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EPTAZTHPIO TEXNOAOTIAZ MH KATAXTPO®IKOY EAEMXOY

ao/a TITAOZ AZKHZHZ
1 EAETXOZ ANIXNEYZHZ ENIOANEIAKQN AZYNEXEIQN ME THN
MEGOAO TQN AEIZAYTIKQN YITPQN
2 EAETXOZ ANIXNEYZHZ ENIOANEIAKQN AZYNEXEIQN ME THN
HAEKTPOMAINHTIKH 2YZKEYH YOKES KARLDEUTCH
3 EAETXOZ ANIXNEYZHZ ENIOANEIAKQN AZYNEXEIQN ME THN
HAEKTPOMAINHTIKH 2YZKEYH YOKES KARLDEUTCH
4 METPHZH NMNAXOYZ ENIKAAYWHZ ME ME©OAO AINOPPEYMATQN
KAl MATNHTIKH ENAIQrH
5 EPMHNEIA PAAIOTPADIKQN OIAM A EYPEZH AZYNEXEIQN
6 BAOMONOMHZH YNEPHXHTIKQON KEQAAQN A TH 2YZKEYH
YMNEPHXOY KARLDEUTCH
7 ANIXNEYZH AZYNEXEIQN ME TH 2YZKEYH YMEPHXOY (UT)
KARLDEUTCH
8 ANIXNEYZH AZYNEXEIQN ME TH 2YZKEYH YMEPHXOY (UT)
KARLDEUTCH
9 ANIXNEYZH AZYNEXEIQN (MPArMATIKA AOKIMIA) ME TH 2YZKEYH
YNEPHXOY (UT) KARLDEUTCH
10 EAEMNXOZ ANIXNEYZHZ AZYNEXEIQON ME 2YZKEYH
AINOPPEYMATQN
(5 Aywyua Aokipta)
11 EAEMNXO2 ANIXNEYZH2 AZYNEXEIQN ME 2YZKEYH AINOPPEYMATQN
(5 Aywyua Aokipta)
12 METPHZH ATQINMOTHTAZ ME 2YZKEYH AINOPPEYMATQN
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AZKHZIH 1. EAEMXOZ ANIXNEYZHZ ENIOANEIAKQN
AZYNEXEIQN ME THN MEOOAO TQN AEIZAYTIKQN YIPQN

NEPINHWH

ZKOTOG TNG Aoknong eival n e€okeiwon pe tn péEBodo SleloduTikwy uypwv yLa Tn Sle€aywyn
0€LOTILOTOU eAEYXOU. ITO €PYACTAPLO O omoudaotnc Ba HABeL va eAéyxel oUYKOAANOELG
gpunvevovtag kabe dpopad TG evdeifelc wote va Slayxwpilel Tig alnbeic amo Tt Peudeig kat
OTN CUVEXELA va UIopel va Tpocdlopilel Tnv B€on KAl T XOPAKTNPLOTIKA TNG LE TNV XPron
SLELOSUTIKWY UYpWV.

OEQPHTIKO MEPOz

O €Aeyxog pe SLELOSUTIKA UYPA XPNOLLOTIOLEITAL VLA TOV EVIOTILOUO ETILPAVELOKWY PWYHWV
o€ UAIKA. O meploplopog elval va elval avolytég otnv emipavela. O €Aeyxog HE Tn xpnon
SlelobUTIKWY Lypwv eival pa Stadedopévn PLEBOSOG [N KATOOTPEMTIKOU €AEYXOU YLOL TOV
EVTOTILOUO ETILDOAVELOKWY OCUVEXELWV.

O £Aeyxog pe OlelobuTiKA vypd evOeikvuvTOl Yyl TNV QVIXVEUON QCUVEXELWV TIOU elval
OVOLXTEG OTNV eTLPAVELX TNG OUYKOANONC OMWwG PWYHUEG, TOPOL, KOl SLOOTPWHATLIKES
pnyuatwoels. H uéBodog Paociletal otnv Sieiobuon evoc vypol (Stelodbutng) péoa otnv
QoUVEXELA AOYW TNG TPLXoeldoUg €AENC. ZTNV CUVEXELA HE TNV edapuoyr] evOg KatG@AAnAou
ompél (epdaviotng) avaykaloupe tov Slelodutr va €EEABEL amO TNV QCUVEXELX KOl va
«egudavioel»y tnv Béon NG acuvéxelag. Amapaitntn mpolmobeon ylwa tTnv emituxia tng
pneBOSOU eival o KAAOG KaBapLoUOC TNG eTLPAVELAG.

EPTAZTHPIAKH APAZTHPIOTHTA
Oa eAeyxBouUv dokiula cuykoAANoewWY e TNV LEB0SO TWV SLELGSUTIKWY LYPWV.

Ta Baowka otadla tng uebodou eival ta e€ng:
> To uno e€€tacn UALKO, TO OTOLO TIEPLEXEL PWYHEC, N OPATEG HE YUUVO 0dOaAuO,
KoBapiletal eMUeAWS.
> To 8lelobutikd vypod amlwvetal otnv emdpAVeld Tou UALKOU WOTE va ELoXWPNOEL
MECQ OTLC pWYHEC. MikpOTEPQ avTiKelpeva BuBilovtal kat oAOKANpa HEoA OTO LYPO.
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> Itn ouvéxela To mAsovalov uypo adatpeital kat n enwdpavela kaboaplletal wote oTo
UALKO VOl TLOPOLLELVEL LOVO TO LYPO TIOU £XEL ELOXWPNOEL OTLC PWYLEC.

» Téhog, otnv emidpdvela Tou UAKOU amAwvetal éva uypod R okovn «epdavionc»
(developer), n omoia otav épxetal oe enadn pe To SLELGSUTIKO LYPO Snuloupyel
£€VTovn XpWHOTIKN avtiBeon. H évtovn aAlayr) OTO XpWHA KAVEL TIC €TMLPAVELAKEG
PWYMEC OPATEG.

AAAY

Ewkova 2. Wekaopdg Aletoduti

ANOTEAEZMA

Oa mpéEMel va ylvel pla meplypadn Twv acuvexelwv mou €xouv Ppebei, (dtaotdoelg kal
OKPLBNG EVTOMIOMOG BEoNG). ITN CUVEXELA YiveTal okapidnua ya OAa ta Sokipla wote va
OUTTELKOVLOTOUV OWOTA OL ACUVEXELEG TIOU EVIOTILOTNKAV.
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Ewova 3. Napadsiypa okapidpripatog Aokiliouv
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2YMMNEPAZMA

ATo TV Avw spyaotnplakn doknon Ba aflohoynBsl n kavotnta ylo cwaoth Xprnon twv
OTIPEL TWV SLELCOUTIKWY LVYPWV KaBWG Kol n kavotnta yla afloAdynon Kol eVIOTIOUO
OLOUVEXELWV LE TN HEO0SO TV SLELOSUTIKWY LYPWV.

Ewkova 4. Epdavion Pwypwv
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AZKHZH 2. EAEMXOZ ANIXNEYZHZ ENIDQANEIAKQN
AZYNEXEIQN ME THN HAEKTPOMAINHTIKH 2YZKEYH YOKES
KARLDEUTCH

NEPINHWH

IKOTOG TNG Aoknong eival n efoikelwon pe TN HEBOSO HayvnTIKwV cwpatdiwv ya T
Sie€aywyn aflomotou eléyxou. 3to epyactnplo o omoudactng Ba uabel va eAfyyel
g\dopoata Kal cUYKOAANOELS eppunvevovtag kKaBe dopa tig evdeifelg wote va Slaxwpllel TIg
oAnBeig amo Tig Peudeilg KaL oTn CUVEXELX va UMOPEL va mpocdlopilel tnv Béon kat ta
XOPAKTNPLOTIKA TNG LE TNV NAEKTpOopayvNnTik cuokeur) YOKES KARLDEUTCH.

OEQPHTIKO MEPOz

O £AeyxoC PE HayVNTIKA ocwpaTidla eival pio péBodog N KATACTPEMTIKOU EAEYXOU UE TNV
orola evromilovtal T000 eMdAVELOKEG 000 KAl EAAdPWE UTIOETILDOVELAKES ACUVEXELEC (EWC
2-3 mm KAtw ano tnv empAveld) CE OLONPOUAYVNTIKA UALKA OMwG T MEPLOCOTEPA
odnpolya KpAUUATA, To KpAppoata VikeAlou kot koBoAtiou. H péBodog dev pmopel va
edapuootel og kpappata aAoupviou, payvnoiou kKot xaAkoU KaBwg Kol 6TOUG WOTEVITIKOUG
avo&eibwtoug xaAuBec. Otav éva odNPOUAYVNTIKO UALKO HayvnTI(eTal, OLOUVEXELEG TIOU
elval TomoBetnuéveg eykapotla otnv SlebBuvon tou payvntikoL rediou, mpokaAouv Slappor)
tou payvntikou mediov (medio Siappong, leakage field) yopw amé tnv acuvéxelo. O
EVTOTILOMOG Tou Ttediou SlappPong Kal EMOMEVWE TNG ACUVEXELAG TIPOYLOTOMOLETAL UE TNV
XPNon TOAU AEMTWYV HAYyVNTIKWY CWHATIOWY (pwiopdtwy) ta omoia otav edappootolv
MAvVwW oTnV eMPAVELA TOU EAACUATOG CUYKEVTPWVOVTAL KAl MApAKPAToUVTaL and To nedio
Sloppong. Me Tov TPOTMO QUTOV TA MOYVNTIKA cwpatidia oxnuatifouv to mepilypappa tng
OlOUVEXELOG KOl ETUTPEMOUV TOV TPoodloplopd NG Béong tou peyeboug kol ToOU
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T(POCAVATOALOMOU TNG ACUVEXELNG. Mot TNV HAYVATION TNG OUYKOAANONG XPNOLUOTIOLE(TOL
£vag metahoeldng nAektpopayvntng (yoke), evw ta payvntikd cwpatidio taflvopolvral o
Enpa koL o€ Lypd avaioya pe Tov Ppopéa Tou elval agpag oTnV MPWTN MEPLTTWON KAL VEPO i
anootaypa and eAadppl netpélato otnv Ssutepn. Kat otig SUo nepumtwoelg epapuolovrot
pE Spray.

Kata tnv edpoppoyn TwWV OpaTWV HOYVNTIKWY CWHOTOIwY (AEUKO UMOOTpWHA - paupn
HOYVNTIKA MeAdvn) n emdpavela xpwpatiletal pe Aeuko umopabpo kal edappdletal
Evalwpnua uypol oLENPOUAYVNTIKWY CWHUATLSWV.

OL $opNTEC CUOKEUEG LAYVATLONG XPNOLUOTIOLOUVTAL KUPLWG oTNV €E€TA0N OUYKOAANCEWY
KOl YEVIKOTEPO HeyAAwv Tepayiwv ta omola Sev eival Suvato va petadepBbolv oe otabepn
povada.

H kUpla edappoyn twv yokes eival otnv £€€taon OUYKOAANOEWV, UMOPOUV OHWG va
xpnotpomnotnBouv kat og MOAEG GAAEC edappoyEC AOYW TwV TIOAWY SLoPOPETKWY TTOAWY
TIOU UITopoUV VA TPOCAPHOCTOUV OE AUTA.

EPTAZTHPIAKH APAZTHPIOTHTA

Oa eheyxBoUv Sokipla cUYKOANCEWY OLONPOUAYVNTIKWY UALKWV HE TNV NAEKTPOUAYVNTIKA
ocuokeun YOKES KARLDEUTCH.

H néBobdog eAéyyou Baoiletal ota €ng Briata:

KaBaplopog tng emidpavelag tou dokipiou mou Ba eAeyyOel.

Edappoyn spray AeukoU UTIOOTPWATOC.

Mayvntion tou Sokipiou Tou Ba eAeyyBOel pe T cuokeun.
Edappoyn/pidn payvntikwy cwpatidiwy (pviopdtwy).

IXNUOTLOUOG TNG EVOELENG oTnV B€on SLappong Tou payvnTikol mediou.
AfloAdynon Peudolg 1 aAnBolg £véeléng.

YV V VYV VY VYV

Mpoabloplopog B€ong Kat 5100TacLoAOYNON OLOUVEXELWV.

AMNOTEAEZMA

Oa mpEMeL va yivel pla meplypadn Twv acuvexelwv mou €xouv Ppebel, (dtaotdoelg kat
OKPLRAC eVTOTILONOG B£0NC). TN CUVEXELQ YIVETOL OKapidnpa ya OAo Ta SOKILO WOTE va
OUTTELKOVLOTOUV OWOTA OL ACUVEXELEC TIOU EVIOTILOTNKAV.

a

- N
N
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Ewova 3. Napadsiypa okapidpripatog Aokiliouv

2YMNEPAZMA

ATO TNV Avw epyactnplakr acknon Ba aflohoynBel n LKAVOTNTA ylO CWOTA XPNon Ing
NAEKTPOUAYVNTIKNG OUOKEUNG KoBwG Kal n lkavotnta yla afloAdynon Kol €&VIOMIOUO
OLOUVEXELWV UE TN HEBOSO LayVNTIKWV CWHATISLwv.
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NAPAPTHMA

Asiypata Texvikwv EkO€oewv Avadopdg

AWS D1.2/D4.2M:2008

Project

REPORT OF VISUAL AND DYE-PENETRANT EXAMINATION

ANNEX G

Quality requirements—saction no.

Reported to

Weld Location and Identification Sketch

(Describe length, width, and thicknass of all joints radiographed)

Basa alloy(s)

Filler alloy

Weld drawing no.

Dye-penetrant type

Postweld treatment

Data

Weld [dentification

Aroa

Interpratation

Rapairs

Accapt. | Reject

Accept

Heject

Remarks

We, the undersigned, certify that the statements in this record are comect and that the welds were prepared and tested in
accordance with the requirements of AWS D1.2/01.2M, Struciumal Welding Code—Aluminum.

Inspactor

Date

Form Gib)

Authorized by

Data

101

Manufacturer or contractor
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WELDING PROCEDURE QUALIFICATION RECORD (WEPQR)
acc. to EN IS0 15614-1:2004

WES No po1 Eumer OT eTAminine _
WFPQR No: a1 Reference MNo: NiA
Manufacturer: Eamouisis Triantafyllon CodeTesting Standard: EN 15614-1:2004
Address: WA Date of welding: 30v07,/2015
Range of qualification
T'”"I i_‘“ foint and Filler Wald (Doubls Sidad) Parent material sroup(s): | 5275TR=AR/EN 10025-2EN10034
Weld metal thiclkne:s: 34 mm Parent material thiclmess: 2555
Thrn_t thickmess MIA Omhdt pipe diameter HiA
[mm]: [mm] -
Mude of . \ . . - . L
Far- 135 (MAG) Spray Transfer Welding positions: PB({Honizomtal Vermcal)
Pass Welding Sizeof Cwrrent Voltaze Typeof Wire feed Travel Heat Metal
process  filler metal I o corrent speed speed v imput b Transfer
[mm] [A] | +i [m'min]  [mmmin] [T/ mm] [le=m]
1 |uspag | 14 | w0 | 32 |peer | 123 | 10007 0,65 78
Torch angle: 15® Designation (Ref. No): EN 14341-A
Filler metal class.: 330 3 M GE5I1 Trade name : Lincoln Electric SupraMIG
Filler metal type: Mild Sieel Solid Wire Preheat temp. (*C): *(ither Informstion
Pulse/Flasma details: WA Tungsten elecirode: WA
Freq.. dwell time: WA Details of Bacldnz: Gouging by grinding
Orcilation amplitnde H'A off e 12-25mm
Jmm]:
Interpass temp. (*C): *Orther Informeation Time, temp. & method NA
Heat treatment: WA Heating'cooling rate: NA
Shielding gas: Ar-15-20%002 Eef standard: IS0 14175
Flow rate [1'min]: 15-18 I'hr Group designation: M21
Cither Informarion; 1.In the case that the wires are outside fom their boxes and are in the ambiens air, then they should dry

with preheat in the termperature of 300 = C. for 2-10 hours.
1 We can value the mterpass temperstare with digital thermo or temperaiure stcks.

Diate and signatre:

(vour namal
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RECORD OF WELD TEST

WS No: p.01 CEV max: 0,40
WPOQE No: o Welding positions: PB(Horizontal Vertical)
Manunfactorer: Eamoutsis, Trisntafyllon Joint preparation: Filles Weld (Doukle Sided)
Welding process: 135 (MAG) Spray Transfer Preparation and cleaning: Machme hevelled srndinz.
Material ref standard: EM 10025-2 / EM 10034 Weld metal thiclmess: 34 nm
Base material:
Product form Specification Grp-mo  Size [mm] Sch Thick [mm] Dia. [mm]
S2T5IR+AR 1.1 25
Fﬁ;in.‘rd IFE2M) S2T5IR+AR. 1.1 5,60
Joint image Welding sequences & joint design
_.‘l. -
. M b
':- i | ; L] ]
5
Welding parameters:
Welding S;;E:' Current  Veltaze Tvpeof Wirefeed  Travel Heat Metal
Pass Proces metal I U curremt speed speed v input h Transfer
[mm] [Al ™ il [m'min]  [oun‘min] [T/ mom] k=]
1 | uespae | 14 | w0 | 3 |bpeer| 123 | 1000 0,65 78
Torch angle: 15° Deesiznation (Fef No): EM 14341-A
Filler metal class.: G303 M G45T Trade name : Lincoln Electmic SuprabIG
Filler metal type: Mild Steel Solid Wire Freheat temp. (°C): *(ther Information
Pul:eFlasma details: NA Tongsten electrode: N/A
Freq., dwell tme: WA Deetails of Backing: Gonzing by srinding
Oscillation amplitude: NA fm'“ﬂ_"m“""“ 12-25mm
Interpass temp. ("C): *Other Information Time, temp. & methed WA
Heat treatment: A Heating/cooling rate: WA
Shielding gas: Ar-15-20%C02 Ref standard: I50 14175
Flow rate [l'min]: 15-18 Vhr Group designation: M21
Other Information: 1.In the case that the wires are outside from their boxes and are i the ambient air, then they should dry
with prehest in the temperature of 300 = C. for 2-10 hours.
1. We can value the interpass temperature with digital thermo or tempersfure sticks.
Drate and simamre: O/ 0D /00

(W name)
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TEST RESULTS

WPS No- p.01 Enmu or EXAmIning _
WPQE No: 01 Reference No: WA
Mannfacturer: Eamoutsis, Trisntafyllon Date of test: 30/072016
Address: A
Non destructive testing
Test method Eequirements Eesulis / Attachments / Sheet
Viznal festing: ) EN IS0 17437 ACCEFTED
Penetrant testing: ) EN IS0 3452 ACCEFTED
Magnetic particle testmg: - EM IS0 17638 NA
ERadiographic testing: - EM IS0 17636 NA
Ulirasonic testing: - EM IS0 17640 NA
Macro-microscopic testing - EN IS0 17639 A
Diestructive testing
Tensile test (EN IS0 6892-1:2009)
Dimensio BehBEpld
Temp. Em Lo A z
Specdmen No ns Bpl.1 mell..

[ mam] "1 MNmo] [N o] [mm] [%e] [%4]
Appearance of fracture / remarks
Bend test (EN IS0 5173)

Bend Hon Former diameter
Tyme .rq angle Elonga Resul
Specimen No 1 [%] |mm]
Feemar ks
Impact test (EN IS0 9014)
Notch location / Type Size Temp. Values Average Eemarks
Diirection °C] 1 2 3
Appearance of fracture
Hardness test (EN #15-1&1) Macro-microscopic testing (EN IS0 17638
Tvpe Load Aleasurements Location of measurements (sketch)

Drate and O
sigmatuTe: 00700 /00

(e name)
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