a
b=2 7
v B
B =X =
Welding parameters:
Welding Size of Current Voltage Type of Wire feed Travel Heat Metal
Pass process filler metal | U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mml] [kg/h]
1 135(MAG) 1,4 430 32 DCEP 12,3 1009,7 0,65 7,8
Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.:

G50 3 M G4SI1

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: N/A
Oscilation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *Other Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C0O2 Ref standard: ISO 14175
Flow rate [l/min]: 15-18 l/hr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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WELDING PROCEDURE SPECIFICATION (WPS)
acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: 07 CEV max: 0,40

WPQR No: 01 Welding positions: PD(Horizontal Overhead)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (One Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: I\;sz;rrlleg%z:ﬂffg
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness 3,Amm

Base materials

Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
PLATE 183X42X10 S275JR+AR 1.1 10
Wetéd_ed S275IR+AR 1.1 5.6
Joint image Welding sequences & joint design
£
90° = a
b=2 7
c;,é =
NN N -
Welding parameters:
Welding Size of Current Voltage Type of Wire feed Travel Heat Metal
Pass process filler metal | U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 135(MAG) 1,4 430 32 DCEP 12,3 1009,7 0,65 7,8
Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.: G50 3 M G4SI1 Trade name : Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: N/A
Oscillation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *Other Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C0O2 Ref standard: ISO 14175
Flow rate [l/min]: 15-18 l/hr Group designation: M21

Other Information: 1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.

2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature: 00/00/00

(vour name)




WELDING PROCEDURE SPECIFICATION (WPS)

acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004
WPS No: 08 CEV max: 0,40
WPQR No: 01 Welding positions: PD (Horizontal overhead )
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (One Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: | Machine bevelled grinding,brushing
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness 3,4mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
PLATE 200X300X10 S275JR+AR 1.1 10
Wifed S275IR+AR 1.1 5,6
Joint image Welding sequences & joint design
£
90° = a
b=2 . Z -
z
B = -
Welding parameters:
Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal
Pass process filler metal 1 U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 | 135(MAG) [ 14 [ 430 [ 32 [ DCEP [ 123 [ 1009,7 0,65 7.8
Torch angle: 15° Designation (Ref. No): EN 14341-A
Filler metal class.: G50 3 M G4SI1 Trade name : Lincoln Electric SupraMIG
Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A
Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscilation amplitude: N/A Stand off distance 12-25mm
[mm]:
Interpass temp. (°C): *Other Information Time, temp. & method N/A
Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%CO2 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 Vhr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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WELDING PROCEDURE SPECIFICATION (WPS)

acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004
WPS No: 09 CEV max: 0,40
WPQR No: 02 Welding positions: PB (Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (One Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: | Machine bevelled grinding,brushing
Material ref standard: EN 10025-2 / EN 10034 Weld Metal Thickness 5,Imm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
PLATE 80X60X10 S275JR+AR 1.1 10
Wifed S275IR+AR 1.1 8,5
Joint image Welding sequences & joint design
£
90° = a
b=2 . Z -
yas~
S = -

Welding parameters:

Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal

Pass process filler metal 1 U current speed speed v input h Transfer
[mm] [A] [V] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 [ 135(MAG) [ 14 [ 430 [ 32 [ DCEP [ 123 [ 4382 1,5 7.8

Torch angle: 15° Designation (Ref. No): EN 14341-A
Filler metal class.: G50 3 M G4SI1 Trade name : Lincoln Electric SupraMIG
Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A
Freq., dwell time: N/A Details of Backing: Gouging by grinding
OSCII!atIOH N/A Stand off distance 12-25mm
amplitude: [mm]:
Interpass temp. (°C): *Other Information Time, temp. & method N/A
Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%CO2 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 Vhr Group designation: M21

Other Information:

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry
with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

Date and signature:

00/00/00

(vour name)
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WELDING PROCEDURE SPECIFICATION (WPS)

acc. to EN ISO 15609-1:2004 & EN ISO 15612:2004

WPS No: 10 CEV max: 0,40
WPQR No: 04 Welding positions: PB (Horizontal Vertical)
Manufacturer: Kamoutsis, Triantafyllou Joint preparation: Fillet Weld (One Sided)
Welding process: 135 (MAG)/Spray Transfer Preparation and cleaning: | Machine bevelled grinding,brushing
Material ref standard: EN 10025-2 / EN 10034 Welding Thickness: 6 mm
Base materials
Product form Specification Grp-no Size [mm] Sch. Thick. [mm] Dia. [mm]
PLATE 100X60X10 S275JR+AR 1.1 10
Wifed S275IR+AR 1.1 10
Joint image Welding sequences & joint design
£
90 = a
b=2 . z -
&
= = -

Welding parameters:

Welding Size of Current Voltage Typeof Wire feed Travel Heat Metal

Pass process filler metal | U current speed speed v input h Transfer
[mm] [A] [VI] +/-/~ [m/min] [mm/min] [kJ/mm] [kg/h]
1 135(MAG) 1,4 430 32 DCEP 12,3 316,6 2,08 7,8

Torch angle: 15° Designation (Ref. No): EN 14341-A

Filler metal class.: G50 3 M G4SI1

Trade name :

Lincoln Electric SupraMIG

Filler metal type: Mild Steel Solid Wire Preheat temp. (°C): *Other Information
Pulse/Plasma details: N/A Tungsten electrode: N/A

Freq., dwell time: N/A Details of Backing: Gouging by grinding
Oscillation amplitude: N/A Stand off distance 12-25mm

[mm]:

Interpass temp. (°C): *Other Information Time, temp. & method N/A

Heat treatment: N/A Heating/cooling rate: N/A
Shielding gas: Ar-15-20%C02 Ref standard: ISO 14175
Flow rate [I/min]: 15-18 I/hr Group designation: M21

Other Information:

with preheat in the temperature of 300 ° C. for 2-10 hours.
2. We can value the interpass temperature with digital thermo or temperature sticks.

1.In the case that the wires are outside from their boxes and are in the ambient air, then they should dry

Date and signature: 00/00/00

(vour name)
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Younepaopoto

=] X10 mMAaio10 CLUUOPP®GNG UE TOVG VEOVG VITOYPEDMTIKOVG KAVOVIGHOVG, OAEG OL
UETAAMKES OOKEG KOTaoKEVEG Ba Tpémet va pépovv onpavon CE. H gpappoyn tov véou
potHmov otV Evponaikr kot EAAnvik ayopd, dtac@orilel cuvOnkeg vylong
avToyoviopob petald tov Evportaikov entyeipioemv Kot amokAeiel amd v ayopd
«oupifoing morotntocy TPounBevTEC, o1 0moiol PHEXPL TOPA ElXOV ONUOVTIKO pepidlo og
aLTY, LE KUPLO OTTAO TOVG TO TOAD YAUNAO KOGTOC, TO 01010 TPoEPXOTAV Omd TV U
TNPMNOT TOV OTALTCEDV TOV KATOUGKEVDV.

[ TTapdAinia 1 epapuoyn tov Tpotvmov EN ISO 1090 Bedtidvel v avioymvieTikdtTTa,
TNV TEYVOYVAOGIN OAAG KOL TV TOPAYOYIKOTNTO TOV EXLYEPTNCEDV, AOY® TS VTTAPENG
CLYKEKPIUEVOV S10OIKOCIOV AEITOVPYIOG KOl KOATAGKELNG, Ol 0TToieC GLUPAAAOVY G
peimon tov mBavotitov AABovg Kot ETCKEVAOV, AOY® EAAELYNG THPNONG KATOLOV

SLdKaGLOV 1 AdY® TPOPANUATOV KOKNG TOLOTNTOC.
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