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AtmAwpartikn epyacioa — SAW/ESW/EGW

HHPOAOT'OX

H yvbon g teyvoroyiag TV GUYKOAM|CEDV Yo £vOL VOLTTYO UNYOVOAOYO
UNYOVIKO €ival 10101TEPMS GTUAVTIKT] 0POV 01 GLYKOAANGELS AMOTELOVY TNV 7O

ocvvnOopévn uEBodo GVVAEGN G LETOAMK®OV LEPDV GTN VOLTIYIKY| fropmyovia.

Ofpo ™ mopovsag NMAMUATIKNG epyaciag stvar 1 Ttapovciaon Tpiov HeBdowV

OLYKOAAMGEMC pe gupeia pappoyn otn Noavmnyik.

1. Tn cvykdAiinon Pudicuévov t6Eov (Submerged Arc Welding, SAW)
2. Tnv niektpookmproxn cvykoOAinon (Electroslag Welding, ESW)
3. Electrogas Welding, EGW

Kot ot tpeig pébodot eivar davikeg yioo HEYGAOL TAYOVS EAAGLOTO EVAD Ol dVO

TELEVLTOUES Y10 TIG KATAKOPLPES GUYKOAANGELG.

®a NBera oto onueio avtd va evyapionom tov K. AL TlavieAn Kabnynt) om
YyoAy Novmmyov Mnyavorldoyov Mnyovikov EMIT yuo v avédbeon ¢
TOPOVGOG OUTAMUATIKNG €PYOCIAG KOl TIC TOAVTIHES GUUPBOVAES Kol O10pOdGELS
TOL KATd TNV ekmovnorn tc. Emiong ywa tnv vmopovr Tov Kol TNV apépioT

GLUTOPAGTOGCT] TOV.
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HHEPIAHYH

YKomdg NG MOPOVCOC OWMAMUATIKNG epyoaciog elvar m mopovcioon TPV pedddwv
ovykOAANonG mov epappolovior ot Navanywn Biopnyovie, kvpiog yie ™ cvykdAinon
peyarov mhyovg eracpdtov ydAvpa.

Avtég gtvar:
» H ovykdéiinon pubicuévov t6Eov

Submerged Arc Welding, SAW

» H nlextpookmploxy cuyKOAANGN

Electroslag Welding, ESW
» Electrogas Welding, EGW

[Mveton avdivon tov pedddwv, n omoia mepthapufavel v apyn Aettovpyiog, TS PAGES TNG
GLYKOAANONG KAOMG Kol TIC TOPAUETPOVS TOL VIEIGEPYOVTOL GE AVTES.

[Teprypdpovrtar emiong ot THTOL TOV NAEKTPOSI®V KoLl TOV CLAMTAGUATOV TOV OTOLTOVVTOL Y10,
TNV EKTEAECT] AVTAV, EVO TAPEYOVTOL OAES Ol PIPAIOYPAPIKES OVAPOPES Y10 TEPOUTEP® UEAETT).

Y10 téhog mopotifevior OVO TOPOPTAUOTO  HE VTOOEIYHOTO TOV TIOTOTOMTIK®OV TNG
dwdkaciog cvykdAinong (Welding Procedure Specifications) kot Tov GuvOAOL TOV KIVOHV®OV
oL EPPAVICOVTOL KOTA TNV EKTEAECT] TOV GUYKOAAGEMV.

KaAamoBapdakog Anpuntplog ii
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ABSTRACT

The following paper attempts to present three Welding Methods as these are applied in the
field of Naval Industry, mainly for the welding of thick steel plates.

These are:

» Submerged Arc Welding, (SAW)
» Electroslag Welding, (ESW)
» Electrogas Welding, (EGW)

An analysis of these methods is conducted, and this involves the Principles of Operation, the
Welding levels, as well as their parameters.

Electrodes and flux types are demonstrated, as these are essentially required in the methods.
Additionally, all the references that have been used are included for further research.

At the end of this thesis, two appendixes with patterns of Welding Procedure Specifications
are attached, together with all the dangers in total that can be encountered in the welding
process.

KaAamoBapdakog Anuntplog iii
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1. IXTOPIKH ANAAPOMH

1.1 TA IPQTA YAIKA THE NAYIOHTIKHY!!

[Tholo, cvppwva pe tov Koodwo Anpociov Navtikod Awaiov (NA 187/1973), sivan
KaOe oKAPOC, ONAAOT KOIAO VOUTYNLLA, TPOOPIGUEVO VO KIVEITOL TAV® GTO VEPOD, e
OKOTO TN UETOPOPE TPOCOT®V 1 TPAYUAT®V, TN PLUOVAKNGON, TV emiBoidooio
apwyn, TNV oAEio, TNV OvVOYLYY|, TIG ETICTNUOVIKEG £PEVVEC 1 OTOLOONTOTE GIAAO
voutiilakd okomd. O Kddwog Idiwtikod Novtwkod Awaiov (N. 3816/1958)
neplopilel axoua meEPIGGOTEPO TNV €vvola TOL AoV Ge KAOBE OKAPOG Tov €xel
KaBopn yopNTIKOTTO dEKO TOVAAYLIOTOV KOP®V Kol €lval TPoopiopévo vo Kiveital

avtodvuvapa otn Baiacoa.

Ymoloyiletar 01t ta TPAOTO EVAIVOL TAOI0, KOTOOKELOGUEVO om0 KOAGO NG
NovBiag, vavmnymdnkoy v 5" yiketio and tovg Arydrtiong yia thoeg oto Neiho. H
apyn TG vaumnynons EOAveV TAolov KatdAANAov Yo TAGES 6TV avolkty 0dAacca
tomoBeteitan wepi 1o 3.000 m.X. Ta mhoia avtd elyov povooTnAo 1010 TPOHTdA, O)L
OUMC EYKAPCIOVE VOUELS, O OAOL TO, VOLTNYNLOT OTd TN LIVOLKT ETOYN KO HETA.
[Tepi 10 2.000 m.X. ot Mwvowiteg vavmnyovcav EOAIVA Aol pe VIEPLYOUEVT TADPN
KOl YOUNAN OYeTKd mpOuvn, mov &lyav €ykdpolovg VOoUelg Thve oTovg omoiovg
oTEPEMVOTAV TO TTEPIPANUA TOV TAOTIOL, TEXVOTPOTIO TTOV 1GYVEL UEXPL CTIUEPD, KAODG
Kol pHovootnAo 10td. Afyo apyotepa ta mholo twv Dowvikwv omoKTOUV 16YLPN
KOTOOKELY] Kol HEYAAN Yo TNV €noyn HeTOQOpKY] wavotnta. Ot 'EAAnveg éxovv va
emdeiéovy kKOMYAOTO TAOLN, TNV TPLOVTOKOPO Kot TNV mevnviokdpo, pe 30 1 50
KomAdteg eved amd 1o 500 m.X. Ko peTd TV TPUPN, EAAPPO Kol Taxh KOTNANTO
mAolo UE 1oYVPY TPOPOIO KATOUOKELY], OVOTOCTOCTO TUNUO TNG Omoiog MTav TO
éuporo. Ot abnvaikég tpupelg mpénet va eiyav pnkog 35-40 m, mAdtog 4,5-5 m,
Budopa 1,2-1,4 m kot extémiopa 70-100 tévovg. "Hrov Kataokevaopuéveg omd tedko
Kot €A0To Kot e£0TAMGUEVEG He dV0 16TOVG, Evav KOplo (HEyag) Kot Eva LIKPOTEPO
otV mAopn (akdrerog). Ot Popaiot mave amd to ophoydvio 1otio tomobétnoav Eva
dAAo, TPIY®VIKO, TO Oomoio amotelel tov mpodpopo tov Bulavtivod kot petémerta

1oTiov, Tov ovopalotay «Aativy.

A6 ToVg EMANVIGTIKOVG YpOVOLS HEXPL Kal Tov Mesaiwva, 6g OAOVS TOVS THTOVS TV
16TIOEOpOV onuetddnkav moAvapBueg petaforés ommv e€aptio Kot og HIKPOTEPO

Babud o100 OKAPOC, HE UIKPOTEPO 1M UEYOAVTEPO PUOGHO Ko avaAoyio UKoV

KodamoBapdakog AnuntpLog TeAiba 1
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TAUTOVG, DGTE 1 €VOTADELD TOVG VO OVTATOKPIVETOL GTNV €KAGTOTE VLIOBETOLUEVT
otiopopio. Me 1o 1éAog Tov Mesaiwva, Tov 15° audva, eupaviotnkov otic 00Aacoeg
mAolo e mEPIEoOTEPU DAL LIKPOTEPD 10TIO, pEYAA®GOV To. fonOnTikd Aativia kot
npootédnke otov 1pito 10t0 Tpamelocdég otio (umovua). Kabepmbnke emiong
opoTIkd 0 mPOPoAog kot Tomobethnkov €va 1M KOl TEPIGGOTEPOL OPTEUOVEG
(pAdxor). Xtic petaforéc ko ovokatotdéelg otn obvBeon g oToQOopiag TV
mhoiwv g Mecoyeiov onuovtikoi emidpaocn eiyav ot Bikivykg, ot omoiot éuabov
0TOVG VaVTIKOVS TG Mecoyeiov va tagldedovy He TV Mo HKPY YoOvio Tpog Tov
Gvepo. EEGAAOL amd tov 13° audva Kol peTd ATOV GE YPHON TOL TO GLYYPOVO
TMOGAL0, OTEPEMUEVO GTO TOSOGTNLO, TAEOV KOTAAANAO Y10 1OTIOQOPO KO HOAGTO

pe peydio EEohaL.

Otav ta EOAve 16TI000p0. TAOIO XPEWIGTNKE VO SIUTAEVGOVV TOVG MKEOVOVLS, T
EUTMEIPIKY] VOLTNYIK OV EMOPKOVOE Y. VO EMADGEL TO TPOPANUATO OV
dNpovpyovsav ot epaprolopeves Téve 6to TAoio PoméS, TOGO KATH TO €YKAPGL0 OGO
Ko Katd to drdunkec. Avtd emredydnke uog tov 17° cudva, dtav 1 emotiun npoe

TAEOV GUVETIKOLPT GTNV TEYVN TNG VOUTTNYIKNG.

Ta dwdpopa €idn EOAoL eivor Aourdv Tor TPMOTO VAIKE TOL YpMoipomomdnkay ot
vavrnyikt. H gvpeia yprion tovg opeiretar 6To yeyovog 0t epgovilovtol 6To puotkd
nepPaAlov e peydAeg mOGATNTES, GTO OTL £Vl EAAPPA EMTAEOVTO KOl LITOPOVV VL
SwpopemBodv pe amdd epyareio. Eivor a&loonueiowto 0tt mopd to yeyovog OTL
VINPYE UEYOAN YPNOT UETAAA®V Y10 OPKETOVS DVEG GE dapopa eE0pTNUATO TOV
mAol®V, M TPOTN GNUAVTIKY] ¥PNOTN UETAAA®V GTN YAGTPA TOV TAOIOV GLVEPN OTIg
apyéc tov 17°° owdve. H ovykekpuévn £@oppoyf ftav 1 emiotpoon Aentdv
ghacpdtov yodkod oty EOAvn PBpexduevn emdvelo g YAOTPAS LE GKOTO TNV
npootacio g amd To piKkpoopyoviopd Teredo navalis, mov oe Tpomikd vepd

KaTAoTPEPE TO EVAO.

Méypt ta tékn Tov 19°” cudvoe 10 VAIKO Kotookevng Tov TAoinv fTav to EHXo, TO
omoio Ady® Tov €I00VG TV APUOGEDV TOV YPNOLUOTOIOVVTAL OV EXEL TN OLVATOTNTA
va avartoEel OAn v avtoyn mov dwbétel. ‘Etor to péyebog twv mhoiwv eiye
TEPOPIOUOVS oV €&0pTIOVTIOY OO TOV TPOTMO OVEYEPONG, TNV EKUETOAAEDOIUN

avToyn OAAG Kot T SUVATOTNTO SAUOPPOGNS TOL VAIKOD.

KodamoBapdakog AnuntpLog TeAiba 2



AtmAwpatikn epyacio - SAW / ESW / EGW

[Tepi ta téAn Tov 19” awdbva elofydn ©g vavmnyikd vAkd o oidnpog kar Aiyo
apyotepa o yaAivpoc. To vAko avtd €xel peyardtepn avioyn and 1o ELAO Kot Ady®
Tov 0Tt pmopel va dwpopembel kot va cvvapporoyndel kotdAAnAo pmopet vo
xpnooromOel yio TV KATaoKELT TOAD PeYOADTEPOV Kataokev®v. 'Etot 1o péyebog
TV TAolmv dpyioe vo avédvetal kot mepi o péco tov 20°” odve KoTackevdonkay
mhoio To OToiol Yot TOLG VOVTIYOUS TOV TEPOAGUEVOD OULAOVO, OVIKOV GTO TTESI0 TNG

EMOTNUOVIKNG PavVTAGTOG.

Nuepo, N mMOKIMa TV STIEUEVOV TEYVIKOV VAMK®OV glvol TOAD HEYAAN Kot
KaB16Té SVGKOAN TNV EMAOYN TOVG, AKOUN KOL Y10 [0 CYETIKA oA Kotaokevt. Ta
terevtaio.  gpOVID, 1 GLGGMPEVLOY|  EMICTNUOVIK®OV YVACEWDV, ETOYYEALATIKNG
eumelpiog Kabmg Kot To GVYXPOVE VTOAOYICTIKA HEGO £YOVV KOTAGTNOEL EPIKTO Kot
TOV TOAVTTAOKOTEPO OepNTiKd GYedoUd evOg mpoidvtog pe peydin axpipeta. To
mpoPAfuato  mopovcstdlovtor oto otddlo TG LAomoinong. Otav peietdtar m
KATOOKELY] €vOG Tpoidvtog tifetonr 000 gpothuata: TG Bo KATAoKELOOTEL TO
OLYKEKPIUEVO TPOidV Kot omd 7ol VAKE, MOOCTE vo TANPOL TS OVOYKOIES

Tpodmodécelg Yo T cwoth Asttovpyio Tov!?.

KodamoBapdakog AnuntpLog TeAiba 3
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1.2 O1 IPQTEX ENAEIZEEIX XYTKOAAHXHXP!

O pwteg evoeitelg ovvoeong sivar opatéc mepiocdtepo and 4.000 ypovia mpv, dtav
ocuvoednkave QUAAD ¥PLGOV Yo TNV KOTACKELY, Koounuatwv. Xt Bifio vrdpyet
fowg N TpOT ovoeopd ovouatog teyvitn, tov Tubal Cain, cav tov TPOTO 7OV
oc@upnAdtnoe o Kouivi umpovtlo Kol GiONPO Yo TV KATOOKELT EPYOAEiwv. ZtnVv
apyoio EALGOG M TpdTn EndVLUN GLYKOAANGOT GLONPoL £yve amd tov ['Aavko tov
Xio to 700 m.X. . H ypnon opmg tov EHA0v, o¢ TpdTN VAN Y10 TIC KOTOOKEVESG Kot M
TEPLOPICUEVAOV SUVOTOTTOV EPOPUOYN TNG GLYKOAANGNG UETOAA®YV, MTAV O AOYOG
OV 6TN JdKAGIo GVVOESNG TV KATACKEL®V Kupilapyo Adyo eiye m MAworn. H
dadikacio oty emikpdrnoe puéypt Tov 19° awdva, 6tav TAéov To pHETaAAo dpyloe va
avtikafiotd to EOA0 kol vo YIVETOL EKUETOAAELGIUN M VEO TNYY| EVEPYEWS, TO
NAEKTPIKO PEVLLAL.

YHUEPQ, GTOV TOUEN TNG HETOAAIKNG KATAGKELNG 1| NAMON GOV d1ad1KaGio. GOVOESTG,
&xel avtikataotadel TANPOS amd T GLYKOAANGT AOY® TOV TOAADY UEIOVEKTNUATOV
mov mopovctdlel. Kot ot 000 dadikacieg cvvoeong Bempovviot LOVIHES apoD Yo TNV
AQOIPEST] TOVG OMOLTEITOL 1) KOTOGTPOPT TOV NAMV 1 TNG GLYKOAANONG. Mn pudvipog
ovvoeon Bempeiton N KOYM®OTY GHVOESN 1 OTTOlOL GNUEPX XPNOILOTTOLEITAL KLPIWG Y1l
TNV KOTOOKEVT YEQUPDV, LETUAAIKOV KTNPIwV KAT.

Kotd m dadikasio g MAwong yivetor SdTpnorn TV TPog GUVIEST| TEUAYIMV amd
TIC OTéG TV OMoi®mV TEPVOLGAV TOLg NAOLS. Ot NAOL, 61O €val AKPO TOVG £QEPAYV
KEPOAT], EVO TO GALO AKPO MTOV £PLOPOTLPOUEVO GE KOV Yo va, Yivel duvath 1M

onpovpyia véag KeQoAng pe ceupnidtnon (Zynua 1).

Yype 1: Aledkacio NAoons 600 HETUAMKAV ETLYUVELOV

KodamoBapdakog AnuntpLog TeAiba 4



AtmAwpatikn epyacio - SAW / ESW / EGW

Ta pelovektnuato g NAMONG OC TPOS T GLYKOAANGY ivat:

e Amoutovvtol TOALUTAACIEG EPYATODPES

e Agv TPOCOEPEL IKOVOTOUTIKY] GTEYAVOTNTA

o Ilpoxoiet peydAn nyopdmavon

o IlpocHéter TEPLGGOTEPO  VAIKO kol peyaAvtepo  PApog  OTIg
KOTOUGKEVEG

e Agv TPOCPEPEL TIG HEYIOTES PUNYAVIKES WOLOTNTEG GTNV KOTOOKELT

e O oYedGHOC TOV KATACKELOV Elval 10 TOADTAOKOG

[MapdAAnia Tapovctdlel Kot TAEOVEKTILOTOL

e Agv amoutel teyviteg pe 1010iTEPES IKAVOTNTES (.Y CLYKOAANTEG)
e Agv mapovctalel ceaipata ot onpeion cHvoeong (Topot KAT.)
e Agv amoutel TpoBepudavoelc | petabepuivoetg

o Eléyyel 11 poYHATOGELS TNG KOTACKEVNG

o Ilpocpépet peyaldtepn eAacTIKOTNTO

e Emupémer m obhvdeon OAwV TV HETAAA®V

H niextpocvykéiinen sivor pio péBodog cuykOAANGNG TOL AVIKEL GTNV KaTnyopio
TOV OLYKOAMGE®V O THEEMG Kol EOIKOTEPO. OVAKEL OTNV OIKOYEVEWD TMV

OLTOYEVAOV GUYKOAANGEWV.

Ta tpoto Prpatd g yivovror otnv AyyAa to 1865 kot avamtdcoeTol TV ETOYN TNG
TPAOTNG Propunyavikig eravactacons oyt Tuyaia, ool TOTE APYLoE 1) EVPELN TOPAYWYN

Ko EKUETAALELGT TNG NAEKTPIKNG EVEPYELAG.

To nAektpikd 160, €lvarl dlamidvoN NAEKTPIKNG evEPYELOG HETAED OVO ETEPOVLLMOV
QOPTICUEVOV YYDV, TOL OmEXOVV UETAED TOVG GLYKEKPLUEVT] OMOGTOCT] KOl LE
oLyypovn ékAvor peyaAng mocdtntag Bepuikng evépyelag. H woyvpn avtm Beppukn
evépyela, KoTdAANA0 e@appolopevn, THKEL T0 TPOS GLYKOAANGN METOAAO Kol To

OLVOEEL OLOXEOVTOG TOL GTOLXELD TOV EVOG OTA GTOLXELN TOV GAAOV.

Emedn oxomdc g nAeKTpocuyKOAANCONG €lvar M uovipn odvdeon dpopmv el
pépovug tepayiov, pe oTdY0 TO KTIGO UI0G KATOUCKEVNG, Kol Le {ntoduevo v Kotd
duvatdv SloTHPNON TOV UNYOVIKOV KOl XNUKOV WO0TATOV TOV TPOS GLYKOAAN O

tepayiov oto onueio ocvvoeong, Ba tpénetl va toviotel OTL 1 GLYKOAANON avT Ko’

KodamoBapdakog AnuntpLog ZeAiba 5
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avT, €lval TO OMOTEAECUO. HIOG GEPEG OLOOIKAGLOV KOl EVEPYEUDV TOV EYOLV

mponyNOel ylo TV mO10TIKE GOGTI OAOKAPMOT| TG KATAGKELNG,.

H npd ™ mapoamipnon 6t pe ) ypfion tov NAEKTpKoH peduatog ivor dvvatov va
myxOovv pétaria yiveror amd tov ItoAd @uowd Kot OMpovPYd NG OUAOVLUNG

povadag pétpnong téong, koun ALEXANDER VOLTA.

2xed6v Tavtoypova, kdmov ota 1801, o Sir HUMPHREY DAVY, o epgvpétng g
AGETVAIVNG, dwtOmwoe TV Bewpla OTL, peta&h 000 ETEPOVLUOV QPOPTIGUEVDV

niektpodiov dvBpaka, Bo propovoe vo avartuydel niextpikd 16Eo.

To 1856, o Ayyhog JAMES JOULE, matépag tng povadog evépystog joule, amédeite
0Tl amd aymyd mov JEPYETOL MAEKTPIKO PeOUO TOPAYETAL HEYOAN TOGOTNTA
BepuoTTOg Kot TEWPOUOTICOUEVOS, KATAPEPE VO TNEEL, Y10 TPMTN POPA GTNV 16TOopia,

UETOAAO LLE TN YPNOT TOL NAEKTPIKOD PEVLLATOG.

To 1865 o Ayyhog WILDE, ovykoAAd Tto 7wPpOTO KOUUATAKIY —GLONPOVL,
YPNOLOTOIDOVTAG O TPOTOHYOVY] MAEKTPIKN TNy Kot Olvel TOV OPIGHO 1TNg

NAEKTPOGVYKOAANONG.

To 1881 o I'dAhog pnyovikdg kol €QEVPETNG TNG NAEKTPOUOYVNTIKNG UNYXOVIG,
AUGUSTE DE MERITENS «xoatackebooe upmatopieg HE MAEKTPOGLYKOAANT
eldopota  poAvBoov ko 1o 1886 kotdpepe vo kobiepwbel g Oadikacio

OLYKOAANOMNG, 1| GUYKOAANON LE NAEKTPIKO TOEO.

To 1885 ot ovvepyarec tov A DE MERITENS, N.V BENARDOS «kot o
SOLSZEWSKI, ypnoiporolidvtog nAektpddto avBpaka Kot pe tnv xpnom PEpyos o
TPOCTIOEUEVO VAIKO, TETVYAV T1) ONOVPYio paENS GULYKOAANGONG .

Ymv AyyMoa to 1887, oavoeépetor 1M WPOTN  TOPAYOYIK  XPNoN NG

NAEKTPOGVYKOAANONG Y10 TNV KOTACKELT] POpPEA®Y KOl LETOAMK®V ETITAMV.

O HANS ZERNER 10 1889 avéntuée évoav mpotdéTLUMO TPOMO GLYKOAANGNG
YPNOUOTOIOVTOS 000 MAEKTPOOIOL amd GvOpoka mov dnuovpyodoave 1050, Evav

payvin o omoiog wBovoe to TOE0 TPog To pETaAAO Pdong Kot BEPya cLYKOAANOTG.

O E. TOMSON, epyalouevog enavm otig peréteg tov J. JOULE 1o 1890, avéntuée
TNV GLYKOAANGN S0 OVTIGTAGE®Y, GNUELNKN 1 paeNS, 1 omoia Ppnke peydio medio

EQOPLOYDOV LEXPL KOL CTLEPOL.
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To 1610 €tog, 1890, otig HITA , o C L COFFIN e&ivon pdidov o matépog g
ocvykoAnong GTAW. Xpnowomoiwvtag éva nAektpdolo dvBpaka Katdeepe yio
TPAOTN Qopa va TNEEL PEPYO Kot Vo HETOPEPEL TO TNYUEVO VAIKO KOTE UKOC TOL

TOEO0L TTPOG TN POLP].

>ta 1895 0 N.G SLAVIANOF npoondOnoe, e pikpt| Emtuyio Vo OVTIKATOGTHOEL TO
niektpodlo dvOpoka kot ™ PEpya tov BENARDOS, pe petaAlikd niektpdodio.

To 1903 ot0 'Ecoev g 'epuaviag epevpiokeror and tov HANS GOLDSCMIDT n
dwdkacio ocvykOAANong pe ypnon Oepuitn, piypatog ofewdimv tov GONPOL Kot
pwicudTOV aAovpviov, 1 omoia ypnoyoromOnke Kupiwg yu T GLYKOAANGCT T®V

o1ONPOTPOYLDV.

To 1904 v oxéyn tov SLAVIANOF tVv olokAnpwoe pe peyaAn emrvyio o
>oundo¢ OSCAR KJELLBERG , o omoiog KotaokeDooe TO0 TPMTO EMEVOEOVUEVO
nAekTpdoL0.

To 1907 o N BENARDOS avontdiccet tn cuykOAANon pe TNEN GKOVPLig
2 eppavia o puokdég SCHONNER nopdyet to mpato t6&o midcpatog to 1909.

Yt1g HITA apyiler to 1912 1 mapaymyn punyovov nAEKTPOGVYKOAANONG amd TNV
LINCOLN E.C.

To 1920 dpyroe 1 gupela KATAGKELT] GLONPOVY®V KoL [T GLONPOLY®V NAEKTPOOI®V.

Tnv ©Bw ypovid ot Zovndia, pe v éykpron tov LLOYD’S REGISTER OF
SHIPPING kotoackevdleTor 10 Tp®@TO TANPOS GuYKOAANUEVO mhoio, 10 "ESAB IV,

pufkovg 16 kot mAdtovg 14 pétpov .

To 1926, otig HITA o H M HOBART kot o P K DEVERS «dvovv 11 mpidteg

TPOCSTAOELES GLYKOAANGONG LE TpoaTaGio adpavols agpiov apyov Kot nAiov.

>10 McKeesport tov HITA o ROBINOFF 10 1930 gpevpioketal ) cvuykOAAnon

BvBilopevov 16E0v.

[Tepitov ot0 1940 0 Olokekpyévog AUEPIKOVOG HNYXOVIKOS GLYKOAANGE®DV
RUSSELL MERIDETH, gpyalduevoc yia Aoyapiacud g Northrop Aircraft Inc.
ePedpe TNV HEB0S0 GLYKOAANONG HE UM OVOAMGKOUEVO NAEKTPOSIO Kol TPOGTAGi

adpavovg aepiov yvoot) wg GTAW ( Gas Tungsten Arc Welding ).
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H pébodoc ovykdAAnong pe ovveyn tpopodocio. youvold cOPUATOS YVOOT ®G
GMAW ( Gas Metal Arc Welding ) avantoybnke yio mpotn) @opd 10 1948 yia
OLYKOAAN O aAovpuviov Kot kabiepdOnke wg pébodog cuykdAinong to 1950.

To 1950, ot ToAAio avantOooeTe 11 GLYKOAANGT LE OECUN NAEKTPOVIOV OO TOV

I"'éAho mopnvikd emotmipova J. A. Stohr .
To 1954 npmtoepuavileTon To TOPAYEUOSTO GUPUO CLYKOAANOTG.
To 1957 0 ROBERT M GAGE emtoyydvel v Tp®dTN GUYKOAANON UE TAAGC L.

210 dg0TEPO GO TOL 20 adva, to 1960, Kavel TNV ELPAVION TNG KoL 1) TPOTH KTV
LASER, n omoia 0ev B apynoet moAd va ypnoipomoindel yio Komn Kot GLYKOAANOoN

LETAAL®V.

To 1991 ota gpyactipia tov TWI avarntdcoetor 1 dadkocios GLYKOAANGNS Ol

TP

Ewoo16¢ mpdtog andvag. H tedevtaio e£EMEN TG cuykOAANoNG, Le emeLAasn yiotl
n texvoloyia eEelicoetor paydaia, €ivar M GLYKOAANGN HE HOyVNTIKOVSG TOALOVG,
ovykoAnon MIG-BRAZING kot CMT. Awdwkociec mov mopoustdctnKay He v
avatod] Tov 21 awdva kot Mon epapuolovtol oe TAN00C EPOPUOYDV TOPUYM®YIKNG

dwdikaciog.
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2. NAYIIHI'TIKA YAIKA

Amo ™V apyn tov 20” odva, ondte 0 GidNPOC AVTIKOTOCTAONKE TEAEI®G amd TO
x0AivPa, o terevtaiog mopapével TO oNUAVTIKOTEPO Nowmnylkd vVAKO Yoo TV
avEYEPOT TNG UETOAAIKTG KATOGKELTG TOV GKAPOVG.

[Mopd ™ onuovtik) Opws BEon mov KaTéXeL 0 YGAVPOC GTN VOLTNYIKT, APKETE AAAL
DMKA  €YOVV  OUVEY(DS OVENVOUEVEG YPNOES OTNV  KOTOOKELY] TOL  Kupiov
mepPAnuatog tov mAoiov. AmO TNV TAELPE TOV  UETAAA®V  OVOQEPOVTOL
YOPOUKTNPIOTIKA TO KPALOTO OAOVUIVIOL KO TITaViov, VO omd TNV TAELPA TOV Un
HUETOAAMKOV VAKOV To O1dpopa oVUVOETO VAIKG, HE KLPLOTEPO EKTPOCOTO TO
evioyvpéva e tveg moAvpepn| 1€l

H emoyn tov vAkdv yio o dedopévn Navmnykn Katookevwn ovayetal, Kotd
KOO0 TPOTO, 6TO TPOPANUA TOV KAHOPIGUOD TWV YOPOKTINPICTIKMOV EKEIVOV TOV, GE
ouvovao o, etvat Ta To KatdAAnAa ywo ) Bewpoduevn epappoyn. o v emilvon
TOV TPOPANUATOG AVTOV O PEAETNTNG TTPEMEL VO, KOTEXEL € PAB0C TOGO TIC WO10TNTES
TOV O0QPOpOV LITAPYOVI®OV VAIKOV, OGO KOl T AEITOVPYIKES OTOITHOES TMOV
Voumylkav Kotookevmv. H televtaio avt omaitnon yivetolr cogéotepn, ov
aVOAOYIGTEL KOVEIG TN PEYOAN TOWKIAIL EQOPUOYDV TOV CLVAVTOVTOL 6T NovTnyk,
T0 €0pPOG TOL PAGUOTOS KOTOUOKELOOCTIKAOV OTOLTNOEWV KAOE €POPUOYNG KOl TIG
e0KEG ovvOnkeg mepPAAAOVTOS OMOL Ol KOTOOKELEG OLTEG VLTAPYOLV KOl
Aertovpyovv.

Inuetoverot Ot Tapd To YEYOVOS OTL 0 HEAETNTNG £XEL OYETIKN €hevBepia eMAOYNG
VMK®V, N €TAOYN OVTH] VTOKEITOL GE OPICUEVEG TPOSYPAPES Kol EAEYYOVS TTOL
emPailovioan amd eBvikovg kot OlEBVEIC KOVOVIGHOUG OpYOVICU®Y, TOV GTNV
nepintowon g Navmnykng etvat Katd kopto Adyo ot Nnoyvmpoves.

Ot Kup16TEPES O1OTNTEC TOL TPEMEL VOL EXOVV TOL VAIKE MOTE vaL €ivol KATAAANAQ Yo
EQOPUOYN G€ GTOLYEID AVTOYNG TNG LETOAMKNG KOTOOKEVLTG AL Tt

e Adyog avtoyng mpog Pépog

e AvcOpavototnTo

e Avtoyn o€ KOT®WoN

e Avtoyn oe daPpwon katl 6e JSIAPPOON HE PUNYAVIKY KOTOTOVNON TOV 0dnYel
o€ PNYHATOON

e Evyépela cuykoOAANoNG

e Avtoyn o€ oydon Kotd QUALDGCELG

e EBuyépela o1apdpemong

e Kootog

e Evyépela avedpeong

e Awdwacio cuvtinpnong
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H PBéitiom emhoyn 100 DAMKOL 7pémel va  €lvol OMOTEAEGHO GUOTNUOTIKTG
depedivnong OAmV TV Topayodvimv mov ennpedlovy v ovioyn, 10 Papog katl to
KOOTOG TNG KATOGKELNC.

2.1 NAYITHI'IKOI XAAYBEX/*7!

Ot koot yaivPeg N avBpakovyor ydAvPec (mild steels or carbon steels) amotelodv
TNV 7o S100ed0UEVN OUAdA VOUTINYIKADV YaAVP®V, LE 1010TNTEG TOV ££0PTAOVTAL KUPLOL
amd TN YNUIKY] TOLS GVOTOCN Kol TN [Kpodopr| Toug (Kupiwg eepprtikn). Extdg amnd
dvBpoaka, Tov mePLEYETOL 6€ TOG0GTO KaTA Papog puéxpt kKo 0,23%, ot xdAvPec awtol
TEPLEYOLY GE OAPOPO TOCOGTA LOLYYOVIO, TVPITIO, PMOCPOPO Kol Beio, evd didpopa
GAAo otoyeion pmopel vo CLUVLTTAPYOVV GE WKPOTEPEC TOCOTNTEG. XTMLOVTIKO
YOPOUKTNPIOTIKO TOVG €fvol 1 TOAD KOAN €m¢ €EUPETIKY] CLUYKOAANTOTNTA TOVG. XE
gvupeia xpnomn cvvavtovior kot xaivPec vyning avroyns (high strength steels, HTS),
pe 6plo drappong mov pmopei vo etéoet ta. 350 MPa . Xpnion tov yoAdOBwv avtodv
odnyel oe pelmon TOV IOV TOV CTOWEI®V OVIOYNG, Gpa Kol Tov PBApovg Hog
VOLTNYIKNG KATOAOKELNG, AOY® TOV LVYNAOTEPOV TIUDV TOV EMTPETOUEVOV TAGEMDV.
H Bacwm dapopd toug amd toug cuvnbelg xdAvPeg £ykettal oty TpocsOnKn e0IKOV
otoyEiov, Omwg alovpivio, koAouPlo kot Pavddolo To omoio Pertidvouv g
UNYOVIKEG TOVG 1010TNTEG. XE E0IKEC VOUTNYIKES KOTOOKELES €ivar duvoT Kol M
xpon HiKpokpapotopévoy yoAbBov vyming avtoyng (high strength low alloy
HSLA, steels) pe opra dwappong and 415 MPa péypt 690 MPa. I'a v enitevén tov
VYNAGOV auTOV ovIoY®V ot YdAvpeg avtol mepi€yovy €101kég mpoopitelg (xpmpuo,
VIKEMO KTA) KoL vOIGTOVTOL E0KES OEPLOUNYAVIKES KATEPYUTIES.

H pkpodopi™ tov vavanyidv yadlopov omoteheiton omo oepevritn (cementite)
pnéoa oe gepprrikn untpa (ferrite). Otav n Begppokpacio evog ydAvpa @tdost
Bepurokpacio. GALOTPOTIKOD UETACYNUATICLOD TOV, O GIONPOG ToL PplokoOTaV O1TN
QEPPLTIKN @dom Bo PETACYNUOTIOTEL GE (ol GAAN @dorm TV ®oTevITK (austenite)
otV omoia 0 cepevTitng givor mOAD dwAvtdg. Me woén tov ydAvPo kdtm amd ™
Oepuokpacio. UETOOYNUOTIOHOD, O ®OCTEVITNG HE TOV  OOALUEVO  GEUEVTITN
EMOVEPYETOL OTNV TPONYOOUEV KOTAGTOON, ONAadn ¢eppitng pe oepevrtitn. H
pkpodoun] tov ydAvpa mov amotereitonr amd OTPMOOCELS CEUEVTITN Kot Qeppitn
ovopdleton mephitng (pearlite) kou amotehel éva amd To KLVPLOTEPA GLOTOTIKG TOV
VOOTNYIKAV YaAVPmV.

I'evikd, o M0G606TH TOL dvBpaka Kot 0 PpLOUOG ATOWYLENG EMOPOVY GTN UIKPOSOUN, M
omoio. e ™ oepd ™G Kabopiler v avroyn Ko ™ okAnpodtrta tov xdivPa. Ot
TEPLOCOTEPOL VOUTNYIKOL YGAVPEC OmOYvYOVIOL GTOV aépo. PETE TNV &v Oepud
e&éhaon M Vv omodnmote GAAN Ogpuikn katepyoacic Tovg. Mepikoi, OUMC
vaumnyikot yaAvPeg vyning avroyng pe Opro dwppong mhve omd 350 MPa
voiotavtal Boer| oe vepd (water quenching) amd Oeppokpacio VYNAOTEPT €KEIvNg
TOV HETACYNUATIGHOV Kol aKOoAoLO®wG VTOKEWTOL o emavapopd (tempering) e
0épuavon oe Bepuokpacio apketd younAOdTEPN €Keivng Tov peTacyNUoTIcHoD. H
Beprikn avt) KoTepyacio odnyel oe €101KN UIKPOOOLT), KAAOVUEVT] ETAVAPEPLEVOCS
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popteveitng (tempered martensite) pe KOPLOL YOPOKINPIOTIKE TIG LYNAES TUUEG
avTOYNG Kot SuoHpaveTOTNTAG.

Ot vovmnywkoi ydAvPec moapackevalovior cuvimg pe po omd TIc akOAOVOES
pebooovc:

- Avowg pAroyokapivov (open hearth furnace)
- Boaowrg o&uyovov (basic oxygen furnace)
- Hlextpwng kapivovo (electric furnace)

Tehevtaio, pkpéc mooodTNTEG VOuTNYKoD YOAvPa Tapackevalovtol Kot pe GAAES
veotepec peBodove, Ommwg pe avdmnén pe 1060 o kevd (vacuum-arc remelt), pe
avatnén niektpookwpinong (electroslag remelt) khm.

Kot v mopackevn tov ydAvfa, 1 onUavtikotepn avtiopaon omnd HETUAAOVPYIKN
okomd givor gkeivn 6mov o dvBpaxag Kot T0 0EVYOGVO evdvovTol Kol dnpovpysital
aépro. H dadikacio amoleidmong (deoxidation) amotedel onpovtiKod mwopdyovto omd
tov omoio e€aptdtor 1 mowOTNTA TOL VouTnywkoy ydAvPa. Etotr dakpivovior ot
aKOAOVOEC TpEig TOLOTNTES:

- O mM\pwg kadnovyoouévog xdAvPac (killed steel), o omoiog sivor teAeimg
amoEEWMUEVOG KOL TOL OTOIOL 1) OUOOYEVNG WETAAAOVLPYIKT) OOUn TOV
KaB1otd KatdAAndo yio Toyd eddopata. H anoéeidmon emroyydvetotl pe v
npocHNKN oTorKElV OT®G TO TLPITIO 1) TO CAOLUIVIO.

- O mepBopraxdg ybrvPag (rimmed steel),o omoiog efvar  eldyiota
amo&eldopévog Kot 0 omoiog mapdyetal cuvibwe og moyn péxpt 12,5mm. H
YPNON TOL GTY| VOUTNYIKY Elval TEPLOPIGUEVT GE dEVLTEPEDOVGES KATAGTKEVEC.

- O nukadnovyacuévoc ydAvPoc (semi killed steel), otov omoio mpootiBeTan
HIKPOTEPT] TOCOTNTO OMOEEWOMTIKOV GTOLYEIOL GE GUYKPIOT UE TOV TANPOG
kafnovyacuévo. Eivar kaAvtepng moidtntog omd tov mepbwprokd. Adym tov
YOUNAOTEPOL KOGTOVG TOV, €V GYECT UE TOV KOONOLYOGUEVO, ATOTEAEL TNV
TO10TNTA TV GLVINO®V VOLTNYIKOV YOAOP®V.

O mepiocdTEPOL vavmnyikol ydAvPeg ovviBovg avtoyng mPOSPEPOVTOL GTO
eEUTOpl0 opEomg peTd v ev Bgpud eEEhaon tovg. Omov, Ouwmg amotteiton
xoAvBag  vynAng  dvcsBpovototnrog  (my. € KPICIMES  KOTOOKEVECS),
npodlaypaeetor  cuviBmog Kor M Bgpuikn  kotepyacia g eEopdivvong
(normalizing). EmumAéov givar dvvat 1 araitnon Aentoéxokkov ydAvPo KAt Tov
EMTLYYAVETAL LE TNV TPOGONKT TOGOTNT®V GTOYEIV OTT®MG oAoLUiIVIO VIOP1o Kot
Bavadio.

Ievikd  ocvvimoapén Aentdv KOKK®OV, TAPOVS Kabdnohyaong Kot eEopdivvong
odnyel oV Tapackevn YdAvfo TOAD LVYNANG TOOTNTAG.

Ot doxyég mov yivoviow Yy T OWOMIGTOON NG EMEAPKEWG TOV UNYAVIKOV
WBOTNTOV £lval aVTEG TOV EPEAKVGHOD Kot TNG KPOVGNG KOl TIG TPOJLAYPAPOLY Ol
Nnoyvopoveg®.
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2.2 2YTKOAAHZH - KATAZKEYH *KA®OYX**!

Kotémy g emhoyng tov KaTdAANAOL TOTOL VOVTNYIKOV YOAvPa emidéyetan 1
néBodo¢ cuyKOAANoNG oL Ba ypnoyomondel yio v avéyepon tng YAoTPAG Kol TV
AO®V TUNUATOV TOV GKAPOVC.

AxorovBmvtag TIG mpodloypapég Kot To TPMTOKOAAX Tov opilel 0 €KAOTOTE
Nnoyvopovag  ywoo TNV TPOETOAGIO. TNG OGLYKOAANGNG, TIG OLVATOTNTEG TOL
Navanyeiov Kot Tov TPOGOTIKOD TOV, EEKIVAEL 1] AVEYEPOT).

Oua ™G TapoLSNS OWMAMUATIKNG epyaciag gival n mapovsioon TPV peBOdwV
OLYKOAANGEMG e gvpeia epappoyn ot Navmnykn.

1. Tr ovykoAinon Pubicpévov 16Eov (Submerged Arc Welding, SAW)
2. Tnv niextpocokmprokn cvykoiinon (Electroslag Welding, ESW)
3. Trn ovykoAinon Electrogas Welding, EGW

Kot ot tpeig pébodor elvar davikég yuo peydAov mayovg erdopota eved ot 600
TEAEVTOIEG Y10l TIC KATAKOPVOES GUYKOAAGELC.
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3. 2 YT KOAAHYXH BYOIXMENOY TOEOY

(SUBMERGED ARC WELDING, SAW)

H ovykdAinon PovBiopévov t6Eov eivar pa péBodog cuyKOAANoNg NAEKTPIKOD TOE0L
TOV XPNOIUOTOLEL £val 1] TEPLGGOTEPA NAEKTPIKA TOEA HeTAlD VO 1| TEPLGGOTEPMYV,
Yopic emévovon, NAEKTPOdi®V Kol TOv TPOoG GLYKOAANSM Poactkov petdiiov. Eva
OTPMOUA KOKKIDOOVG, EDTNKTOL DAIKOV TOU OVOUALETOL GLAMTOCLO, TPOGTATEVEL TO
100 kol 10 Mopévo pétoiro. To mpootiBépevo pétadro mopéyetar amd TO
NAEKTPOOI0 KOl OpPOUEVEG QOpES, Ommg Bo dodue ot ovvéyeln, Kot omd
CUUTANPOUOTIKEG  TYEC  Omwg  paPfoovg  ovykOAAnone. Eivar  ocvvnbog
QLTOHOTOTOMUEVT, UEBOSOG Kol TPaypHoTomoleital Yopic epapuoyn eEOTEPIKNG
nieong. AvamtoyOnke oto téhog g dekaetiog Tov 1920 kot mapovoibotnke apyég
™G EMOUEVNG LE TNV ovopacio under powder welding ko smothered arc welding yo.
M GLYKOAANGT TG SLoNKNG Paeic HEYEANS Stapétpov cafgvovi

3.1 APXH AEITOYPI'IAY

H pébodog cuykdAinong Pubicuévou 10Eov a&lomotet m Beppdtra evog nAEKTPIKoD
t6&ov mov dnuovpyeiton peTad evog cLVEXOVS TPOPOSOGIaG NAEKTPOSIOV KOl TV
TPO¢ GLYKOAANoN Tepayiov. H Beppuotnto ket v emdvela Tov factkod LETAAAOD
Kot v akpn tov mAektpodiov. To kduevo mAektpdolo, pécm Tov TOEOV,
petagépetor ot pila ™G GVYKOAANONG Kot omoteAel TO TPooTIBEUEVO UETOAAO
ovykOAong. To tnypévo pé€taAro mpootatedetonl omd TO TEPPAAAOV LE TO
CVAMTOG O TO OO0 KAADTTEL OAOL TNV TEPLOYN GLYKOAANONG (Zymua 2).

> FROM
MOLTEN  ELECTRODE FLUX

FLUX

\\f

//"/////%4

SOLIDIFIED MOLTEN \
WELD METAL WELD METAL ARC PATH BASE METAL

DIRECTION
—

OF TRAVEL

4 GRANULAR
u%-nux
142 v, BLANKET

Zympa 2: Zynprotiky averapdoetoon cuykoiinong fudiopévov r()ém)[n]

KodamoBapdakog AnuntpLog TeAiba 13



AtmAwpatikn epyacio - SAW / ESW / EGW

To ovAAiimoopo TANGIOV TOL MAEKTPIKOL TOEOL THKETOL KOL OVOULYVOETOL UE TO
MoPEVO PETOAAO TPOCTOTEVOVTOG KOl €VIGYVOVTAG Tr oLYKOAANom. To Awpévo
oVAMTOcHo €lvol eA@POTEPO ATO TO TPOCTIOEUEVO UETOAAO KOL EPYETOL OTNV
EMPAVELDL ONUOVPYDVTOG M0 TPOOTATEVLTIKN empdveld. H teAkn ocvykOAinon
Bploketon kdT® 0md TO GTPOLO TOV GLAMTACLATOG KOt Y10, TO AOYO AVTO OVOUACTNKE
BuBiopévou to&ov (Zymua 3).

Heat of the arc melts the Fux covers weld
wirg, flux and plate zone in front of wire
Fused flux shapes and
protects weld metal

1

Type 3: Zynpatikny avanapdotoct cvykéiinong podispévov 16Eov
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3.2 APXH THY ATAAIKAYTAY

H pnyavomompévn ocvykdéiinon to6ov pe yopuvd ovppo OeV TPOGPEPEL OTIS
OLVOEGEIC VYNAEG 1010TNTEG AVTIOYXNG, EVO 1 UNYXOVOTOUUEVY] GUYKOAANGN UE
EMEVOEOVUEVO MAEKTPOOI0, €ENTIOG TOV TOAADV TEYVIKOV OVOKOMAOV Kol TNG
YOUNANG amddoong dev undpece va avamtvuydel. Movo pe v tpoddnon g neddoov
ovykOAAnong Pubiocuévovr t6ov (KAT® amd CLVAMTOGUHA) HE YOUVO MAEKTPOSI0
EMETPEYE TN LUYOVOTOINGT TNG GLYKOAANoNG TOEOL.

H pnyavn ovykdiinong Pubildpevov 1000 TopovctdleTon GTO TOPAKAT® OO
EmMuo 4)  omoteleiton amd O Yyouvo MAektpdolo (1) mov extvAicoeTon amd TO
TOUTOVO (2) EAKOUEVO ammd TO. pAOLAN (3) TOL TEPIGTPEPOVTOL SLAUEGOV NAEKTPIKOD
kwnipa. [Ipo tov nAektpodiov epéet and to ywvi (4) To cLAAiTacua (5) og popen
oKOvg 1o omoio mailer Tov {00 poro pe v emévovon ot niektpodw. Ta
KOAOHpoTo ond eAdopata (6) TPOPLAACCOVY TO SICKOPTIGUO TG OKOVNG TPOG T
nAdye. To mlextpikd 160 KoAdmTeTow omd TO OSVAAmoocpa. To nrduevo
oVAMTOGHa Tov AapPdvel yOpo ot SOKOGI0 GLYKOAANGNG EMTALEL TAV® GTNV
EMPAvELL TNG KOAANONG e LOPPT) OKOVPLAG, 1 ool KOADTTEL TV KOAANGN WE TO
otpoua (7) To omoio VKOAN OmOGVPETOL PE LETOUAMKT Bovptoa. To mAedvaso TOV
CVAMTAGLOTOG amoppo@dTat pe Tn Pondeia Tov aymyov (9) kol Tpoweiton Eava 6To
xovi (4). Ot ayoyot (10) kou (11) doxetevovy o pedpa 6To NAEKTPOOIO KOt GTO TPOG
ovykOAAon aviikeipeva. To vroomprypna (12) mpoototevel TO HETOAAO TNG
KOAANonG (13) amd v expon ToL 6TV GAAN TAELPAL.

Tyipae 4: Meprypaor cuvicToc®v pedédov’™
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3.3 EOAPMOTI'H THX MEOOAOY

H mo onpoeing epappoyn tg pebddov eivar n unyavomoiquévy dmov o te(VITNG
napokoAovBel tn ddikacio cvuykOAANoNG kot eivor oe Béom vo eméuPer oTig
petapintég me! AP (Syfua 5).

Tympa 5: Mnyovorompévny e@appoyn e pedoodov

Agbtepn oe Onuoedio epappoyn g peboodov eivar M avroparomoinuévy Omov 1M
Aertovpyio TG GLYKOAANGONG TPOKVTTEL OO TO AT £vOG TANKTPOL (push-button
operation). H gpappoynq mg peboddov ce muioavtdpatn kA{poko ov Kot pmopel vao
epappootel dev £xel yvopioel gupeia yprion kot amodoyn. H pébodog dev umopet va
EQOPUOCTEL YEPOVOKTIKA O10TL Elval 0dVVOITO Y10l TOV TEYVIT GVYKOAANTY| var EAEYEEL
Kol va kofoonynoet Eva nhektpikd 16Eo 10 omoio dev PAEmeL.

H ovykodinon Pobiopévovr to6cov sivar mepopopévaov  Bécewv  dradkocio
ovyYKOAANoNG. Mmopel va epappootel povo oe emimedn 0éom ko oe opldvtia
dwataln pe evkoAio. O mePlOPIoUOG £YKELTOL GTO YEYOVOG OTL dNUIOLPYEITOL PEYAAN
Mpvn ypévov peTdAAov to omoio oe omoladnmote dAAN B€on Ba KvAovoe pakpld
and 1 évoon. Kdto and e1dwéc ouvOnkes etvar duvatn n cuykoAAnon ot B€om mov
etvar yvoot| og 3-o’clock welding. Avtd pmopei va yiver povo pe ypnion KoV
LUNYOVOV GUYKOAANONG TOL GLYKPATOVV TO GLAMTAGHO KOl TO TNYUEVO UETOALO GTN
cwoT Vg BEon Kot dev emrpémovy T Sapuy Toug ™ (Zyfua 6). H pébodog dev
umopel va epopUOcTEL GTNV KATOKOpLEN 1 opoPiaic BEo.

KodamoBapdakog AnuntpLog TeAiba 16
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Tyipne 6: Mnyaviopdg suykérinong pubiopévov t6¢ov "3-o0'clock welding'!'*!
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3.4 X2YTKOAAHXH XAAYBON

Me t pébodo ocvykorroOvion poiakoi ydivPeg (mild), péong mepiektikdnTog o€
vBpaxa (medium carbon), younAng mepiektikdtrag otoryeiov kpapatog (low
alloy), vynAng oavtoyng, Poppévor Kot emavoaeeppévol  ydAvpeg Kabdg Kot
avo&eidmtot ydhvpec? (ITivaxog 1)

Base Metal Weldability
Wrought iron Weldable
Low carbon steel Weldable
Low alloy steel Weldable
High and medium Possible but not popular
Alloys steel Possible but not popular
Stainless steel Weldable

Hivaxoeg 1 Zvykéiinon petdrihov pe cuykorinon pvdispévov t6ov

MétoAla pe moyn petad 1,6 mm €éwog 13 mm (1/167°-1/277) umopodv va
oLYKOAANB0VV Ywpic kapio mpoetoluacio TV AKp®V TovG. Me mpogtolpacio Tmv
OKLMOV TOVG UTOPOVV Vo GLYKOAANO0VV e éva TEPAGHO VAKE e moyn ond 6.4 mm
g 25 mm (1/47-1""). Me m dvvatdTTa £QUPUOYNG TOAATADY TEPAGUATOV TO
HEYIOTO TTAYOG LETAAAW®Y TTOV UITOPOVV VO, GLYKOAANB0UV glval TPAKTIKA AmEPLOPIGTO,
(ITivaxag 2).

Héxos 1 Gich 005 015 062 125 316 % 38 % % 1 2 4

Evépyewa mm 13 4 1.6 32 4.8 6.4 10 12.7 19 25 51 102

203

‘Eva népacpa xmpic
SLUOPPOCT AKUDV

‘Eva mépacpo pe
SLUOPPOCN AKUAV

A

TToAMomhd

A

TEPATOTA

v

Hivaxaeg 2 Evpog mayovg yro cvykéiinen foOiopévov t16Eo0v

IMa op1lovTieg avyeVIKEG GUYKOAANGELS TO TAYOC TV EAUCUATOV UITOPEl Vo etvart €mg
9.5 mm (3/8"") evd ywo Ti eminede aVYEVIKEG GUYKOAANGELS Umopel va @Tdoet Ta 25
mm (17), (Ziue.7) .

— PRE-PLACED
/ FLUX

WELD

/
. i

AT
|
| >
o E

S
12" SECTION A-A

Tyipa 7: Erinedn ovyeviki ovykérinon pudiopévov toEov!™!
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3.5 EIAH XYNAEYXYEQN

¥ pébodo cvykdAAnomg Pubicpévov TOEOL UTOPOVV VAL EQAPUOCTOLV Ol 101EG
OXEOI0OTIKEG AEMTOUEPELEG TTOL YPNOLLOTOOVVIOL KOl OTY] GLYKOAANGM TOEOL LE
xPNO™M EMEVOEOLVUEVOV NAEKTPOdiwV. QQ0TOGO Yoo TN HEYIOTN YPNOUOTOINCT Kol
amodoTIKOTNTO NG UEBOOOV OmAUTOVVTOL OLUPOPETIKES GYEONOTIKEG AETTOUEPELES
OGOV apopd TN SOUOPPMOT TOV OKUOV TOV TPOG GCLYKOAANON TEHOYIimV.

211¢ ovvdéoelg e KAelot cuPoAn (square groove weld) To péyloto mhyog TV mTpog
ovykOAANon Tepayiov dev mpénetl va vrepPaivel Ta 16 mm (5/87"). Tlépa amd avt
TNV TN OToUTEITOL KOTAAANAT SIOUOPPOON TOV OKUMV.

2115 ouvoéoelg e avolktn oupfBoAn (open square groove weld) amatteiton n ypnon
emuoAvmTpag (backing strip) yio T cvykpdnon tov Typévov petdiiov. Kartd
OLYKOAAN O TaYOTEP®V EAACUATOV, AVALOYO LE TO SLAKEVO, 1| EMKOAOTTPO. UTOpPEl
va apalpedel. Qotdco edv ivar embBounty cLYKOAANOT TAPOLS dleicdvong amd
pio TAevpd  ¥p1oN EMKAAVTTPOS Elval amapaitnTy.

Yuviotopeva €i0n cvvoécemv e  ovykOAANoT Pubicpévou t0Eov Tapovoidlovtal
OTIG EMOUEVEG EIKOVES (ZyMua 8-9).
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ZuykOAAnon pe avoikt) GLUBOAT 0o T pie TAELPE

<—R MAX.
[T 5/16 --‘-1—1/16 MAX. 0
- § MAX. Y i
i i B, RGN, " ¢ ¥y
| Ly T e Ir
REMOVABLE T MIN. ¢
BACIING T =5/16 MAX.
R=1/32WHEN T =16 TO 12GA T = 5/16 MAX.
R=1/16WHENT=10TO 7GA
R=1/8 WHEN T =3/16 T05/16

Zoykdiinon pe avotkti) cUUPOAT| Le ¥pon ETKOADTTPUG

¢ _H_\—:-f_\!*—HB MIN. * Tr\—l“ 1/8 MIN.

yamax. [ { [ ]_i T = 3/8 MAX. N |
t s 3/8 ;/IIN. ! ]__)

L as

MIN.

—J 1 I-*—MIN.

ZUYKOAANGOT HE avOIKTI] GUUBOAT KOt 070 TIG 00 TAEVPES

: ~H T |+
e s U
I
i

= o e |

L»-‘

-

1/32 MAX.
1/8TO5/8

R
-

ZoykoAnon amhol V ouyKoAOUUEVO KL 070 TIG 000 TAEVPES

L%\Q 45° MIN. # %\V;:/as" MIN.

1/4TO
Sl \l{ §  12701-172 L_.A\;ﬂ___m e
3 —ff1/32mAx. 4 } e
STk 1/8T0 3/8 MAX. S
[ ovykodAAnon TApoug dieicdong 1/8 TO 1/4
Q70 T 0 TAELPGL omonTeiton 1) ypion
EMKOADTTPOG

Zyina 8: Eidn cvvdécemv pe suykéiinon pudiospévov toEov!
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LuykoAnon ovotctiic GuUPoANG omo ) Wie TAEUPE L ¥pTion ENKOATTPOG
T 0 e
EF \ / T
| S

%—l i 45° MIN b
1/4 MIN. R ! A
—_— 14MIN, gl le—

T TROMIN] X MIN,
17470 3/8 Ne | 4% : .HT1 /4

OVER3BTO3/4 | 316 | 30° s L_l

OVER 3/4 5/8 5 1/4 MIN,

ZuykdAnan tomon dirhov V kot o T1¢ 500 TAEpEC
A \WW MIN.
A

HaZMAX— —
ﬁ HEWS 1116 MAX.

45° MIN.

45° —1/4 MIN.

T

FOR HORIZ. POS.

Tuykoanon amhod 1/2 X cuykorhoOHEVO Kot 0o TIG G0 TAEVPES

1/16 MAX.
-
45° + 45°
~——
—1/8 70 3/16

2uykOAAnon omhol V GuYKOAOULEVO 0O T UL 1) Ko 4o TG 000 TAEVPES
20°

20°
Sk \/ MAX. \/

A"

\\/ 1/4 R MIN.
14 R }

MIN. Es _1/4

MIN.
! 14 4
1/32 MAX, — — 1/4 MIN. 1/32

MIN.
MAX.

Zyina 9: Eidn cvvdécemv pe suykérinon pudiopévov t6cov!'
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3.6 HAEKTPIKO KYKAQMA YXYI'KOAAHYHY

g punyovég ovykoAnong Pubiopévou t0Eov ypnoylomoteital gite cvvexég eite
EVOALOOOOUEVO PEVLLO. LTIG TEPIOCOTEPEG EPAPLOYEG CUYKOAANONG LE EVOL NAEKTPIKO
t6&0 mapartnpeital n xprion cvveyovg pevpatog (DC), evd 1 aArayn TOMKOTNTOG GTO
NAEKTPOOL0 glval GLVIONG TPOKTIKT GTO GLVEXES PEVIOL OTOC KOl GTO EVOAAUCTOUEVO
[direct-current electrode positive (DCEP), & electrode negative (DCEN)]!!.

H yopokmmpiotikny otabepng taong tov punyoavov otabepod peduotog givor 1 mo
ocuvNONG epapuoy TG cLYKOAANoNG Pubiouévon TOEOL Yo NAEKTPOSIOL SIAUETPOL
uikpotepng amd 3.2mm (1/8inch). H yapoaxktmpiotiky] otabepod pedpotog oTIC
UNYOVEG GUVEXOVS PELLOTOG GLVIOME YPNCLOTOLEITOL VIOl UEYOADTEPNG OLUUETPOV
niektpodia and 4 mm (5/32 inch). O €heyyog Opmg ™G GLYKOAANGONG givat OVGKOAOG
dotL amouteiton n SoTNPNON TOV NAEKTPIKOL TOEOL Ge por cuykekpipevn tipn. O
AVTOUOTOS TPOPOSOTNG TOV NAEKTPOdiov Ba Tpémet va diatnpnoel otabepn tdon otV
dcpn Tov T6EOL Kot va dtotnproet otabepn TV TPoPodocia Tov nAekTpodiov. Kabog
ot ovvOnkes aAralovv, N Tpogodocia mpémel va avénbel 1 va elattwbel wote va
dwtmpnBelt n tdon oty adkpn  tov TOEOL. AVTO TEPWMAEKEL TN OOIKAGIOL
OLYKOAANGONG O10TL TOL GUGTILOTO EAEYYOV OEV UITOPOVV VO OVTIOPAGOVV aKoploia.
Emiong otic unyovéc ocuveyohg pevUATOS TO AVOUUO TOV TOEOL givar o 0VGKOAO
Tt amonteiton emmALOV  UNYOVIGUOG (reversing system) yio TO GVOUUO, TOV
TEPLOPIOUO KoL TEAOG TN STNPNON TG KOTAAANANG 6Tafepng TAons Tov TOE0V.

IMa g pnyovég evaALaGGOUEVOL PEVLOTOG 1) YOPOKTNPLIOTIKY oTafEPOD PEOLLOTOG
etvar avtq mov ypnowomoteitor. H yapoktnpiotikn otabepod pevpatog Ppioket
EPAPLLOYY| KOl O TEPIMTAOGELG TOAAATADY NAEKTPOII®V e NAEKTPIKA TOEQ GLVEYOVGS
Kol evVaALOooopEVOL pevpatos. H yapaxtnpiotikn otabepnc tdong mapoia ovtd
umopel vo. epappootel 0toV dV0 MAEKTPOSIO TPOPOSOTOLVTAL A pio. Unyovn
GLYKOAANOTG.

Ot unyavég ovykdAinong Pubicpévou toEov Acttovpyovv o €va 0pog PELLLOTOG OO
50 A ¢mg 2000 A. O meprocdTEPEG GLYKOAMGELS Tpaypotonotovvtatl and 200 £mg
1200 A.

3.7 EEOINAIRXMOX MHXANHY YXYT'KOAAHYXHY

O Baokds eEomMaog mov amorteitol yo T cvykOAANom Pvbicpévou tdEov (Zynpa
5) amoteheitan amd T yevviTplo cuykoAAnong (power source AC 1} DC), 10 cbotnpa
npodOnonc niektpodiov (wire feeder), Tov mivaka EAEYYOL Kot TOV UNYOVIGHO OPNG
Tov 100V (auto torch) yio avTOUATEG GUYKOAANGELS 1 TO TGTOAL cLuYkOAANoNG (hand
held gun) vy MNUOVTONOTEG OCULYKOAANGELS, TO UNYXOVIGUO  TPOPOSOGinG
ocvAMmdopatog (flux hopper) kot téhog to pnyaviopd Kivnong eite g pNyOvNg
OLYKOAANOTG EITE TOV TPOG GLYKOAANGT TEUAYIWOV.

Otav ypnoonoteitor n YoapakmPIoTiKy otafepod pevUATOC, £ite 0T0 cLVEXEG gite
0TO EVOALAGGOUEVO PEVUX, £va GUGTNHA OlTPNOoNG oTafEPN TAONS TPOPOOOGiNG
NAEKTPOSioL TPETEL VO P oLoTon el .
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Z£hyn YEVWNTPLOV UE UETACYNUATIOTEG 1 avopBmTES cuVNB®G YPNOILOTOIOVVTOL LUE
TOVG TEAELTAIOVS GE WEYOADTEPO TOCOGTO. TO €0POC AELTOLPYIOG TOV UNYOVAOV
ovykoAAnong eival amd 300-1500 A evd pmopel va cuvdeBovv moapdAinio peTa &y
TOVG Y10, EPUPUOYES UE UEYOADTEPEG OMOLTIOELS. ZVVEYEG PEVLLOL XPNOILOTTOLEITOL OF
NIV TOLOTES EYKATOGTAGELS EVM TO EVOALAGCOUEVO PV KOTA KUPLO AOYo PBpioket
XPNON OE UNYXOVOTOMUEVES KOl OVTOUOTEG E£QOPUOYEC. ZVOTHUOTO TOAAATADV
NAeKTpodiv  amoutohv  €0IKA  MAEKTPIKA — KUKAMUOTO  OTNV  EQOPUOYN
EVOALOCCOUEVOL PEVULOTOG,

Mo nuovtopateg epappoyég ypnoponoteitar éva moTOAM cLYKOAAN oG (cav NG
nefddov GTAW ) tpomomompévo e tétolo TPOTo MGTE VoL TAPEYXEL TO NAEKTPOSIO TO
PEVLULO e KAAMOLO KOl TO CLAMTAGHO HECH EVOG LKPOV 0lGKOD TPOPOSOGTag (XML
10). H mapoyn cvAlmdopatog yivetar pécsm g Papdtrog. Adpopor unyaviopoi
EMTPEMOLVV TN POT] CLAMTAGUOTOG KOTd TNV Evapén TG GLYKOAANONC.

[11]

Yympa 10: Hpevtopatn ovykorinon pudispévou toov

2TIC VTOHOTEG LOVAOEG O UNXAVIGUOC aeng Tov To&ov (torch), o TpoPodOTNS TOV
niektpodiov (wire feeder) wot 0 TPOPOSOTNG GCLAMTACUOTOC — OITOTEAOVV
aVOTOCTOGTO TUNUO TG UNYOVIG OLYKOAANONG. O Tpopoddtng emmAéov umopel va
dwbétel o payvntikny BaAPida, mov avoiyet ko kAetvel, 1 omoia eAEyyeTOL OO TOV
mivaxKo eEAEYYOV.

To tehevtaio e€dptnua Tov e€omAopov mepthapfavel cuvnBmg kol Eva eopeio Tov
pmopel va etvon évag amhog pNyOVIGHOG HEe POdEG 1 Kol U0 TOADTAOKT Hnyovn
petagopds (Zymua 11). H povada tpopodociog GLAMTAGHOTOS upmopel v
nephopPdvel Kot punyavicpd avoppoenons e mEPIGOEINS CLAMTAGOTOS TOL JEV
ovppeteiye ot ovykOAAnon. Ot unyavég cvykdAinong Pubicpévov tO&ov pmopovv
va eomMoTtovv Kol e GAAEG cvokevég Omwg seam followers, weavers or work
movers.
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Zp7-1001GET

Yympa 11: Myyavéc ovykéiineng poBiepévov t16Eov
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3.8 HAEKTPOAIA KAI XYAAIITAXMATA

INo mv mpaypotonoinon g ovykOAANong Puvdiocpévov tdGEov Onmg €idape kot
TOPOTAVE® YPNCILOTOIOVUE £V KATOVAAMGKOUEVO NAEKTPOSIO0 Kol TO cLAAITacua. O
Apepwcdvikog Opyaviopds Zoykoiinong (American Welding Society, AWS) opilet
TIC TPOJLYPAPES TTOVL TPOSLYPAPOLY £V, GOGTNIA TLTOTOINGNG Yol TO GLAAITAGHO
ko o nhextpodialt>1617,

To cvAAinacpa weprypdeetal amd to Aatvikd ypappo F (flux) kot cuvodevetar amd
éva dwymoto M Tpynelo aplBud Tov VIOJEIKVOEL TO EAIYIGTO OPlO OVIOYNG OE
epelkvuoud o mieon 10.000 psi. 1 cvvéyelo Eva YPALUO DTOSEIKVOEL TO €100G NG
Oepuikng katepyaciag mov mpayuatoromonke yio v a&loAdynon g GLYKOAANGNG.
To A vmodeikviel 10 «OM®G mpoékvye omd TN GLYKOAANON» eved 10 P
YPNOWOTOlEiTOL  yloo  «Bepkd  KATEPYOSUEVO HETE TN GLYKOAANGCT». Avtd
axolovBovvtot amd 1 1 2 apBpodg Tov vodetkviovy TV eAdyIoT Beprokpacia (o
°F) mov ekteleitor 1 oK KpoHONG MOTE VO TPOKVYEL amoppdenon evépyetag 20ft-
Ib ( v ehdyot Beppokpacia oe °C g SOKIUNAG KPOLONG MOTE VO TPOKVYEL
amoppoenon evépyewog ton pe 27 Joule). Yrdpyoov oktd SopopeTikég Katatagelg
Yo Vv ovioyn o€ kpovon. H tvmomoinon yw 1o cvlMmdcpoto @oivetol 6To
mopaKato oynuo (Zynuo 12).

MECHANICAL HEAT MINIMUM

PROPERTIES TREATMENT IMPACTS
FLUX 6— 60-80,000 tensile A — as welded 20 ft-lbs @

48;000 F“'"_Yl!?l'fj P — post weld Z— no requirement

22% elong. in 2 heat treated 0— 0°F = —18°C

7 — 70-95,000 tensile

—90°FE = —97Q°
58,000 min yield 2— -20°F 29°C

22% elong. in 2" g _40:': - _4U:C
8— 80-100,000 tensile D oliE = 400
68,000 min yield 6— —60°F = -51°C
20% elong. in 2" 8— —80°F = —-62°C
9— 90-110,000 tensile 10— -100°F = -73°C
78,000 min yield

17% elong. in 2"
10— 100-120,000 tensile

88,000 min yield

16% elong. in 2"

Yympa 12: Tvromoinon cviMrdopatos Katd AWS

To niektpoo1o meprypdpeton and to Aatvikd ypaupa E (electrode) kot akoAovOeitan
and tpia ynoio. Qotoco petd to ypappo E pmopel va vmdpyer 1o ypdupo C
(composite construction) Tov dINAOVEL GHVOETN KOTAGKELT] TOL NAEKTPOSIOV, EVD €QV
dev avapépetar dNAdveL OTL T0 MAekTpodo elvar eviaio. To mpmdto Yynoio tov
KOOIKOD OMADVEL TNV TEPLEKTIKOTNTO GE LOYVIOl0. XTN OLVEXEWD évag oploudg
INA®dVEL T0 TOGO0TO eml tolg eKatd oe GvBpaxa. H mapovosio ot cuvéyeld tov
ypappotog K onuaivel 6Tt 10 nAektpodio katd tn YOTELGN TOL £XEL KEPNOLYUCTED
ue mpocOnkn woptriov (silicon Killed). Edv o ydAvPoag eivar dAiov tOHmov 10 Ypdippo
K dev gppaviletar. X ocvvéyeia 600 ynoeio mepypaPovy To. 6ToLyEiol KPAPAT®ONG
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OV TEPLEYOVTAL. XTOV Tivaxka mov akoilovBel mapovoidletor n TVMOMTOINON TOV
nAextpodiov (Zynuo 13).

T CARBON —|_
MANGANESE  ~onTENT  DEOXIDATION
CONTENT % 0.01 PRACTICE
ELECTRODE L — low {0.60 Mn max.) K indicates Suffix which
M — medium (1.25 Mn max.) silicon killed indicates alloy
H — high (2.25 Mn max.) bt
low-alloy steel)

Indicates composite
electrode — omission
of C indicates solid
electrode

Xyfqpa 13: Towomoinon niektpodiov katd AWS

AWS Xnuikh ootacn (Wt %)™

Classification C Mn Si S P Cu°
Low-manganese steel electrodes

ELB 0.10 0.25/0.60 0.07 0.035 0.035 0.35

EL8K 0.10 0.25/0.60 0.10/0.25 0.035 0.035  0.35

EL12 0.05/0.15 0.25/0.60 0.07 0.035 0.035 0.35

Medium-manganese steel electrodes

EMI12 0.06/0.15 0.80/1.25 0.10 0.035 0.035  0.35

EMI12K 0.05/0.15 0.80/1.25 0.10/0.35 0.035 0.035  0.35

EMI13K 0.07/0.19 0.90/1.40 0.35/0.75 0.035 0.035 0.35

EMI15K 0.10/0.20 0.80/1.25 0.10/0.35 0.035 0.035  0.35
High-manganese steel electrodes

EH-14 0.10/0/20 1.70/2.20 0.10 0.035 0.035 0.35

* Ot povég Tipég givor ot uéytoteg

® T AEKTPOSIOL TPETEL VOL AVOADOVTAL Y10, TOL GTOYELR TOV avapéPOVTOL Tapombve. AAko oTotyela mov Tpootidevton o
TPETEL VO avapEPOvVTOL. To 6HVOLO TV TEAELTAI®V GTOLXEIDV KOl OA®Y TV GAA®V GTOEI®V TTOV dev €xovv TpooTedel
OKOT®G dgv mpénel va vrepPaivet to 0.50%.

¢ To dp1o 611 GVYKEVTIPOOT TOL XOAKOD TEPIAAUPBAVEL Kot TNV EXEVEVON OV PTOPEL VoL EQapHooTel 6To NAekTpdd10

Mivakag 3: Xnuikn ocvotaon nAeKTpodiov katd AWS

Onwg &povpe avapépel T0 GCLAATOCUO KAADTTEL TO NMAEKTPIKO TOEO KOl TO TNYHEVO
pétaAlo amd 1o atpoc@apikd ofvyovo kot alwto. To cvAlimacpo mepiExet
avToEeOTIKE Kot dALe kKaBaploTikd otoryeior Tov BonBodv 6TV AmMOUAKPLVOT TOV
aKafapoidv and 10 PETAAAO NG cLYkOAANoNG. To cuAAMmacua eniong amoTehel Kot
éva LEGo apoyns otoyeimv kpapdtmong ot 10w ) cvykdAAnon. Ta ida otoryeia
KOl AVTIOEEOMTIKG UTOPOVV VoL TPOGd0BovV Kot omd To NAEKTPOSI0.

KaBadg 10 ™ypévo cvAlMmacpo yoyetor omuovpyel po voAdon empdveld mTov
KOAVOTTEL KOl TPOOTATELEL TN GLYKOAANON. H vodkddng avt) empdveio mpémel va
amOpaKpLVOEL amd TV empdvelo ™G TeEMKNG cvykOAAnons. H amoyduvmon avt
yivetal dveta Petd TV Yo&n Tov GLAMTAGHATOS Y®PIg Kapia Wlaitepn Tposmddeio
(Exnpo 14).

KodamoBapdakog AnuntpLog TeAiba 26



AtmAwpatikn epyacio - SAW / ESW / EGW

Yympa 14: Agaipeon TNYREVOD CVAMTACRATOS

To tyuévo cvAhimooua mov agotpeitor Tpénel vo, amoppintetal 10Tl Ta oToLKEln
KPAPAT®MONG Kol To AVTIOEEIOMTIKA TTov Tepielye Exovv Katavormbei. To cuAlimocpa
oL OV €Yl TNEEL KOl EMOUEVMG OEV £YOVV EMNPEACTEL Ol 1010TNTEG TOL UTOPEL Vol
ovAleyxBel kKo va EavaypnooromBel. Xe Epguva mOL ONUOCIEVTNKE GTO TEPLOOKO
Welding Journal™ moapovoialetar 1 dvvardmta avoxdkhoong Tov TypévoL
CLAMTAGOTOG Kot emavaypnolponoinong tov. To k6ctog and T ypnoyLoroinon
AVOKVKAOUEVOL cLAMTAGHatog @Tdvel ¢ kot to 50% tov KOGTOVG OYOpPas
KOVOUPLOL GUAMTAGHOTOG. XNUKEG AVOADGELS KOl PUNYOVIKEG OOKIUEG TTOL £Yvay
KOVOTTOINoOY TI§ OTOLTHCEL, TOV OPYOVICUDV ovykOAAnong (AWS, ASME) —
(ITivaxeg 4-5).
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Certification Deposit Analysis

AWS First Second Third Fourth Fifth Sixth
Element Requirements Recycle Recycle Recycle Recycle Recycle Recycle
Carbon 0.05/0.15 0.07 0.06 0.05 0.08 0.05 0.06
Managanese 0.8011.25 1.15 1.08 0.9 1.03 1.25 1.14
Silicon 0.10/0.35 031 0.29 0.32 0.33 0.21 0.25
Sulfur 0.030 max. 0.019 0.021 0.026 0.021 0.011 0.012
Phosphorus 0.030 max. 0.018 0.027 0.016 0.019 0.021 0.015
Copper 0.35 max. 0.21 0.22 0.25 0.18 0.25 0.23
Continuous Qualification Mechanical Test Results
ASME First Second Third Fourth Fifth Sixth Seventh
Requirements  Recycle Recycle Recycle Recycle Recycle Recycle Recycle
Tensile Test 58 ksi Min. ~ 72.9/73.4 ksi  70.7/71.7 ksi  70.7/69.2 ksi  74.4/74.0 ksi 714728 ksi 71.9/72.2 ksi  74.4/74.4 ksi
Type Reduced Sec. Reduced Sec. Reduced Sec. Reduced Sec. Reduced Sec. Reduced Sec. Reduced Sec. Reduced Sec.
Location ~ N/A - Base Metal  Base Metal  Base Metal  Base Metal  Base Metal ~ Base Metal  Base Metal
Nature N/A Ductile Ductile Ductile Ductile Ductile Ductile Ductile
Bend Tests  Per QW-163  Passed Passed Passed Passed Passed Passed Passed
Type Per QW-462  Root/Face Side Root/Face Root/Face Root/Face Roat/Face Root/Face
Certification Charpy V-Notch Test Data in ft/lb
Charpy First Second Third Fourth Fifth Sixth
W-MNotch Recycle Recycle Recycle Recycle Recycle Recycle
Impact Results Results Results Results Results Results
Values ft/1b ft/lb ft/1b f/lb ft/lb ft/lb
Use 33 17 17 42 18 57
Use 40 52 23 50 29 63
Use 44 69 53 54 58 86
Average 39 46 31 49 35 69
Test Temp. —20°F —20°F —20°F —20°F —20°F —20°F
Hivakag 4: AvvatoTNTO YPNCLHOTOINGNS UVIKVKAMUEVOV CVAMTAGNOTOS
Certification Mechanical and Radiographic Results
AWS First Second Third Fourth Fifth Sixth
Requirements Recycle Recycle Recycle Recycle Recycle Recycle
Data (ksi) (ksi) (ksi) (ksi) (ksi) (ksi) (ksi)
All-weld-Metal
Tensile
Yield 58 min. 63.6 60.9 61.7 63.2 58.7 61.4
strength
Tensile 70/95 72.5 71.8 73.6 74 70.6 74.9
strength
% Elongation 22 min. 32.5 33 32.5 31 31.9 29.7
% R of A MN/A 67.9 70.8 72.6 70.9 73.9 70.1
Radiography
Results See AWS AS5.17 Passed Passed Passed Passed Passed Passed
Method
E142
Hivakag 5: AvvatétnTa YPNCLROTOINGNS AVAKVKAMUEVOVL CVAMTAGNOTOS
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3.9 AIAKPIZH SYAAINAXMATON"

Ao Vv Aoy Tov TPOTOL TAPUCKEVNG, TO CULAMITACUATO SLOPOVVTOL CE THKONEVH.
Kot pn mrépeva (kepopikd kot piktd). To cvAlmdopota mopackevalovtol amod
opuKTO VAIKE pe ™EN oe KMPAvovg mAektpukodg M eAoyoPoiovg (Tnropeva
CVAMTAGHOTO) 1 UE TUPOGVGGMUATMOT (KEPAMKA CVAMTAGHOTA). To KEPOUIKE
oLV 0BG TEPLEYOLY PETAAMKEG TPOCHNKES, KUPIMG paryyaviov Kal Topttiov, o omoio
EVIOYVOVTAL L€ TVPOGVOCMUATMOT GE GYETIKA younAn Bepuoxpacio, yevikd, KaTm
tov 800°C. Ta kepapkd cLAMTAGHOTO, LE TLPOCVGCOUATOOT, GE Beppokpacio
v ond 1000°C dev mepiéyovv petoAkés mpooOnkeg kot  ovopalovrol
TUPOGVCCOUATMOUEVO, COAMTAGLLOTOL.

Yoppova pe TG vmodeigelg tov Aebvoig Ivotitovtov Zvykoiinong (AIX) ot
dpopot TOTO1 GLAMTAGLATOV GLUPBOAILOVTOL WG EENG:

F — cvAAimoopo tnropevo
B — ocvMAinacpa kepapukod
M —cvAdimocpo piypotog

To cvAlitacpa piypotog pmopet vo etvar eEredBepo pnyavikd piypo tov tmKOUEVOV
KOl TOV KEPOUIKDOV GLAMTOCUAT®OV, OT®G €miong kol €0KEG TPOSONKES Ty, U
petoAlikés. Extoc tov avaeepBéviov copforov mov ocvuPoiilovv tov tpdmo
TOPAYOYNS TOL CLAMTAGUOTOS, 01 LIOJEIEELS Yo TV kotdtaén tov AIX (eyy. XII-
512-70) mpoPrémovv, Tpdcheta Kol TOVG KOIKEG TOV YopoKkTNpilovv TIg 1010TNTES
TOV GUAMTAGLLOTOG.

1. AvOekTIKOTNTO GTN] POPTION pE PEVNA CVYKOAANGNG — TO UEYIGTO PEVUA
ovykOAANong oe Amper (A) mov opiletor amd Tov apafikd apOuod
molamAiactalopevo pe to 100, eivor  emrpendpevn Tun g €VTaong Tov
PEVLOTOG GLYKOAANONG e va GUPLLO NAEKTPOOIOV LE TO OO0 EMTLYYAVETOL
N opBoroyn extéheon g kOAANong (my 1o ovuporo F10 ovuPoriler
CLAMTOGUO TNKOUEVO, TOV TPOGPEPETOL Ylo. TN GLYKOAANOT pE peduo
évtaong 1000 A)
2. IkovotnTo 6UYKOAANONG NE PEYAAES TUYVTNTES — TO CLAMTOGHO EMITPETEL
™ ovykOAAon pe tayvreg avo tov 200 m/h kol kowdwomoleital pe to
ovpPoro S. Emv TEPITTOON CLAMTOCUATOV Y. TN GLYKOAANONM UE
HIKPOTEPES TAXLTNTES, OTO GUUPOAO KATATAENG TOL GCLAMTAGUOTOS OEV
TPOPAETETOL E101KOG KDOIKAS.
3. IkavoTnTOo Y10 6UYKOAA OGN PE KOTAAANAO pEONO
- 0 K®OKOG a, o010 ovuPforo katdtaéng, ovuPoiiler v KavOTNHTO
OLYKOAANONG TOL GLAMITACUATOG e PEVUO EVOAALAGCOUEVO 1| GLUVEYEG,

- 0 KoOowkag b ovuPoriler ™V wKavéTTA TOV GLAMTACUOTOS Yo
OLYKOAANGOT LE GLVEXEG pedLAL

- 0 KOOKaG ¢ ovuPoriler v KavOTNTO TOV GULAAMTAGUATOS Yo, TN
OLYKOAANOT HE AALD €10 PEVUATOC.
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4. Amoutioelg mov agopovv otnv graytotn tdon U g &v kKevd Agttovpyiag
(OVO) g Anyng pevpaTog, yio TNV €yyvmnon g otafepotntog Tov tdEov
GLYKOAANOMNG TN 010 01KAGT0 GLYKOAANOTG.

- 0 KOOIKOG X Y®PIg TEPLOPIGUOVS O1AHTEPA Y10 TYES PEVUATOC LE YOUUNAES
TAoELS TNG €V KeEVD Aettovpyiog (U<65V)

- 0 K®JIKaG y amortovpuevn U>65V

- 0 k®owag z aroutovpevn U=85V

5. H wWomte peTOAAOVPYIKNS OavTidpaocng oT1 YNUIKY] o600TAGY TOV
evamoTIOEPNEVOV VAIKOV, GTNV TEPLOYN TOV PACIKOV TPOosOnkdV, SnAadr| Tov
payyoviov Kot wopiriov.

Ta cvlmdopata, avaroya [E TN O1KN TOLG LETAAAOVPYIKT OPAGTIKOTNTA, UTOPOLV
Vo TPOEEVIIGOLV TTPOCAVENCELG 1 EAATT®OON Tov Mn kot Tov Si 6TIG KOAAAGELC.
Yopeova pe tov mivako 6 ot apiBuoi 1+4 yopakmmpilovv 10 GLAATOGCUN TOV
npoevel 0TIG KOAMGELS EAdTTON TOV Mn Kol Tov Si, TOL GNUAIVEL TO KAWYIHO VTV
Tov TpooHnkdv Katd 1T ovykOAAnon. Ov apBpoi 6+9 yapaktnpilovv TIg
TPOGOAVENCELS TOV OVOPEPHEVTOV TPOCONK®OV OTIG KOAANGELS, ONAadN ot HeTdfoon
opLopEVNG TocOTNTAG Mn kot Si amd To GLAAITACUA TNV KOAANOT).

O apBudg 5 TPOKTIKA GNUOLVEL TN LETAAAOVPYIKN AOPAVELD TOV CLAMITAGLOTOS ~ TO
OVAMTOcHO €yyvdtol oTlG KOAAMNGES T otabfepdtnto TG YNUIKNG ovotaons. O
UETOAAOVPYIKOG  YOpoKTAPOS Oedopuévov  cvAMmdopotog Kabopiletor amd 1
doxacion TG YNUIKNG oLOTACNG UG GTPAOONG TG  KOAANGONG EKTEAOVUEVNG LE
ocbppo  meplektikdmTog mepinov 1% Mn oe éhacpo amd  Kabnovyooupévo
avBpakoydivfa youniov avOpoka. H dokipoacio autr ekteleitor cOUPOVO HE TIC
vrodei&elg Tmv ouvONK®OV Tpotvmomoinong tov AIX (XI1-512-70).

MetaArovpyikn Ovopaotikol Metafolég ot UK 6VGTACT KOTA T
QAANAETIOpOOT] TOV apBuntucol deikteg SoKIUOGI0 ETLPAVELOKTG KOAANONG
GLAMTACILOTOC 6TO0 Mn aAAnAenidpaong Tov Mn' Si?
Kot Si oty KOAAnon GLAMTACLATOG % %
1 >35 >0,35
, . 2 25-35 0,20-0,35
EAéttwon Mn ko Si 3 15-25 0.10-0.20
4 5-15 0,03-0,10
Adpoviy 5 6-5 0-0,03
6 5-15 0,03-0,10
, . 7 15-25 0,10-0,20
[pocavénon Mn kot Si 3 2535 0.20-0.35
9 >35 >0,35

1) MetaBoin g meplextikdTnTag Tov Mn enti 101G % o€ GY€on e TV apyLKy] ToGOTNTO
2) [eprextikdmra Tov Si 6T doKyacio ENQavElOknG KOAANoNG (avayopwor)

Iivakog 6:AgikTeS PETAAAOVPYIKNG OPUCTIKOTTAS TOV CVAMTUGPUATOV
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Mopddcsrypo ovpfoopod KoTOTUGGOUEVOV OULVAMTACHOTOS: XVAAITOCHO
F8ay96 o1 6149opot kddikeg 6T0 GUUPOLO KATATAENS TOV OVOTEPOL CLAMTAGLOTOG
kaBopilovian g €&ng: F - ovAAimacpo tnropevov tdmov, 8 — wovo oo
oLYKOAANON pe pEYIoTN €viaom pedpatog 800A, a — dvvatdtnTo GLYKOAANONG LE
oLUVEYEC M EVOAAACOOUEVO pevUa, Y — TAON TNG €V KEVD Agttovpyiog g mNyng
pPEVUOTOC, 1 omoia TTpEmel va. glval, To EAAyoTO, 65V, 9 — 10 cLAAITacUO TPoEevel
HEYOAN TTPOGAVEN O TOL HayYoviov 6TV KOAANGON Kot 6 - acrjuoavtn petdfocn tov
nmopitiov  ommv  kOAAnon. To dedopévo ovAMmoopa, Ady® TG UEYAANS
TEPLEKTIKOTNTOG TOV Hayyaviov otnv KOAANGT, Ogv TPEMEL va ypnoyLoron el yuo )
OLYKOAANGT YOVIPOV EAACUAT®V, LE TNV TEYVIKY] TOAAATADY KOPOOVIAOV, 1d10iTEPQ
vy gddopoto méyovg dve tov 40 mm (KAPOK®OT] TPosavEnoTn Tov Hoyyoviov UE
mv avénon tov apfuod TV GTPOCEDY GTNV KOAANON).

H «xotdraén tov cvAlmacpdtov, cOpeove pe T1c vrodeitelg tov AlZ, éyxel
TPOGaVATOMOTIKO yoapaktipa. Ilapopoln kotdroén tov cvAAMmacpdtov Yy ™
ovyKOAANon pe PvBilopevo t6&o eonydn mpoyevéostepo oTovg Kavoviopovg DIN
8557. O 1poéTOC OV TEPLYPAPTNKE TOPOTAV® Y10 TO CLUPOMOUS Kol K®OTKOTOINGN
TOV CUAMTOGUATOV, COUPOVO UE TIS VTTodeiEelc Tov AIZ 1 tovg kavoviouovg DIN,
YPNOLOTOEITOL GTN Propunyovia TOV TEPIGGOTEPWOV X WOPDOV.

TNKONEVO GLVAMTACLOT

[Na ™ ovykdAAnon kot avayopmon pe Povbilopevo 100 KoBDG Ko pe v
niektpookwplakn pébodo (electroslag welding) ypnoyomoodvion TNKOUEVO
ocvAMmacpata. H teyvikn ypnoyonoinong t@v cLAMTOCUATOV eKTIHATOL BAGEL TNG
YNUKNG ovotaonS (Tivakos 3) ToV QLGIK®OV WO0THTOV Kol TOV 1010THTOV TEXVIKNG
OLYKOAANONG OEOUEVOL GLAMITAGLLATOG.

Ol YopoKTNPIOTIKEG QUOIKEG 1O0TNTEG TOV CLAMTOCUATOV opilovial amd TIg
aKOAOVOES 1010TNTEC: TNV OUOIOHOPPI0, TNV KOKKOUETPIO KO TNV VYPOCIaL.

To txdépeva cvimdouato Tapdyoviol 6e VO Katnyopieg PAGEL TG KOKKOUETPIOG:
0,32+2,5mm 0,32+1,6mm.

Ta cvAmbopata pe pikpn Kokkopetpio (uéxpt 1,6mm) ypnopororovvror Kupiwg
YO T CLYKOAANOT UE UEYAAEG TAXDTNTES, Y10 TNV EKTEAEGT KOAMGE®MV UE YOUNAN
£vToomn oAAG Kot KOTA T GCLUYKOAAN G| LE NAEKTPOSIOL TOVING.

H vypacia ot0 cvlAimacpo amotedel v ottic dnpovpyiog mOpwv oepiov oTIg
KOAAGELS.

H emutpendpevn vypaocia tov culmacpdtov dgv pnopet va vrepPaivet to 0,1% evod
og €WIKES mepmTMoelg ypnowonoinong 1o 0,05% (my ota cvAlmdacpoTo Yo T
OLYKOAAN oM He ToyuTNTa Ave Tov 100 m/h Kot katd TV avayOopmon pe NAEKTpOI1n
Toviog).

H Ogppoxpocio oteyvouatoc twv cvimacudtov eival tepirov 300°C.

KodamoBapdakog AnuntpLog TeAiba 31



AtmAwpatikn epyacio - SAW / ESW / EGW

[Ma ™ ovykdAAnon avlpakoyaAvfov e YopnAn TeplEKTIKOTNTO GE AvOpaka
ypnoporoovvral cuvindmg 6Eva cuimdouata.

[No ™ ovykOAAnon eha@pd KPOPATOUEVOV YOAOP®V yp1clpLomolobVToL
adpavi] Kot facikd cuAMTAGHOTOL.

Mo ™ ovykOAANoN 6YVPA KPUPUTOUEVAOV YOAVBOV ypMGIULOTOLOHVTOL
Kuplog packd cuAlmdcpata.

Ta 6&va cullmdopato avtéyovy 6e VYNAGTEPES TOPAUETPOVS pedUaTOS (A, V) Kot
etvar Aydtepo gomadn ot dnuovpyia mopwv. H peydin mepiektikodtnto o€ 0&gido
tov mopttiov (Si0;) mpoevel oTIC KOAAGELS TN UEIWON TOV TAACTIK®OV 1010THTOV
TOV KOAAGEMV.

Ta pacikd cvindopato TepiEyovy cuvnbmg: 0&eidia Tov acPestiov (Ca0), o&eidia
Tov poyyaviov (MnQO), o&eidia Tov arovpviov (Al,O3), eBopitn (CaF,) kabmhg kot
o&eidla tov moprriov (S10;). Ta cvAMmacpate VTA givonl AyOTEPO OVOEKTIKA OTIG
VYNAEG TOPOUETPOVG TOL PEVUOTOS GLYKOAANONG, €ivol meplocOTeEPO gvmabdn ot
onuovpyioe TOPWV OTIG KOANGELS, OAAG EMITPEMOVY TNV EMITEVEN KOAANCEWV UE
KOADTEPEG TAACTIKES 1010TNTEG.

Ta 6&iva cvAlmdopota, poli pe 1o Si0,, mepiéyovv cvviBwg Kot to 0&gidlo Tov
payyavion MnO. Avdloyo pe Tnv MEPLEKTIKOTNTO OLTNG TNG TPOCGONKNG ©TO
oLAAmacua, Jwakpivovtol  cvAlmdopata  eha@pd, péTPO KOl loyvpd
LYY OavIovyd.

Kotd ™ ovykOAANon KoTooKELOSTIKOV avOpaKoyaAOPomv pe yoaunAd avipaka,
avaAOyo. pPE TNV TEPLEKTIKOTNTO 610 GLAAITacue MnO, emdéyetor KOTAAANAN
Katnyopio GOPUATOC MOTE 1 TEPIEKTIKOTNTO TOV Horyyoviov oTnv KOAANGON va etvat 6€
KdOe mepintwon B (ota O6pwo 0,8+1,2). H obOvbeon towv ocvpudtov pe to
cvAMmdcpata yivetal pe tov aokdAovbo tpomo:

Heprektikétnra MnO oto cvhrhiracpa IIeprekTikétnTro Mn 670 6Oppa
MnO - avo and 30% 0,3 +0,6% Mn
MnO - 25+ 15% 0,8 +1,2% Mn
MnO - 12 + 0% 1,5 +2,5% Mn

Mivakog 7: Zuvévaopdg AMTAGNOTOS KOl NAEKTPOSIOV AVAAOYA TNV TEPLEKTIKOTTA
MnO

ZNUOVTIKY TPOSHNKN TV GLAMTOCUAT®V Yo T cuykOAAnon pe Putilopevo td6&o
etvar 10 @Boprovyo acPéotio (CaF,). IMapd to 6Tl TO CLOTOTIKO OLTO Elvon
avTiotafepomom g Tov TOE0, EIGAYETOL GTN CVUGTOGCT] TOV GLAMTAGUATOV, Y10 TV
avénomn G aPOLOTOINUEVNG PEVLGTOTNTOG KOl TNG AVOEKTIKOTNTAS TOVG TNV VYPAGia
kol T okovpld. To @Boplrovyo acPéotio guvoel TV Evmon TV LOPUTUDV HE TO
VOPOYOVO 010 T0E0 e otepeés evaoelg my HF, un swwivtomompéveg otnv K6AANoN.
H neprextikomra tov pBoprodyov acPectiov ota o&vopayyoviodyo cuilmdcpoto
Kopaiveron amd 2+10%.
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Me meprektikora ave tov 4%, yio v avénon g otabepotntag Tov 16Eov, Katd
TN GLYKOAANGN HE TNYT EVOAAACTOUEVOD PEVUOTOG, TPETEL VO, YPTCLUOTOIEITOL TAGT
otV &v kevd Aettovpyio min 80V. Ta cvimdopata pe TeplekTikdTnTo POOPLOvYOL
acPeotiov ave tav 4% mpoopilovtol TPOTAPYIKA Yo T GLYKOAANGT OEEW®UEVDV

xoAOBOvov ghacudtov. Ta 6&va Kot To Bactkd GVAMTACHATO, O10ITEPO AVTA TOV

nepeyovv Alyn mocodtta CaF, mpénel mpo g GLYKOAANONG VO GTEYVAOVOVTOL [LE
pueydAn oxpifeio ot Oeppoxpacia mep. tov 300°C. Xtov emdupevo mivokoa
TOPOLGIALOVTOL TO YOPAKTNPIOTIKA TOV S0POPOV GUAAMTAGHLATOV.

Xvppoiopos | Xvppoiropog To Pacuké Tov O yopoxtipog ]
TOV TV . T0V Xpnowomoinon
. . cVAMTAGNATOV .
CUPUATOV | CVAMTOOUATOV SCVAMTAGNATOS
52 Adpavé, lt;\lz(é T;]K?E;\?'))[;@\? na apnAd
S2 Si Fg ay 56 B=1,1 EAappé. YVRpaKox HE XaHm
33 BoyYEViotyo avBpaio Ko eEAAPPE
KPOUOTOUEVOV oAV
52 Adpaveg, T"a ™ ovyKdAAN o™ YOADPOV
S2 Si F10 ay 56 B=1,1 EAappé. oo ”d K“/a Mg ’;vxm
S3 poyyoviovyo (PPO KPOHLOTON
. . I'a ™ ovykdAInon
S1 F12 ay 97 B=0,73 Owo LoXOPa avOpokoyaAOPoV pe xoauniod
S2 poryyoviovyo .
avBpoka
Mo ™ ovykdAAnon
2 Si F13 ay 87 B=0,66 O&wo HétpLo owepmfoxakuﬁ(ov Ko xoc?wﬁwvr
Loy YOvViovyo EAOLPPA KPOULOTOUEVOV LE LEYOAES
TOYVTNTES, WOLOHTEPT Y10 GOANVES
; . INo ) cvykOAANoN
S3 F10 ay 97 B=0,77 OSwo HETPLO avOpakoyaivPwv pe yopnio
HLoyyoviovyo . . ,
avBpoaka pe peydleg ToydTNTEG
. . INo ) cvykOAANoN
S1 F12 ay 97 B=0,63 OEwo LoxLpa avOpakoyaivPav pe younio
S2 poyyaviovyo .
avOpaxo
. . INa ™ ovykdAAnon
S2 F10 ay 38 B=0,83 Ofwo pétpia | g0 0coxahdBev pe yapumho
HLoyyoviovyo . j
GvBpaka Kot ovayopmon
I'a ™ ovykdAInon
S3 F13 ay 38 B=0,81 O&wo avOpokoyaAOPoV pe xoauniod
GvBpoKo L pELLLO DYNANG EVTOOTG
Mo ™ ovykOAAN O KPUPATOUEVOY
F10 ay 55 B=12 Boowod b xaAOPov KOL Y100 AVOyOpaoT)
Loy yaviovyo avBpoakoyaAdPov e
KpOPOTOUEVOLS YEALBES
. .| T v avayduwon
F10 ay 56 B=1,2 Baouco 87,»(x(pp ¢ avOpaxoyaAvBov pe xaivPeg
LLoyyoviovyo . .
EALPPA KPOLLOTMOUEVOLG
Adpavig, Mo v nAekTpooK®plok
S2 _ . . ,
33 B=1,1 erappa oLYKOAAN oM avBpakoyaAdPov Ko
Loy yoviovyo EALPPA KPOLOTOUEVOV YOADBmV
. . INa v nAektpookmplok
S2 _ O&wo pérpla . ,
33 B=0,97 uoyyaviolyo oLYKOAAN oM avBpakoyolvpov pe

YoUNAd avOpaxa

1) To Baocikd ToL GLAMTACKOTOC, VTOAOYIGLEVO 0t TOV TOTO ToL Boniszewski:

_Ca0+MgO + CaF, + 0,5(MnO0 + FeO)

SiOZ + 0, 5(Ti02 + ZTOZ)

Mivakog 8: Zvpfoiopoc T@V GUPRATOV, LOIOTNTES KO YPTCLULOTOIN G TOV KVPLOTEPMV
OCVAMTTAOUATOV Y10 TN 6vYKOAAN 61 BoBiopévov T6Eov (cOpgmva pe o ST XII-512-70)
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Kepomka solndopoto

Ta kepopikd cvllmdopota, TopOUoln HE TIS EXEVOVOELS NAEKTPOSI®V, ATOTELOVV
piypo AEMTOV 0AEGUEVOV OPUKTAOV TPOIOVI®MV, CLUVOETIKOV, KOODS Kot UETAAMK®OV
OLOTOTIKAOV. Xg avtifeon pe to TNKOUEVE GLAMTAGHOTO, THKOVIOL HUOVO KOTA TN
ddkacio GLYKOAANoNC.

Yto Kepapukd cvAllmdopato epeovitoviol mopdpota 0Eeidio oKopLoyova Onme Kot
oto TnKopeva cvAlmdopata (SiO;, AlOs;, CaO, MgO «.a.) kaBmg kot avOpaKikd,
kupimg CaCO;3; koau MgCOs, 0nmg emiong kot Ooplovyeg evaoels , Kupiwg CaF,. Xta
KEPOUKG OCLAMTACHOTO  €l0Gyoviol TPOGHETO  GLOTOTIKA — HETAAMKA, TOV,
oLYYPOVMS, Tailovy T0 POAD TOV KPOUATIK®OV TPOSONKOV Kol T®V OTOEEMTIKOV.
ZuvBmg ypnoyorotovvTat: poyyévio, Tupitio, TITAVIO, 0AOVUIVIO, OTMG EMioNG Kot
poAvBoaivio, ¥pMOUI0 Kot VIKEALO.

To xepapikd cvAlmdopato eKADOVY, KOTE TN OldIKOGI0L CLYKOAANONG, OYETIKA
TOALEG TTNTIKEG OVGIES, TEPIGGOTEPES O’ OTL KATA TN GLYKOAANOT UE TO TNKOUEVA
cvAMTAGHOTAL.

AT’ avtd T 0épla TepLocOTEPO VIepTEPE TO Oy, TOL TPOKVTTEL OMO TN OAGTOCT
TOV OVOPUKIKOV.

Me v €KAo QVTOV TOV TTNTIKOV 0LGLOV GLVIEETOL 1] OEpuKn avOeKTIKOTNTO TOV
CLAMTAGLLOTOG KATA TN POPTICT] TOV LE TO PEVILO GUYKOAANGNC.

000 10 CLVAMTOGHO EKADEL AYOTEPEG TTTNTIKEG OVGIEC, TOGO VYNAOTEPES TAPAUETPOL
PEVUOTOC LITOPOVVY Va. PN GILOTOMB0oVV KaTd T GUYKOAANON.

Yuvn0mg Katd T GVYKOAANON HE KEPAUIKE GUAMTAGLOTO 1) £VTAOT] TOV PEVUOTOG
dev vrepPaivel Ta 800A. H younin Oepikn avtoyn tov KEPOUKOV GUAMTOCUAT®OV
To, K0O1oTA AyOTEPO aVOEKTIKG GTN ONpIovPYia TOP®Y GTIC KOAAMNGES. Me Tétoteg
W TEg Yapoktnpilovror Wilaitepa To EAAPPE TUPOCTVGMOUATOUEVE CLAMTAGLLOTOL
N aVTd TOL GKANPAIVOLY GE apKeTA YauNAES Beppokpacies (kbtw amd 400 °C).

To xepopukd CLAMTACUOTO TPOETOWALOVTOL Yo TN CLYKOAANGCT HE OLVEXEC 1
eVOALOooOUEVO  pevpa. AVTO goptdton Kupimg Omd TNV TEPEKTIKOTNTO TOV
QOOPLITIKOV KOl OAKOAIK®OV evOoe®V. Xuvilog pe meplektikotnTa v tov 10% Tmv
evooenv @eBoprovyov acPectiov, kvpimg CaF,, ta cvAlmdopata TPooEEPOvTL
OTOKAELGTIKA Y10, T GUYKOAANOT| LLE CLVEXEG PEVLLAL.

Ta 6&wo kepopikd ovAlmdopota pe PEYAAN TEPLEKTIKOTNTA  POOPLOVYOL
acPeotiov yopokpilovior pe HEYOAVTEPN OVOEKTIKOTNTO OTNV EMIOPACT TNG
OKOVPLIG O’ OTL TOL TNKOUEVA GUAATAGLOTA.

210 woyvpd Pacikd cvAlmdopata (to Pacwkd B>2) vrapyet peydin meplektikdtTa
@Boplovyov acPectiov, emedN o1 GVOGTACN TOVG EIGEPYOVTOL UEYAAEG TOGOTITEG
ofewiwv mov mrovtor dvokoAa, wy Al,03-2038 °C, Ca0-2500 °C, MgO-2800 °C,
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Zr0,-2900 °C. Ot evooelg @Boplovyov ocPecTiov  HEWDVOLY GE  OVTA  TO
ocvAMmacpata T Oepuokpacio TENC.

To mheovékTnuo TOV KEPOUIKAOV glvar 1 duvatdTnTo pOHOIONG TNG ¥NUIKNG oHVOEoNC
™G KOAMNoNG pe ™ Pondeia T@V KPOUOTIKOV GLGTATIK®V 7OV EGAYOVIOL GTO
GUAMTOGLOL.

Mo ™ ovyKOAANGYN UTOPOVV EMOUEVMOG VO YpNoLomonfodv cOppate HOAOKOD
avOpoakoyaivfo pe pkpn meplektikoOtTo poyyovioon (0,5% Mn). Metapdaiiovtog
aviAOYo 6TO GLAMTOCHO TIG LETAAAIKES TPOGOT|KES, efvan duvatov, e To 1010 chpua
podokov avlpoakoyaivpa, va emtevybel S10PopPETIKN YNUIKT GVGTACT] TNG KOAANOTG.

Avtd¢ 0 TpOTOC a&lomoteital o PeYOAN KAk Kot 010iTEPO KOTA TNV TOPACKELT
KEPOULUKDOV GUAMTTACUATOV Y10, TNV OVOYOUW®O).

Ta Bacwd cvlMmdopata Exovv oEEAES 1010tNTeG e€gvuyeviopod — amo&eidmong,
mopopolo He o Pactkd emevoedvpuEva NAEKTPOSLO, TA OTTOl0 EMTPETOVLY TNV EMITELEN
KOADV TAOCTIKOV 1010THTOV KOl TOPOLGLALoVV UEYAAT dLGHPAVGTOTNTA GE YOUNAES
Oepuoxpaocies.

Eneon 1o Paocikd cvuilmbopato mwopdyovtal DKOAOTEPO MG KEPUUKO am’ OTL Ta
TNKOUEVO TOPOTNPEITOL LEYOADTEPT SLAOOCT TOV KEPUUKDOV GUAMTACUATOV.

Ta kepopikd cvolmacpata, Wwitepa to Pacikd, sivor tapa ToAD gvaicOnta otV
vypaocia. I'U avtd amorteitar 10 GUECO GTEYVOUA TOVS TPO TNG GLYKOAANGNG OTN
Bepuoxpacio Tov 300 °C yua ypdvo 2h.

[Na ™ ovykoAnon pe Podlopevo 160 ypnoipomoovvtal  payyaviovyo
CUAMTAGLOTO [lE KOKKOUETPTaL péypt 3mm.

2 voornywn Brounyavio Eva omd To GUAMTAGHATO TOL YPNCULOTOLEITON Elval TO
TMnII® cuidintoopo wwyvpd payyaviovyo, avlekTikKd 6TV ETIBPOOT TG CKOLPLAS
Kol TNG Vypoaociag. Xpnotuedel yuoo TNV OUTOUATN GLYKOAANGY] KOTOOKEVOUCTIKMV
avOpaxkoyadbPov pe meplektikotTa o€ avOpaxa péxpt 0,25%. Ileproyr pedporog
OLYKOAANONG: UEYIGTO evoAracoouevo pevpa 900A |, puéyioto cuveyég pevpo 1000A.
H 1tdon g &v kxevd Asutovpyiog HETAGYNUATIOT] GLYKOAANoNG min. 78V. H
KOKKOUETpia Tov cuAMTAGHoToG 0,5+2,5mm.
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3.10 ENTAOT'H HAEKTPOAIOY KAI XYAAIITAYXMATOX

21 ovykOAAnon Pubicpévov tOEov givar amapaitntn N ETAOYN VOGS GLVIVAGLOV
NAekTpodiov Kot cLvAMTAGHOTOS Tov vo. Taplalel pe ) ovvBeon Tov Pacikol
HETOAAOL KOl TIG WOOTNTEG TOV. ZVAMTACUATO OO SLOPOPETIKOVS KOTAGKEVOGTEG
dgv umopoHv va avtikatactafodv ympig va Exovv mponyndel dokyuéc.

Ta cvAlmdopata pmopetl va eivar ovdétepa 1 evepyd. Ta ovdétepa cuAlmbouata
dev mTpoopEPoVY Kapia wwaitepn aAhayr otn doun ¢ cLYKOAANONG Kot cuviBwg
YpPNOomoovvTol Yy mOANamAEG  poeéc (multi-pass  welding). To  evepyd
CVAMTAG LT, TTEPLEXOVY, MIKPEG TOGOTNTES LOYYOVIOU KOUM Topttiov, oTotyeio Tov
HELDOVOLV TOLG TOPOVS KO TIG POYHES Kot GLVIOWS eaprolovTal Yo TIG LOVEG PAPES
(single-pass welding).

AlpOpPOTONGELS GTNV TAGCT TOL NAEKTPIKOD PEVUATOC OAAALEL KOl TNV KOTAVAA®ON
TOL GLAMTAGHATOS. YymAdTEPN TN NG TAoNS ToL TOEoL (Heydho pnkog TOE0L)
aLEAVEL TNV TOCHTNTA TOV TNYHEVOD GUAMTACUATOS. AVTO £XEL GOV ATOTELECLA TNV
evamodeon MEPLGGOTEPMOV GTOLYEIOV KPOUATMOONG MG €K TOVTOL givol onNUAvTIKO va
akolovBovvtor ot odnyieg TOL TAPAY®YOL TOL GLAMTAGUOTOS OGOV APOPH TIC
GUVIGTMLEVEC TULEC TAOTC TOL AEKTPIKOD TOEOL Yo GuyKkekpuévo cuAlimaopal 2,

I'evikd 10 cvAAiTacpo emALYETOL BACEL TOV UNYOVIKOV OI0TATOV TOV OTOLTOVVTOL
ot oLYKOAANoT. To nhekTpddlo emALYETAL GE GUVOLAGHO LE TO GLAAITOGLLO Y10l VOl
TPOoOMCEL aVTEG TS 1010tNTeG. Ot Kotaokevaotég ocuvnbmg mapéyovv Aloteg
CUVAMTOGUATOV HE OPKETOVS GLVOLOGHOVG MAEKTPOSI®V Yo TN GCLYKOAANON
Sropopetikdv Tomav ydhopal™!. Ot 0dnyicc v kataokevacTOV TPETEL VO THPOVVTAL
akpipog. Edav ot amoitoelg G ovykOAAnong eivar peydieg Oa mpémer va
dlevepyovuvTon SOKIHES MOTE 1) dladtKacio Tov Oa emheyel Vo IKOVOTTOIGEL TIG TEAKEG
W10 TESG TNG CLYKOAANOTG.
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3.11 PYOMOX AITOOEXHY KAI ITOIOTHTA YXYT'KOAAHYXHY

O pvBuog amdbeong vAKoH ot cuykOAAnon PuBicpévou tOov givar LYNAOTEPOG
and KaBe AGAAn péBodo ovykOAANong mAektpikov TOov. Téooepic mopdyovieg
eMOPOVV 610 PLOUG amdBeonc: n mwoAkOTNTA, TO UNKOG TOL TOEOV, Ta TPOGHETA
otoyeia oto cvAlinaopa kat ta niektpod P Tto cuveyéc pedpa pe apvntich
TOMKOTNTO 0TO NAEKTPOSIO 1| amdBeo elvarl LEYAADTEPT). XTO EVAALAGGOUEVO pEvLAL
0 puOUdg amdBeong KupaiveTal HETAED TOV TYLMV TOV GLVEXOVS PEVUATOS OTN OETIKN
KOl OTNV OPVNTIKY] TOAKOTNTA. XTOV apvntikd mOA0 epgoviletar og yvootdv 1
uéywotm mpocdoon Oeppomroc. O pvOudc amdbeonc vy pové mAekTpoOSLOL
POPETIKNG SUUETPOV TOPOVCLALETOL OTO TOPAKAT® oynpa (Zynua 16).

POUNDS PER HOUR
KILOGRAMS PER HOUR

| | i | !’J
0 | | \ \ e
200 400 600 800 1000 1200 1400

AMPERES

Yympa 16: PvOuog amrd0song

O pvOudg amdBeong pmopel va avéndel emekteivoviag T0 HAKOS TOV MAEKTPIKOV
to&ov (stickout), v amdcTOo ONAAON HETAED NAEKTPOSTOV KOl UNTPIKOD UETAAAOV.
uviifog 1 oamdoToon auth Kupaivetot amd 177 éog 17277 (25 pe 38mm). Eqv ovéndet
N andoTaon avTY TpokaAeital TpobBépuavorn Tov niextpodiov 1n omoia Ge pEYOAO
Babud av&dver To puBud amdBeong vAKoL. Me mepartépm avénon g amrdcTUoNG
pewwvetat 1 d1eicdvon oto unTpikd pétarro. H enidpaon avt mpémetl va Aappdvetot
VIOY™M O10TL oplopéveg opég M dteicdvon eivarl to {ntovpevo ot cvuykoAAnon. H
oxéon petald oamdotaong kot pvOuod amdbeong mopovclaleTorl YPAPIKA GTNV
enopevn ewova. [epartépw adénon oto pvlud andbeong pmopet vo emtevybel pe
TNV TPOCONKN HETOAAMKOV GTOLEI®V GTO CLAMTOGLOL.

H mowdmra tov petdiiov cuykdiinong ot peBodo Pubicuévon tOEov givar vynny.
H avtoyn kot n ehactikétnTo vepPaivel avt Tov Pacikoy HETAALOV GTOVLS OTAOVG
YOAVPEG M OTOVG EAOPPA  KPOUOTOUEVOLG OTOV  YPNOLUOTOIEITOL O OWOTOG
oLVOLAGHOG NAEKTPOSiIOL Kol GVAMTAGHATOG. ['evikd To mAdTOog ™G KOAANOoNG (Weld
bed) etvar apxetd peyarvtepo amd Kabe AN pnéBodo cuykdAinon. H Beppomta mov
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Yypoe 17: Loykpron amx60eong petdririov avdroyao 1o pijkog 10Eov

aVOTTUOOETOL Elval LYNAOTEPN VD 0 PLOUOG YOEEMS glvarl YaUNAOG e ATOTEAEGHLA
aépla Kot GAAEG OTEAELEG VO £XOVV TTEPLGCOTEPO YPOVO Va dlapvyovv. Opotopopepio
Kol oTafepOTNTA ElvOL EMTAEOV TAEOVEKTILOTOL GTNV QLTOUATOTOMUEVT LEBODO.

Opiopéva mpofAnpato UTopel Vo TopovcIaGTOVY GTNV EPUPUOYT| TNG UIOVTOUATNG
pefooov (Zynua 10). To niektpdoo pmopel va Kapmvldoel kabmg e€épyetol amd To
aKPOPUG1O TOV OTAOL GLYKOAANGTG. AVTH 1 KARWYT LETAPEPEL TO NAEKTPIKO TOEO OE
onueia mov dev umopel vo EAEYEEL O CLYKOAANTNG. X€ GLYKOAANGELS EAAGUAT®V
HEYOAOL TTAYOLG M KAUTLAOTNTO avTh Tpoievel oTpéfhmon Tov TOEO0VL TPOS TN
nmlevpd Tapd o pila g GLYKOAANGONC. AVTO TPOKOAEL e TN GEPE TOL ATEA THEN
TOV HETAAAOL EVM TTAYIOEVETOL CLAAITAGHA oTNV KOAANGT. 'Eva emumAéov mpdPinpa
KOTO TNV €QOPUOYN NG MUOLTOHOTOV HeBOdOL €lvar M OAOKANP®OT TNG POENS
oLYKOAMNONG ot10 emBountd péyebog AOyw TOL YEYOovOTOG OTL M GLYKOAANON
KOAOTTETOL TN OTLYPN TOv Tpaypotomoleitat. Avtd omoutel otn ocvvéyela £ETpa
TEPAGLO EVD TOAAEC QOPEG TOPATNPEITOL EMITAEOV LDAIKO 00 TO OITOTOVUEVO.
[Maporiayés o100 O1dKEVO HETOED TOV EAOCUATOV EMOPE KOl oTNV  TOOTNTO
OLYKOAANONG, M omoia €dv dev eivar M KATdAANAN, 1 cuYKOAANon Ba Tapovcialet
Ehketym M emmAéov vAkO. Oro o Topamdve TPOPANUATE UTOPEL VO VTEPKEPAGTOVV
a7to TO TPOGOVTO KoL TNV EUTELPIR TOV GLUYKOAANTY.

‘Eva. mpoPAnua modtmrag tng GuYKOAANGNS ToPpOLGLALETOL KATO TNV €QAPLOYN TNG
pedddov Pubiopévov 16E0L oTIC paPéc GLYKOAANOTG LeYdAov peyéBoug mov yivovtat
pe éva mépaopa. Kabog to péradro cvykOAAnong otepeonoteitor akabapoieg Kot
TPOCUEIEEIS GLYKEVTPOVOVTOL TOPAAANAO pe Tov G&ova NG ovykOAAnong. Edv
VIAPEEL HEYOAN GLYKEVIP®OOT QLTAOV TOV OKOOOPCIOV VILAPYEL Kivouvog epedviong
SWUNKOV  pOYHOV.  ADTO €VOEXETOL VO, EUQPAVICTEL OTIC MEYOAEC OUYEVIKEG
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OLYKOAMCELG HE €va Tépaco 6tav To EAacua stvor tomoBetnuévo pe yovia 45° og
Pog 10 emimedo (Zynmua 7). Mia amAn Aoon glval ) aroeuyn tomofEnong o vty ™
0éon tov 45° tov Tpog cuYKOAANON TEpa)iwV 0AAL og pa Yovia Tinciov tov 10°
®ote 0 AEovag TG KOAANONG va. UV cvumintel pe to dEova g pagns. Mia GAAn
Adom gtvor n epapproyn TOAADV TEPAGUATOV GLYKOAANONG avTi EVOC,.

E&opetikng oxAnpottog cvykoAAnocelg ovufdiiovy ot pnypdroon kotd v
KOTOOKELT KO KOTA TN O1APKELD AELTOVPYIOG TOVG. ZVVIGTATOL Lo GKANPOTNTO KOTA
Brinell éw¢ 225 Kg/mm?.

Adyol ywu T OKANPOTNTO. TNG OLYKOAANOMG O€ avOPOKOUYOLS Kol YOUNANG
Kpopdtoong ydAvPeg sivor m toyeio Wyogn, m ovemapkng MeTaféppoven M 1M
vepPolikn mPOGOOGT KPOUATIKOV oTotyelov ot10 pétaddo ocvykOAnone. H
vrepPolikn mpdcdoon pumopet va opeidetan otV EMAOYY £vOG NAEKTPOSIOL e LYNAO
TOGOOTO KPAUATOONG 1] & GUAMTACUO [LE VYNAN CLYKEVIPMOOT] KPAUOTOG 1 oKOUOL
Kol 6€ VYNAN Téon peOUOTOC. ZUVIGTATOL WO0UTEPT) TPOGOYN YO TV ATOPLYN OVTMV
TOV GOUALATOV.

2TIC WTOUATOTOMNUEVEG GUYKOAANGELS CQAOAUOTO Topovclalovtal cuvnlwg otnv
apyn Kot 010 téAog TG ovykoAAnonc. H kaidtepn Abon mov €xel Ppet epappoyn
elvai ) toroBétnon tpoohnkov (tabs) otnv apyn kot 10 TEAOG TOV EAUCUATOV MOTE M
EKKIVIION KOl O TEPUATIGUOS TNG CLYKOAANGONG VO, TPOYLLOTOTOIEITOL GE OVTEG TOPdL
OTNV TEMKN KOTACKELT).

TO AUTOMATIC
WIRE FEED
TOFLUX
TO WELDER el
POWZR
\ "
CONTACTE @ o
—FLUX
FEED
SOLID FLUX TUBE
SLAG SHELF
% f FLUX
BEAD OR
FINISHED :
WELD METAL o
WELDING \ |
VEE——
"".__
LA \ WORK
mi-s \_pgase CONNECTION
METAL

\ TAB WELD TRAVEL

_weLp

BACKING
PLATE

Yypoe 18: : Toro0<tnon TpocOKOY oty apy1] Kot 70 TELOG TG KOTUCKEVNS
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3.12 TIPOTPAMMATIEMOYX TAPAMETPON XYT'KOAAHYXHY

Ot ovykoAincelg Pubicpévovr 1060V MOV  Tpaypoatomowovvtal Bo Tpémel va
EKTEAOVUVTOL GUUO®VO HE M. TPOKAOOPICUEV]  EMAOY] TOV  TOPOUETPOV
GLYKOAANONG. ZTOV EMOUEVO TIVOKO KOl GTO GYNHA TOV 0KOAOLOOVV Tapovotdlovtal
Ol GUVIOTOUEVEG TOPAUETPOL GLYKOAANOTMG Pudicpévovr 10E0L Y poAakoDg Kot
YOUNANG KPOUATOONS YAALPBEC.

Material Thickness Electrode Welding Arc Wire Travel
Ga i mm Type of Weld Dia. In Current Voltage Feed Speed
) T (A do) (Elec. Pos) | (in./min) | (in./min)
a Square groove 3/32 300 22 68 100-140
16 0.063 1.6 b Square groove 1/8 425 26 53 95-120
a Square groove 3/32 375 23 85 100-140
14 0.078 2 b Square groove 1/8 500 27 65 75-85
a Square groove 1/8 400 23 51 70-90
12 0.109 2.8 | b Square groove 1/8 550 27 65 50-60
d Fillet 1/8 400 25 51 40-60
a Square groove 1/8 425 26 53 50-80
101 0140 1 35 1y goiare groove | 5/32 650 27 55 40-45
a Square groove 5/32 600 26 50 40-75
3/16 | 0.188 4.8 | b Square groove 3/16 875 31 55 35-40
d Fillet 1/8 525 26 67 35-40
a Square groove 3/16 800 28 50 30-35
A oaso | a3 | EREEE 00 | 6 s | s | a0
e V groove 3/16 750 30 47 25-40
b Square groove 3/16 950 32 61 20-25
f Square groove 3/16 1% pass 500 32 27 30
3/8 | 0.375 9.5 2" pass 750 33 47 30
e V groove 3/16 900 33 57 23-25
d Fillet 3/16 950 31 61 30-35
¢ V groove 3/16 975 33 63 12-17
f Square groove 3/16 1* pass 650 34 40 25
Yo | 0500 | 12.6 2" pass 850 35 54 23-27
e V groove 3/16 950 35 61 18-20
d Fillet 3/16 950 33 61 14-17
¢ V groove 7/32 1000 35 49 68
f Square groove 3/16 1* pass 925 37 59 12
2" pass 1000 40 65 11
e V groove 7/32 950 36 46 10-12
¥ 0.750 19 | d Fillet 7/32 1000 35 49 6-8
gV groove 7/32 1 pass 950 34 46 15
2" pass 750 34 25 22
h Double v 3/16 1% pass 700 35 42 20-22
groove 2" pass 1000 36 65 14-16
g V groove 7/32 IStdpass 1150 36 58 11
2" pass 850 36 40 20
b 1000 1254 4y boible v 7132 1% pass 900 36 42 13-15
groove 2" pass 1075 36 52 12-14
. h Double v 7/32 1* pass 1000 36 50 13
17 125 32 groove 2" pass 1125 37 56 8
. h Double v 7/32 1* pass 1000 36 51 9
17 150 38 groove 2" pass 1125 37 56 7

Mivoxkag 9: Emboyn mapopétpov cvykérinong'!
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Y& Oheg TIG GVYKOAANGELC TPETEL VOL YIVETOL TOLOTIKOG EAEYYOC DOTE VO SOUGPAAMGTEL
N OWOTH EMAOYN NAEKTPOSIOL Ko cuAMmdopatog. Edv ta arotedéopato motkilovv
mhveo and 10% emmAiéov Eheyyotl Tpémel va yivouv yia va kabopiotel n modtnta tev
OLYKOAANCEWV.

RO
a SR RO = O for T up to 1/8"
RO =010 1/16 for T 1/8 10 1/4

Square RO =01t03/32 for T 1/4 10 5/16
groove :
Copper relief
groove
RO RO = 1/32 for T up to 3/32"
RO = 1/16 for T 3/32 to 3/16"
b RO = 3/32 for T 3/16 to 1/4""
RO =5/32 for T 1/4 to 1/2
Square
groove
Steel back up
=
Vee
groove
d
Filet  30° 1045°
. S
Vee i RF
groove :
Copper relief
groove
: E E Second pass
First
Square
groove P
5 GA
First pass
Vee
groove
Second
pass
h =3
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pass ( \7/ B
Double
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groove
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First pass

Zyina 19: Emioyn mapapétpov svykéiinong!
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3.13 METABAHTEY YYTKOAAHEHE!"*

Ot petafAntéc cvykOAANonG yio ™ péBodo Pubicpévou tdGEov eivar kowveég pe dALeS
TPOKTIKEG GLUYKOAANOMG LE KAmoleg eE0pETELC.

21 ovykodAAnon PuBicpévon T6E0V 0 TOTOG TOL NAEKTPOSIOV KOt TOV CLAMTAGHOTOG
EMAEYOVTOL BAGEL TOV PNYOVIKOV 1010THTOV TOV OTOLTOVVTOL.

H &1dpetpog tov miektpodiov eivar cvvaptnomn tov peyéBovg g poeng Kol g
€VTOONG TOL MAEKTPIKOL PEVUOTOC 7OV TPOSAYPAPETOL YlO. TN GUYKEKPIUEVN
ovykOAAon. Ao 10 péyebog Tov MAekTpodiov kabopiletor kot o aplOpdS TV
TEPAGUATOV TTOV O EKTEAEGTOVV. ZVYKOAANCELS 1010V peyEBoug umopet va yivouv pe
TOAAG M| AyOTEPOA TEPAGLOTA, GUVAPTICEL KOL TOV UETOALOVPYIK®V 1O10THTM®V TOL
amortovvral. [ToAlamhd mepdopato avsavouy 10 KO6TOG AAAE TPOGAidoVY KOADTEPNG
TOLOTNTOG POPEC.

H molwomra kaBopileton €&’ apyng ko emAéyetar omd tnv omoitnorn 7y
peyaAvTepN O1eicovom N HeyaAdTEPT amdBeon VAIKOD.

Ot onuovtikdTtepeG HETAPANTEG OV €mMevEPYOVV GTI GLYKOAANOM €lval 1 Beppotnra
npocdoong (heat input) mov elvar cvvaptnon TOL  MAEKTPKOD  PEVUATOG
OLYKOAANONG, 1M Téomn Ttov mMAekTpikov TOEov (arc voltage) kot M ToLINTA
ovykOAAN oG (travel speed).

To pedpa cvykdAAnong eivar mn mo onuaviikny mapapetpoc. o povég papés N
€VIOON TOL PEVUATOC TPEMEL Vo, givol emapkng ywoo v emBounty deicdvon.
Meyolvtepng evtdoews pevpa Bo TpokaAEoel peyoADTeEPN O1EICOVOT. Xe TOAAATAN
TEPACLLATA 1] £VTOOT TOV PEVUOTOC TPEMEL VOl lvar pLOUIGUEVT DGTE VO TPOKVTTEL TO
péyebog g paens mov ararteiton oe kKaOe mépacpa. H emroyn g evidoems Tov
PEVLLOTOG TIPETEL VAL EMAEYETOL Kot PAGEL TNG OLALUETPOV TOL NAEKTPOOIOL.

H 1domn t0v nAektpucod 16Eov mowkilel pe pikpd evpog petafordv. Emnnmpedlet to
TAATOG KO TO GYNUA TS POeNS. YWNANG Téong NAEKTpIKO tOE0 TpoKaiel devpuveon
mg paopnc. Tdaon eSopetikng HeYANG TWNG TPEMEL Vo amoPEVYETaL AGY® NG
emidpaomng dnpovpyiog poypmv. Avtd opsiletor 6101t TpokaAeital THEN VITEPPOMKNG
TOGOTNTOG GLAMTTACUATOC Kot TAN00G aVTIOEEIOMTIKAOV GTOLYEIMV LETOPEPOVTOL GTO
UETOAAO GUYKOAANONG EANTTAOVOVTOG TNV OAKILOTNTA Tov. ETopévmg vynin Ty g
TAoNG TOL NAEKTPIKOV TOEOV TPOKOAEL Ko VIEPPOMKN KATAVAAMOT) GUAAMTAGLLOTOG.
XopunAn i g tdons onuovpyet €va mo otabepd 16E0 mov evioyvEL TN dleicdvon
Wuwitepa otov mubuéva oe Pabd paeéc. Eav n tdon eivar moAd younin pio otevi
papn Bo oynuotiotel kKo Bo givar SVOKOAN 1 ATOUAKPLVGY TG TPOGTATEVTIKNG
oKOVPLAG TOV oynuaTilETaL.

H toyvmta g ovykdAAnong emdpd 1660 6T0 TAGTOC NG POeNg OGO Kol O
deiodvon. ['pnyopeg cLYKOAANOELG TPOKOAOVV GTEVES PAPES LE AVETAPKY| OleicdvoT).
Avto BéPora amotehel mAeovékTnua yoo Aemtd eAdopota. Edv m taydmmto givol
apKETE HEYEAN OOTOCO LAPYEL N TAGT Vo dnpovpyoLVTal VToKonég (undercut) Ko
TOPOL S10TL TO PETAAAO GUYKOAANGNG WOYETOL TOYVTEPQL.
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Edv n toydmmro elvar moAd pikpr] To MAEKTPOOIO0 TOPOAUEVEL OTN AlUvn NG
GUYKOAANGONG Y10 OPKETO YPOVO LE OMOTEAECUA TNV OVETOPKY] SIAGTACT TNG PAPNS
Kol eniong v TpdKAnon vrepPOAIKNG EKTOEELONG LETAAAOL (excessive spatter) otnv
EMPAvELD TOL PACTKOD LETAALOV.

Agvtepedovoeg mapdpetpor mepiapBdvovv T yovio Tov NAEKTPOSIOV O TPOG TO
éhaopa, T yovia Ko ™ 0€om Tov 1810V ToLV EAACUOTOC, TO A0S TNG KOALYNG UE
CVAMTOGHLO KO TO TTLO0 CTIUOVTIKO, TO UNKOG TOL NAEKTPIKOV TOEOV TOV GYOMACTNKE
TOPOTOVE.

To mhyog ™ KAALYNMG He TO CLAMTOGHO TTPETEL va AneBet vtoym. Eqv eivol Aento
dev Bo KOAOTTTEL TANPOG TO NAEKTPIKO TOEO evdd ompovpyovvtal kot mopot. Eqv 1
nocoTNTA £ivor peydAn N cuykOAAnon mov Ba mpokdyel Ba gival meplopiopévn ko
kopt). Emiong mapovcidlovioar OmNAMOELS OCLVEYEIES OTNV  EMOAVEL NG
OLYKOAANONG, OTOTEAECUO TV OEPIOV TOL ONUOLPYOVVTOL KATH TN SLAPKELD TNG
oLYKOAANONG Kol To omoia 0ev pmopolv va dagvyovv. Ta onuadie ovtd
avapépovtat ot Pproypanio kot wg eovokdres (pock marks)2%,
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3.14 TEXNIKEY EKTEAEXHZ """

M and ™ onuovtikdtepn eeoappoyn g peboddov Pubiouévov td6Eov eivon 1M
OLYKOAANGT KLMVOPIKOV TEUOYIMV TO OTOi0 TEPIGTPEPOVTIOL MG TPOG it oTaOEPT
punyovn cvykOAANomMG. O1 GLYKOAANGELS LWITOPEL VO EPOPLOCTOVV E1TE GTNV ECMOTEPIKY|
elte otV emTEPIKN ddueTpo.

Kotd v epappoyn g pebddov dnpovpysitor por peyddn mooodTnto. TNYUEVOL
HETOAAOL 1 omoio Telvel va dlopvyeEl AOY® TNG KOUTLAOTNTOS TOV TEPa)imV. AvTo
emPaier, kotd TN OLYKOAANOM OTNV €EMTEPIKN OAPETPO, TO MAEKTPOOIO V.
tomoBetnOel pe andxkiion and Tov katakopveo acova ( 12-o0’clock position), ®ote 10
HETOAAO cLYKOAANONG Vo apyilel va otepeomoleital TPV TEPAGEL MO OLTH TNV
Katakopven Béomn ko apyicel n kAion.

To wpdfAnua avtd TOPOoLGIALETOL KOl GTNV TEPITTMOOTN TOL 1 SWAUETPOS TOV TPOG
OLYKOAANOM TEpayiov givor pkpr. AkotdAAnAn 0éon Tov niektpodiov Bo avénoet
mv mhovoTNTa EUPAVIONG ceUApdtov ot paer. H yovia tov niextpodiov Ha
TPEMEL AOUTOV Vo, OAAAEEL KO VO OTULAOEVEL TNV KATELOVVGT TG POPAS TEPLGTPOPNS
TOV TERAYIOV.

Otav 1 ovykOAANom yivetow GTNV ECMTEPIKN TEPLPEPELD, TO MAEKTPOSIO OUOIMGC
tonofeteitan pe amdkiion omd v katakdpven 0éom (6-o’clock position). Xto
emopevo oynua (Zynua 20) tapovsialoviot ot 600 TOPATAVEO TEPITTAOCELS.

OFF
CENTER WELDING
ELECTRODE
WELDING ELECTRODE OFF CENTER
! |
l
: / s
= ! !
|
/ ROTATION
| e ’__/j

ROTATION

OUTSIDE DIAMETER INSIDE DIAMETER

Ty 20: ZoykoAinon KuKAMKG Ol TORNG TERAYIMV
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Y& OPKETEC KOTUOKELES omanteiton 11 oLYKOAANON va yivel og tétoln Béom, AOY®
SWUOPP®ONG, TOL Ta. TERAYLX Vo Bpickovion pe KAion oG mpog 10 optldvTio emimedo.
Edv ta mpog cuykoAAnon tepdyio sivor tomofetnuéva pe Katn@opikn kKAMon n poen
mopovotdlel pukpodTeEPN Oteiodvon Kol HEYOADTEPO TANTOC. AVTIGTPOQO GTNV
nepintmon avodkng KAiong n paen mapovstalel Pabitepn dieicdvorn ko pKpoOTEPO
mAdtog. Ola avtd mopatnpodvior dSoTnpdvTag OAOVS TOVG GALOVS TAPAYOVTES TG
oLykOAANoNG oTadepovg (Zynpa 21).

ELECTRODE TRAVEL

DOWNHILL i “ - CROSS SECTIONS
Al S J

ELECTRODE TRAVEL

. ] B-B

TRAVEL

C -
\
UPHILL CC

C‘—‘ll

ELECTRODE ”

Yympa 21: Zoykoriinon tepoyiov vré kiion

[Mapopown amoteAéspota pmopel vo ELEAVIGTOOY Kot dtay PETAPAAAETOL 1] YoOVio TOV
NAEKTPOSI0OV ¢ TPOG T0 op1LdVTIO EMimedo (Zynua 22).

ELECTRODE TRAVEL

PUSHING
A= ANGLE CROSS SECTION
A A-A

ELECTRODE TRAVEL

R | v

_.J B-B

B

ELECTRODE TRAVEL

e
! DRAGGING
€= \ ANGLE

¢~

Yypo 22: Xuykoriinorn vé kKricn Tov NAEKTPOdiov
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3.15 EHNIKAAYIOTPEE >

H povomievpn cvykdAinon Pubicpévov 16E0v amotelel o amd TG ONUOVTIKOTEPES
nebddovg ovykoAinong ot Noavmnywr. Me oot emitpémetor 1 GLYKOAAN O,
HEYAAOL TThYOVS, EAACUATMOV PEYAA®Y SLOGTAGEWMY, Y®PIC VO ATULTEITOL 1] OVOGTPOPT|
TOVG, KATL TOL £ivor YpovoPoOpo Kot ETKiVOLVO.

Onwg avoeépdnke ota mponyodueva, ylo TV emtuyion TG CLYKOAANGNG HE TN
péboodo Pubiopévou to&ov givan cuvnbwg embount n epoppoyn emkoivmTpos. Ko
oavtd yuwri m pébodog Onuovpyel oYETIKA HEYAAO OYKO TNYUEVOL UETAALOL
OLYKOAANOMNG, TO OTOI0 TOPUUEVEL TYUEVO Y10, CUAVTIIKO XPOVIKO O1doTnuo, KATL
oL amoutel KAmolo TPOTo VIOGTNPIENG TOV HEYXPL TN OTEPEOTOINGT TOV ot pila TNg
ovykoAAong. To @owodpevo avtd eivor moAD mo £€viovo TNV TEPITTOON TNG
LLOVOTTAELPNG GLYKOAANGNG, OTOL 1 OVAYKT] GLYKOAANGNG TayOTEPOV EAACUATOV
odnyel oTNV EPAPLOYT VYNAOTEP®V EVIAGEWV PEVUATOG CLUYKOAANOTG.

Ye gpapuoyn Ppioxovtar dvo Pacikd cvotiuato emkdivyng. To mpdTo elvan to
cUOGTNHO pE yaikivyy emkdaioyn (copper backing system) kot to 6g0tepO €lvar To
cvoT e emKGAvyng pe okovn (flux backing system)™'!.

| 1 | |
l |

COPPER BACKING

T -E'-'_.?.;L- e
fRGEsa
.ﬂ_‘-"' g .

i e,

FLUX BACKING

Tyipe 23: Zvetipera emkdioyng!

Ye meplntwon mov VIAPYEL OVOKOAMO GTIN YPNOWOTOINCT] KATOOL GULGTHLOTOS
emkdAvyng N 0tav dev givar duvatn 1 SITAELPN UNYOVOTTOUEVT] GLYKOAANGT, OO
T0 KAT® HEPOG YIVETOL YEPOVAKTIKN VTOGVYKOAANGT, LE LKPES KOAAGELS, Ol OTTOleg
SN uovpyovV VITOBAOPO YL TIC LIYOVOTOMUEVES GUYKOAARoELC .

Tyine 24: EQappoyn Yelp®voKTIKiG 6VYK6AAN61C 6T0 didkevo!”
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YYELTHMATA ME XAAKINH ENIKAAYYH (COPPER BACKING)™*?

Ta cvomiuota pe yaikwvn emkdivyn epgaviovror pe 600 mapailayés. XTn pio o
TPOG GLYKOAANGTN eAdopato eivor akivnto kol Kwveitor 1 pnyovn cvykKOAANong
(Zymua 25), evd oty GAAN Tapodioyn N pNxov] GUYKOAANONG TOPAUEVEL OKIVITY
K0l KIVOOVTOL T0 TPOG GLYKOAAN GO eAdopata (Zynuo 26).

Yrabepéc pokplég papoot 1 EUAAN YOAKOL TOmMOBETOVVTIOL KOTE UNKOS TNG KAT®
TAELPAG TG POENG GLYKOAANONG oTNV TPAOTN HEB0OO evd oTN debTepn €va oTabepod
TEML papUOLeTat KAT® 0md TO HETOAAO GUYKOAANOTC.

I - Avtdpatn prpyovi
[ I | ovykéiinmong

iy

' |.-"' . - Bacwd £haopa
(v ik -L.‘T‘p J/ ¥

4 [} ] L] i ! ] L] f f b . ZtaBzpi) yaixwn
EMKAALOYT)

Zympoa 25: Zoykorinon pe 6tafgpin yoAkivny emkdioyn

A

AKivTES KEQUALS CLYKOLAN OGS Y/

A}
Eykapoio evicyoTiko

r_EyKéptrw EVIGYUTIKO

O
. R | ‘Jh—lr) '
Kolvépo misong |l = N |

Kiwvodpevo ékaoku 55 'l // 3 :Lﬂ Kvlwvdpor kiviong shaospatog
x ) pvs { [

-

\ “—"-"—"i. o\ '
O] )

Yrabgpo yaixvo mélpa

L

Zympa 26: Zoykorinon pe 610.0gpo yarkivo wélpo.

Ot yOAKvEG €MIKOAOTTTPEG SNUIOVPYOVV KOAN OYN TG KAT® TAELPAG TG POENG.
Boowo petovékmnua eivon 1 emitevén KaAng cuvappoyng LeTasd ouTdv Kol TV Tpog
ovykOAAnon eloopdtov. o to Adyo avtd amatteiton peyddn oxpifei oty
TPOETOLLOCIO TOV OKUDOV TOV TPOG CLYKOAANCT €AACUATOV, TO OTOI0L GLYYXPOVMG
TPEMEL VO, EXOVV TN LEYIOTN OLVOTY] GLUVETITEOOTNTA.

KodamoBapdakog AnuntpLog TeAiba 47



AtmAwpatikn epyacio - SAW / ESW / EGW

YYITHMATA ENIKAAYWYHE ME XKONH (FLUX BACKING SYSTEMS)¥

210, KAOUGOIKG GUOTAHOTO EMKAAVYNG Le OKOVI), L0l LETOAMKY OKAQEN, CYNLOTOG
OVAOKIOV YEUGUEVN HE GUAAITOGHO, TOTOOETEITOL GTNV KAT® TAELPE TNG YPOUUNG
ovykOAons. To cvAMmoacpo méleTon €mMAVEO GTOL TPOG GLYKOAANGY EAAGLOTO
(POVGKMVOVTOG £VOV 0GKO.

VISILSSHS LD IS

Yympo 27: Zoetnpo emkdioyng pe okovn

H yprion g nebddoov avthg epappdletor pe emruyio LOVO GTNV TEPITTOON GYETIKA
AEMTOV EAAGUATOV. XE OCLYKOAANGCELS TAXEMV EAAGUATOV, OOV 1 &VIOGT TOV
peopatog Eemepvaet ta 1000A, givor ToAD 0VGKOAO Vo TETOYOVLE KOAT Oyn TNG KAT®

TAEVPAG TNG PUPTG.

[Ma v enidvon tov mopamdve TpofAnuatog avartdydnkayv ot akdéiovbol tpeig véot
TOTOL EMKAAVYNG LUE OKOVT:

o Xyotnua ydAkivng emkdivyng pe oxovn (Flux-copper backing )

o YVommuo emkdAlvyng pe okovn avopeprypévng pe pnrivn (Resin bonded
backing flux process)

e Jvotnua emkdAvynmg pe papdo otepeomomuévng okovng (Cemented flux bar
process)

Amo 1o mopombve Tpiol GLOTAUOTO ETIKAALYNG HE OKOVN To. dVO TPOTO
YPNOLUOTOLOVVTOL Y10 EVOVYPOUUUES GLYKOAAGELS EMITEI®V EAACUATOV, EVAD TO TPITO
Y10l GUYKOAANGELS KOUTOAW®V EAACLATOV.
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e YYXTHMATA XAAKINHY ENIKAAYWYHYX ME YKONH?!

Mo pokptd yaAKIvN ETKOADTTPO GE GYNUO PABOOV 1] GUALOV OV PEPEL £val AETTO
OTPAOUO CLAMTAGUOTOS 6TV EMPAVELY TOL TELETAL AV GTNV KAT® TAELPA TNG
oLykOAANoNG (ZymMua 28). Me Tov TpOTO 0VTO EMTVYYAVETOL OLOAN KOl OLOLOLOPOT

oYM TG KAT® TAEVPAS TNG POPNS GLYKOAANONG.

,E}.,[IG]IO: f"‘\”

\r'f

Yvidintaopa

AT X(i}dcwl]
err R EMKUIATTPA
g ) Aokog
péTairo

Type 28: Tootnpa xdrikivng emkdioyng pe okévy

e YYXTHMA ENIKAAYYHE ME YKONH ANAMEMEITMENHY ME
PHTINH'*Y!

210 GUOGTNUA OVTO, EWOIKO VAKO ETKAALYNG, TOV OMOTEAEITOL OTO GLAAITAGCLO e
pnrivn, epappdletol ony KAT® TAELPA TOV TPOG GLYKOAANGT| EAACUATOV UE TPOTO
ouoro pe eketvo g Khoowng peBddov  emwkdAvyng pe ovAAimacpo. H
AVATTUGGOUEVT] BEPUOTNTO GLYKOAANGNG OV UETAVIdETOL KATd TL YpnyopdTEPO OO
TV TOYOTNTO TPOYDPNONG TG UNYXOVIS GLYKOAANONG TpokaAlel otepeomoinon g
pntivng, n omoia £tot vrootpilel T0 MYUEVO PETOAAO GLYKOAANGONG oV PpiokeTon
and maveo ™G Adym g vyning Bepuoxpaciog Tov TypéEvov xdAvPa, Kdamolo
TOCOTNTO TOV MYHOTOG EMKOALYNG KalyeTol, ONUovpydvtag £T6l HoL pnyn
KOWOTNTA KAT® amd T ypouun ovykéAAnons. Méoa otnv Kollotnta autn pEéEL T0
TNYUEVO WHETOAAO HE OmOTEAECUO. TN ONUovPYiol OHOOHOPENG OYNG NG KAT®
TAELPAG TNG GLYKOAAN OGNS (ZyMua 29).

'E)u:mpm—\ P e

|

Yvllimtoaocua
y  ME pTiv

p—— A GKOG

Yympa 29: Emxdioyn pe pelypo cuAMTaocpatos pe pnrivn
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e XYYXTHMA ENIKAAYYHY ME PABAO YTEPEOHOIHMENHX
XKONHX

To cvAAimacpo avopryvoetal e €101KO KOAANTIKO VAIKO KOl OmoyVETol TAVe GE
HETAAMKO UAAO oyfuatog avAaktod. Katdmv to piypa ynvetol kot otepeonoteiton
oe @ovpvo. H pdfdog otepeomomuévov GUAMTAGHOTOS Tov AouPdvetol amd TV
npoepyacio ovtn eeoapudletar pe mieon oty KAT® TAELPE NG YPOLUNG
GLYKOAANOTG, EVOD 1| GLYKOAAN 0T YiveTon amd TV GAAN TAgvpd (Zyfua 30).

~ Yvilnoopa

P

‘Elocpa

N~ TIIvpipayo vikoé

- -
Yrepsomomnpivo
cviAintacpa

Yympa 30: Emxédivyn pe papoo ctepeomornuévov cviMmdopatog
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YYETHMATA ENIKAAYYHY XE AYXENIKEY YYTKOAAHZEIX"!

Ot avyevikég KoAAnoels, extehovpeves pe Pobilopevo 100, €Qovv ONUOVTIKA
Babvtepn O1€160VGN, GLYKPIVOUEVEG HE TOVG TPOTOVS EKTEAEONG We EmevOEdLUEVA
NAEKTPOOIOL KOl OTTOTEAOVV OQEAUOTEPEG GLVOECELS GO TNV OMOYN OVIOYNG KOt
KaTovounS tov tdoewv (Zynua 31).

Xeip. ouykOAANON U
eMeVOEdLIEVO NAEKT.

ZuykoAinon
Bobiopévon to&ou
|

Yype 31: Eykapowa top] avyevikilg 6uyKOAAN GG

Kotd mv ektéleon avyevikdv GLYKOAANCE®V € KOTOKOpLEN BEom Oev vmhpyet
KIVOLUVOG €KPONG TOV HETAAAOVL OAAG aLTO €YEL TAGN YO OVOLLOLOLOPON EvamObeon
oL &lval amoTELEGHO TNG PLGLOAOYIKNG EKPONG otV optldvTio empdvela. Emmiéov
0T0 KaTaKOPLPO TolywUa propel va dnpovpyndovv vrokomég (Zynua 32).

Yympa 32: ZedAipoto cvyKéAineng a) avoporopopen oieicovon, ) vrokom

Kotd tov kobopiopd t@v cuvOnk®V €KTEAEONG TOV OLYEVIKOV KOAAM|GE®MV, GE
eminedn Béon, puropel va Bewpnbel og extédeon HeTOTIKOV KOAMGEWV e Yovio 90°.
Me okond v e£0c@AMoN TG COOTNG evamdbeong ¢ KOAANoNG gival amapaitno,
vy 0gdopévo mAATOG NG KOAANOMG, 1 TMOGOTNTO TOL ALWUEVOL EVATOTIOELEVOL
VAKOD Vo TAGEL Y10L TO YEUGO TS SLOTOUNG TOV 0WYEVIKOD aOAOKOL.

Ocov apopd T0 OMNUOVTIKO TAYOG TOL UNTPIKOV VAKOD, 0gv veiotaton Kivouvog
deiodvong vAkdv Katd Sapmepn tpdémo. AAAG Ouwg epeoavifovtar dvokoAieg,
OULVOEOUEVEC LIE TNV EKPON PELGTOV UETAAAOL OO TO ONUIOVPYOVUEVO OLAKEVA, OC
CUVETEWD, TNG UN EMOPKOVG EQOPUOYNG TOV eAacpdtov petald tovg. Kor ¢ ek
TOVTOV TPOKVTTEL OVAYKT KOTAAANANG GTEYOVOTOINGTG TV JOKEVOV KoL, 10104TEPQL,
KOTA TN GLYKOAANGT o€ eminedn BEoN, €meldn To TAATOG TOV dlaKEVOL LITEPPaivel TO
1+1,5mm.
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Avéroya pe 1o péyebog Ko T HOPEN TOV GLYKOAAOVUEVOL OVTIKEWEVOL, OTMG
EMioNG Kol TOL dlokEVOL otV B€om GLYKOAANONG, XPNCLULOTOOVVTOL d1dpopa €10M
VIOGTNPLYUAT®V Kol TPOTOL GTEYOVOTTOINoMG, mov e£ac@aAilovv TNV Un €Kpon TOL
PELOTOV PETAAAOL (ZyMua 33).

(\enm XovTpn
KOAAnon, "KOAAN oM,
XEPWVAKTIKG XEIPWVAKTIKA

anoTBEevn,;
\ ZuAAinaopa

anoTBEPeV
\\ ZUAAinaoua

Y noomptypa

xaAkoU \ Zvilitaopo

Tympa 33: Ata@opor TPOTOL GTEYIVOTOINGNS TOV OLUKEVOV GTIV GVYEVIKY] GLYKOAAN G
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3.16 ENAYZH HAEKTPIKOY TOE0QY"

Xpnotponoovvtar kKupiog €61 péBodol Evavong kot Evapéng Tov NAEKTPIKOL TOEOV
OTN CLYKOAANON:

1.

2.

Mmnaio yordpdvov cvppatog (steel wool ball).

Mo xaAOBdvN cvupudtivn pmdAa tortobeteitan avapuesa 6to NAEKTPOOI0 Kot
10 Pacikd pétoddo kot koAvmtetor pe cvAAimacpa (Zynuo 34). To psoua
OLYKOAANONG TpokaAel Tayeior vrepBEépuavon g yaAOPOVNG cvpudtiving
UTAA0G Kol £T01 TO NAEKTPIKO TOEO EgKvdet.

—"7

Hiextpodio

Kalopdvo 3
cOppHo —\ p —— ZouMhitacpo
\ :

"‘Eloacpa /

Yympa 34: Xar0powvn cvppdtiv pdia yio. Ty £vauon Tov NAEKTPLKOY TOS0v

Peopa vyning ovyvotnrog (high-frequency starting)

‘Eva pedpa vynAng ocoyxvotrog damepvael To NAEKTpOdo kot Eekiviel 1o

NAeKTPIKO TOE0 apécmg LOALG Tebel o Agttovpyia N unyovr GLYKOAANOTG.

. Exkivnon ow tpiiig (Scratch starting)

To mhektpddlo ovpeTol KATO UNKOS TNG PAPNS TP TO JOMEPAGEL TO
NAEKTPIKO ped cLYKOAANONG. Otav 10 nAekTpikd pevpa £pbetl oe emapn pe
T0 Kwwovpevo pETaAro Bdong apyiler va omvOipiler kot étor €yovue v
évapén tov NAEKTPIKOV TOEOV.

Exxivnon pe andovpon (wire retract start)

To nhextpoddio eivar aképalo HEYPL TN OTIYU| OV £PYETOL GE EMAPY| UE TO
pétaAlo Paong Kot Tn OTIYUn TOv TO PEVUO. GLYKOAANGNG epopudletal. Xe
€Kelvo 10 onpelo amocHpETAL ELAPPDG KOt TO NAEKTPIKO TOEO Eekivdet.

Exxkivnon pe 6&vven tov niektpodiov (wire sharp starting)

Edv to dxpo tov niextpodiov dwaupopembel oe akurn, 10 onueio avtd pHoMg
épBel oe eman pe 10 Pacikd pétodro Ba onpovpyndel apécme NAeKTpikod
16&0.

Exkivnon pe Mopévo ovirhinaopa (molten flux start)

To niextpkd 10E0 Ba Eava-avayet dv o NAektpddo Pubiotel e pia Apvn
Ao TNYUEVT GKOVPLY KOt 1) Unyovy ocuykOAAnomng 1ebel og Aettovpyia.
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3.17 TAPAAAATEY TIX ME@OAOY!""!

Yrbpyer €vag peydrlog apOpog mopoAloydv tg pebddov mov ¢ mpodidovv
emmAéov duvatoTNTES. MEPIKEG amod TIG TTO YVOOTEG tva:

Epappoyn pe d0o niektpddia pe tnv id1a Iy nAEKTpIKod pedUATOS
Epappoyn pe 800 nAektpddia e S10popeTiKy Ty NAEKTPIKOD PEVUATOG
Epappoyn pe tpio nAektpoota e dtopopeTIKn TNy NAEKTPIKOD PEOLOTOC
Epoppoyn pe miextpodia Awpidag (strip electrode) vy empavelokn
avayOpwmon

5. IpocOnkn ymyudatwv conpov (iron powder) 610 GLAMTOGHLO

6. Long-stickout welding

7. TIpocHnkn niextpukd ovdétepov niektpodiov (electrically ‘cold’ filler wire)

b=

To ocvotquato TOALUTADV MAEKTPOSIWV TPOGPEPOLY EMMAEOV TAEOVEKTNLATOL,
kaBmng Pertiovovtal o puOudS amdBecNC LAIKOV Kot 1) TayOTNTO GLYKOAANONG. XTO
oynuo  mov akoiovbel mapovcsialovtar dvo  pébodor  ypnowomoinong  6vo
NAeKTPOdi®V. TNV TPOTN pe pio Ty eVEPYELNG Kot 6T deVTEPT LE dVO TN YEC.

POWER \ /
SOLALE ELECTRODE
OO g TRAVEL
+
- +
!
e
s

TRANSVERSE ELECTRODE POSITION

POWER . POWER
SOURCE SOURCE
OO SIS ELECTRODE OO
G TRAVEL
= + e
! s 5 Zy 1
| _ﬂ '] [ § e ]

TANDEM ELECTRODE POSITION

2ympa 35: Zoykorinon pudispévov ToEov pe 600 niekTpooa

2V TEPITTOON UE O TYN EVEPYEWNG M TPOPOOOGIN TOV NAEKTPOSI®V UITopel va
yiver amd €vov Koo KOAVOPO eV OTNV TMEPITTOOT dVO TNYOV OTAITOVVTIOL SVO
EexPLoTOl TPOPOOOTEG DOTE VAL TAPEYETOUL NAEKTPIKT LOVOOT TV 000 NAEKTPOdimV.
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Me V0 miektpodin kot Eeymplotég mmyég elvar gkt mn aglomoinom  6vo
OLPOPETIKMOY  TOAIKOTT®V OTOL MAEKTPOOIL 1 1 EQOPUOYY EVAAAAGGOUEVOL
NAEKTPIKOD PEVUOTOS GTO €vol Kol GLVEXOVS MAEKTPIKOD peduoTog oto GAlo. Ta
NAekTpOdIL pmopet va tomofetnBovv mapdAAnia to éva pe to GAAo (transverse
electrode position) 1 to éva va TpomopeveTat Tov dAlov (tandem electrode position).

H yprion g televtoiog dwdtaing tov mAektpodiov pe Eexoplotés mnyég
YPNOUOTOIEITOL KLPIMG O €PapUOYEG OTOL amorteital peyaAn oteiodvomn. To
TPOTOPEVOLEVO MAEKTPOSIO cvvdEeTon pe BeTikn moAkdTMTA KOl TO OGAAO LE
apvnTiky. To TpdTO NAEKTPOOI0 dNUIOVPYEL oL LOPPT AVACKOENG KOl TO OEVTEPO
NAEKTPOO10 EPYETOL KOl KAADTTEL T POP] GUYKOAANONC.

Ortav ta 600 niektpikd t6Ea eivar moAD Kovtd vrdpyet N Téon TapeUPoAng Hetasd
touG. T'lo T0 AOY0 awtd 10 deVTEPO NAEKTPOOIO GLUVOEETOL LLE TINYT EVOAAAGGOUEVOD
NAEKTPIKOL PEVUATOG Y10l VO OTOPEVYETOL OVTH 1 OLEVEEN.

2V eQapuoyn TPV NAEKTPOdi®mV v GePd GLVNOMG YPNOLLOTOLOVVTOL NAEKTPIKES
TNYES €VOAAAGGOUEVOL PeLHOTOC Kol oTo Tpion nAektpodia. To cvotua ovtd
YPNOWOTOIEITOL YIOL TNV KOTOOKELY] OWUNKOV PaQ®V UE VYNAEG TOYVLTNTES OE
peyaAng dwopétpov cowAnves. Elvar duvartn n epoappoyn vwniodv TV MAEKTPIKoD
PEVUOTOC PE EMITEVEN AVTIOTOY®V VYNADV TOYLTNTOV GLYKOAANGTG Kot amdfeong
HeydAng mooodtnrog vAkov. Ttn pedétn tov  U.Dilthey®  meprypdgpeton 1
YPNOUOTOINCT TEGGAPWV NAEKTPOSI®MV Yo TNV KOTACKEVT] COAVOV LE CUAVTIKA
TEXVIKA KOl OLKOVOULKA OQEA).

To ovomuo cuykdAANoNG He NiekTpddio Ampidag (strip electrode) ypnopomoteiton
YL TNV EMOTPOON EAAPPLIS KPALAT®ONG avoEEidmT®mV YoAOPwv. Tlapdystar éva
Qopdy OTPOUO TO Omolo TPOKOAEl Mot evioio Kot ouoldpopen deicdvon.
Xpnotponoteitoar ot Nowmnykn yio Ty EXKAALY TOL EGOTEPIKOV TNG YAGTPOS YLl
TV TPOcTacio EVAvTIL 6T ddfpwon).

— == |
Y | i F | STRIP
- O ‘ T/—\-/‘-’-I—\ ~ ELECTRODE
1 1 -
| -

= DRIVE

rj ,__',/"__//TJ AOLLS
G = —
S IE,-— =

\

—
SUPPLY

\
A

| yEon,
| N 0o
| o y 1
| ~— 1 TR .
-~ e
| \<j,-—"" = ,‘X
- f /
r"'""lt_"-_'__’—"‘
/ 17y g =t — HOPPER
s
FLUX = ) ___ﬂ—F"‘—f\/\_
= _J_f"”""“'\._\_
"
LAC == \\-._‘_
i
CLADDING . fj
BASE -
METAL ~— T 2o
sl ===

Yympa 36: Xvykorinon pvOicpévov t6&ov pe nhektpooro Awpisag
KodamoBapdakog AnuntpLog XeAiba 55



AtmAwpatikn epyacio - SAW / ESW / EGW

AAMN pnéBodog avénong ¢ amdbeong LAIKOU ot cvykOAAnon Pubicuévov tOEov
elval n TpocOnKn c1dNPOvY®Y GLGTATIKOV GTNV £VMOOT KAT® and T0 GLAAITACUO,
cLyKOANon mov kaheiton kot bulk welding!. O oidnpoc Thretar pe o MAekTpucod
60 Kot yiveton HEPOG TOL UETAAAOL GLYKOAANONC. Avti M wposHnkn awédvel to
eVamOTIOEUEVO DAMKO Ympic Vo HeudVEL TIC WOOTNTES Tov. Metadkég TPosuigels
pmopet vo ypnoyoronBoiv kat yio eW0KEG pappoyég ovaydpmons. H pébodoc avtm
UIopel v epOPUOCTEL KOl GTNV TEPITTMOT EVOG 1] TOALDY NAEKTPOdi®V.

Televtaio maparioyn etvar pe v TpocsONKN EvOC NAEKTPUKA OVIETEPOL NAEKTPOOIOV
oV mePLoyn ToL NAektpikov tOEov. H pdfdog avtr| pmopel va eivor copmayng 1
EMEVOEOVUEVT] e GLAAITOGHO KOl TPOCOidEl 1010iTEPES TPOGIEES OTO UETOAAO
ovykOAAong. EAéyyovtog tic mpoopifels avtég ot W0TNTEG TOL  UETAAAOL
ovykOAANonG Peitiovovtor. Efvar dvuvatn m ypnowomoinon evog emMeVOEOLUEVOL
NAEKTPOOIOV GTOL CLGTHHOTA TOAAATADV NAEKTPOdI®V doTe va emtevyBel 1 mopoyn
TOV E0IKOV GTOYYEIOV KPOUATOONG.
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3.18 BIBAIOTPA®IKEY ANA®OPEX

[MinBdpa peretdv avaeépovtal ot ovykOAAnon Pubiouévov 16&ov. Mia
evoLpEPOLGOL épsnva[23] AVOPEPETOL  OTIG MAEKTPOYNMKEG Kot  Oepproymukég
avTOpaoelg mov AapuPdvouy ydpa Katd TN SIUPKELN TG CLYKOAANONG KOl Ol OTOLES
EMOPOVY GTNV TEAIKN] OLOTACY TOL UETGAAOVL GLYKOAANONMG EMMPeAlovtag TIC
Wwomtéc tov. Te adn épevval® emruyydverar o mpokaBopopde e TEMKAG
oVOTOONG TOV HETAAAOL GLYKOAANONG, LE YPNOT LOONUATIKOV HOVTEA®V, AVAAOY®G
TOV GLVONKOV TOL TPOKELTAL VO EPAPLLOGTOVV GTI| GLYKOAAN O, Tpokabopilovtog pe
aVTOV TOV TPOTO KOt TIG TEMKEG UNYAVIKES WOOTNTES TN EQPAPUOYNGS, dedopévoy OTL
aTEG EEOPTMOVTOL GE PHEYAAO TOGOGTH ad TNV TEMKN YNUIKT GVOTAGT TOV UETAALOV
OLYKOAANOTG.

[MinBdpa dnpocievcemv GYeTikd pe T GLYKOAANGON PBubicuévov TOEov cuvavtipe
o710 d1odicTvo? 3,

H xatackeun tov mobpéva, Touv KatasTpOUATOS Kol TOV TAEVPOV GoPTNYoy TAoiov
ukovg 110m (360ft), 8000tn pe epappoyn g cvykOAAnong Puvbicpévov toHEOUL,
COLPMOVO [LE TOVG KOvovioHovg Tov ABS, mapovcialetan napaKdtw[13’31].

Zyina 37: Kotackeon goptiyot mhoiov pe SAW!1
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4. HAEKTPOYXKQPIAKH YXYI'KOAAHXH
(ELECTROSLAG WELDING)

H nlextpookmprokn péBodog cvykdAAnong esivor pior dadikacioo mov mopdyet
EVAOGELS LETAAL®VY pe TN Ponbeta Mopévng okovplig 1 omoio THKEL TO TPOSTIOEUEVO
HETOAAO KO TIC TapbAAnAeg em@dvele Tov mpoc ovykdAnon tepayiovi™
Avantiydnke ota péca g dekaetiag Tov 50 ot Pooio and 1o E.O. Paton Electric
Welding Institute?!.

H owowaocia Eexwvaer pe éva niektpikd 1o mov Bepuaivel T okovpld. X
OUVEXEWL TO MAEKTPIKO TOEO GPNVEL OO TNV EMOPYT] TOV UE TNV TNYUEVN OKOVPLE M
omoio datnpeitar og avTy ™ HOPEN AOY® NG NAEKTPIKNG TNG AVTIOTOONG KOl TOV
PEVLLOTOG TTOL TNV dtamepvd petalhd Tov NAekTPodiov Kot Tov Pactkod petdiiov. Mia
naporiayn g pebodov givar avt oty omoic To TPOCTIBENEVO UETOAAO NG
OLYKOAANONG TapPEXETAL amO TO NAEKTPOOIO0 KOl amd TOV 0dNyd TPomONoNG TOL
(Zxnpo 38).

HAEKTPOAIO

MHXANH MPOQOHIHZI
HAEKTPOAIOY

KATANAAQIZIMOZ
OAHI'OX [TPOQ@HEHE

BAZIKO >
METAAAO \ / HAEKTPOAIOY

THKOMENH
LKOYPIA

THIMENO
~~ METAAAO
YAPOYYKTA YYT'KOAAHEHE
KAAYMMATA
_ ZTEPEONOIHMENO
METAAAO
ZYTKOAAHEIHE

NEPO
EZ0AOX

NEPO
EIZOAOZ

2ympo 38: HAeKTpooK®PLOKY] GUYKOAAN G HE KATAVOADGLHO 00170

H nlextpookmprokn cvykOAinom eivor péBodog cuykOAANONG VYNANG amdO00TG.
[Ipocpépetar yia TNV €KTEAECT] HETOMIKOV GLYKOAANGE®MV KOl OVOYOUDGE®V, GE
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katakopven 0éon. H pébodog avtn avartoydnke o¢ emPertiotikn g dodtkaciog
cLYKOAMNoNG pe PuBiopevo T80, To Kopo mpoPAnua frav M peimon ™G
KOTOVAA®ONG TOL OKPOV CLAMTAGUOTOS Koi, 1010iTEPO KOTE TN GLYKOAANON
eCaptudtov pe peydro mhyog (tavm amd 100 mm).

4.1 APXH AEITOYPI'TAY

H niextpookmprokn cuykdAAnon dev eivar pia d10d1kocios cuveXoLg NAEKTPIKOV
16E0V. XvumeptlopfaveTar e ovTHV TV Katnyopio S1OTL ¥pnoytonolel tov id1o
Bacwo eComMopd Ommc or dAdeg pEBodOL CLYKOAANONG HE KOTOVOAMGOKOUEVO
NAeKTPOSL0.

[Mpaypoatonoteiton 6e KATOKOPLEN OECT YPNOUOTOIDOVTIOG TAEVPIKEG VOPOYVKTES
EMKOAOTTTPEG O OMOALTY €M pHe TO Pacikd HETOAAO (OGTE VO GLYKPATEITOL M
MOUEVI GKOLPLY KOL TO HETOALO GLYKOAANGTG TPV aVTO apyicel va 6TepeOTOtEiTAL.
H tpogodocia tov miektpodiov yiveror pécm evog 0dnyov TpomOnone oto KATm
HEPOG NG €vmomnG. ApECOV TOL 00MNYOD HETAPEPETOL TO MAEKTPIKO PELLA
GLYKOAANONG 6T0 NAeKTPOO0. O 00N YOG AVTOS GLVIHOMG Elvol KATAGKEVAGUEVOS A0
LEYOAOL TThYOVG COANVAL.

v opyn ™S GVYKOAANONG AETTOKOKKO GUAAITOGHO ToTtoOETEITOL OTO KAT® HEPOG
TOV J1KEVOL HETOED TMV gAacUdtOv. Me v ekkiviom g unyoving GuYKOAANoNG
KoL Y10 £V0L GOVTOUO XPOVIKO SdcTNo Onpovpyeital nAEKTPIKO T0E0 TNV GKPN TOV
niektpodiov. ITIoAd ocOvtopo TO oSLAMmocuo TNKeTol omd TN BeppoTnTo TOL
NAEKTPIKOL TOEOL Kot dnpovpyeitan pior AMpvn TyUévov HETAALOV Kot TO NAEKTPIKO
100 ofnvel. H mypuévn okovpid elvar KaAdG MAEKTPIKOS ay®YOS, ETMOUEVOS TO
NAEKTPIKO PEVUO OLOTTEPVA OO TO NAEKTPOSIO TO TNYUEVO UETOAAO KO omd kel TO
Baocwo péroriro. H dwPifacn ovth tov nAeKTpiKov pevpartog, pe t Ponbeta g
NAEKTPIKNG avTioTooNng NG aydyung okovplds (eoawvouevo Joule), éxer ocav
OTOTEAEC O, TV VIEPOEPUAVOT TG TNYUEVNS OKOLPLAC o€ onueio Tov vrepPaivel To
onueio ™mMEemwg Tov Pacwod petdriov. Emopéveoc mpokoAeitonr m méEn tov
ECMOTEPIKMOV  TMAEVPIKAV  EMPAVEIOV TOV TPOG GLYKOAANGN  Tepoyiwv, TOV
NAEKTPOOIOL KOl TNG AKPNG TOL 031 YOV TPo®ONO™G TOL NAEKTPOSIOV.

To piypo mypévov Pactkod petdAiov, niextpodiov Kot 0dnyod mpomddnong eivan
BapOtepo amd T0 TMYUEVO GLAMTOGUO KOl GUYKEVIPAOVETOL GTO KAT® UEPOG TNG
Kowthdtrag g paens. Kabmg to piypo avtd Eekvdel va otepegomoteital otn Paon
dnpovpyeiton  paen TV 00O TEUAYIOV.

H mpootacio tov typévov petdAiov omd v ofeldmon Tov aTHOcEUIPKoD aépa
napéyxetatl amd TV 1o T AMpvn Tov HETAAAOD.

To eEmtepucd mepiypappa g poeng Tposdlopiletor amd TIC TAEVPIKES EMKOAVTTPEG.
H moapairoyn avtg g pnebddov pe tov KatovalokOpevo odnyd mpoddnong tov
niekTpodiov cuvBmg xpnoonmotel oTabepPEG TAEVPIKEG EMKAADTTPES.
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H xepodn g punyavig cuykOAANonG dev Kiveiton Kot ival otabepd TpocapUocuévn
TNV KOPLPT| T®V TPOG GLYKOAANGN TEpayi®V. XPp1|oT TOAAATAGV NAEKTPOOIOV Kol
00MNY®V €ivol EPIKTN Y1oL GLYKOAANON UEYOALTEP®V dtatopdv (Zynua 39), evad etval
VAT 1 TOAQVTOOT GE OPICUEVES EPOPUOYES M TAAAVTMOT] TOL NAEKTPOSIOL KO TOV

001y0V KaTd TO TAATOG TG paPng (Zymua 40).

-0 " O—
%

|
it

Yype 39: HAEKTPooK®PLoK1] 6VYKOAAN G PE TPio NAEKTPOOLN PE KATAVILIGKONEVO
0o1y6"™

1/2-23/8 inch 23/8-5inch 5-12 inch
ONE ELECTRODE ONE ELECTRODE TWO ELECTRODES
NO OSCILLATION WITH OSCILLATION WITH OSCILLATION

Tymna 40: HAekTpooKkmplaky] 6vyk6rAnet pe Tahdvroon niektpodiov!'"

H 1ehuc) otepeomompévn emodvelo g poeng KOAOTTETOL HE €VOL AETTO GTPMOLLO
OKOVPLIG TO omoio aatpeital ToAD gukola. H katavdAwon cuAMmacuaTog mpémet
va avtiotafuileton mpocsBétoviog cvAAimacpo Katd T Odpkeln TG Asttovpyiog
OLYKOAANONG (Zymua 41).
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Tyfipe 41: Mpocdikn svilmdopatog Katd T didpketa TG svykornong!

Onwg kot otn ovykOAAnon Pubicpévon TOov amatteital 1 EPOPUOYN GTNV apy Kot
010 TEAOG NG PO mpooHnkadv (starting tab & run-off tab) yww v woAvtepn
exkivnon Kot teppatiopnd g dadkaciog cvuykoOAAnong (Zynpa 42). Metd to népag
NG GLYKOAANONG O1 TPOGHNKESG AVTES OMOUOKPVVOVTOL.

Yympo 42: H toro0étnoen apocdnkov 6ty apyn Kot 1o TEA0G TNG pa@]g Eivar
emraktiki"
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Mw GAAN moapordayr] TG HEBOOOL MAEKTPOCKMPLOKNG OCLYKOAANONG &lvar 1
EQOPUOYN LG UNXAVIG GUYKOAANGNG OTNV OTTOi0 KIVEITOL KOTAKOPLOA 1) KEQPOAT TNG
KOl AVOYMOVETOL KATA UNKOG NG poaens (Zymua 43).

OAHI'OZ
| __KYAAHIHE

I MHXANHE ZYTKOAAHZHE

HAEKTPOAIO

MHXANH IMTPOQEHIHE
HAEKTPOAIOY

17

OAHIoxz
MNPOOQOHIHE
HAEKTPOAIOY

BAZIKO \‘ l

“ETAAAO

KINOYMENA
YAPOPYYKTA
KAAAYMATA

/MW%

THKOMENH
\\\\ YKOYPIA
THIMENO
METAAAO
. EYIKOAAHZHE

e ~~ LTEPEONOIHMENO
NEPO METAAAQ

\’FKOAAHZHZ

[11]

Yympo 43: HAeKTPOooK®PLOKY] GUYKOAAN G PE KIVOOUEVI] KEQUAN
Ot mhevpcég EMKOAVTTPEG PUETAKLVOUVTOL KO QVTES KOTE PNKOG TNG poens poall pe
TNV KEPAAN TNG UNYXOVIS GUYKOAANGONG. ZVOTHLOTA £VOG 1] TOALOTAMY NAEKTPOSI®V
EyMuo 44) uwopovv vo. EPOPUOCTOVY UE SLVATOTNTA TOAAVTMOONG TOL NAEKTPOSIOL
KATA T0 TAATOG TG pagnc. OLot o1 ALOL GLUVTEAESTEG EQOPLOYNG TNG HEBOOOL glval
10101 €KTOC TNG LN XPNOTNG TOL KATOVAAGKOUEVOL 001YOU TPOMON oG KOt ETOUEVMOG M
GUVOAIKT] TOGHTNTO TOV TPOCTIOEUEVOD UETAAALOL TapéyeTot €5’ OAOKANPOL Ao TO

NAeKTpOSL0.
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=

Yynpo 44: HAEKTPOSK®PLOKN GLYKOLANGT) VOGS 1] TPLOV NAEKTPOII®Y
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4.2 TAEONEKTHMATA KAI XPHYEIX

H miektpookwploxn péB0d0G GLYKOAANGONG YPNOWLOTOIEITOL Ylo. TN CLYKOAANON
KOTOOKEVOOTIKOV YOAVP®V, KoOMOG miong Kot yio T GLYKOAANGN TOV €AOQPA Kol
woyvpd Kpopotopévov xaloBov. H uébodog avtr oe oyéon pe tig dAieg pebBodovg

OLYKOAANONG YopakTnpileTon amd To akdAovBa TAEovEKT LT

1.

[51.

Avvatdmto cuYKOAANoNG e€opTNUATOV PE TP TOAD peydlo mhym,
axoun kot péyxpt 2000 mm pe éva mépacpa. O Babuog amddoong yio
™ uéEB0O0 MAEKTPOOKMPLOKNG OLYKOAANonG eivon 1,0 ywo ™
ovykOAANon pe Publopevo tOo 0,7 evd Yo TN YEPOVOKTIKN
OLYKOAAN O pe emevOEdVIEVO NAeKTPOOTLO 0,5.

E&apetikd peydAo mocootd amdbeong mpootiBépevon petdiiov. H
NAEKTPOCK®PLOKY] GLYKOAANGT €xel puOud andBeong g TaENS TV

15-20 Kg/hr ava niektpodio.

. YYnAng modmntag GUYKOAAGES amd TO yeYovos OTL TO0 UETAAAO

OLYKOAANONG TOPAUEVEL Y10l OPKETO YPOVIKO OAGTNUA OE VYP| LOPON
LE OTOTEAEG LA T OLLPVYT] TOV AEPI®V TOL OTLLOVPYOVVTOL.

Agv amouteiton  1O104TEPN TPOETOWOACIOL TOV OKUDOV TOV  TPOG
ovuykOAAnon tepayiov. Emefepyacpévec axpés kot  opboydvieg
eMMedES TOL TPOKVITOVV ATO PAOYOKOTT GLVIOMG YPNCULOTOLOVVTAL.
Mnyovormomuévn oadikacio. Amaf kol EEKVOEL 11 GLYKOAANGON
ovveyilel mpog v ohokAnpwon te. Ilpokaiel eEldyiotn KOT®ON Yo
TOVG TEYVITEG KABMG KATA TNV EKTEAEGN TNG OEV AmOUTOVVTOL ETOEELO
YEPIGLOL.

Elayiotonoinon mapapopemcemyv. MndeviK YOVIOKT TopapOppOon
010 op1lovTio eminedo (no angular distortion in the horizontal plane).
ELdyiomn mopapdpewon cvotohng (shrinkage) oto kdbeto eminmedo
(vertical plane).

EAldyiotog  ypovog epappoync. Eivar m mo taysio  péBodog
OLYKOAANOTG Y10l TALYEQ EAAGLLOLTOL.

Amovcia ekto&evong petdiiov (weld spatter)

Amovoio gpedviong Adpyng mAektpikov TOov. Aryotepa pétpo

acQOAELNG.
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4.3 2YTKOAAHYXIMOTHTA METAAAQN KAI EYPOYX EOAPMOI'HY

H nAextpockwmproxn pnébodog ypnoomoteitot yio T GLUYKOAANOT| KOTAGKELUGTIKMV
YoAOPBoV Kabmg emiong Kot Yoo T GVYKOAANGN €APPE KOl 1GYLPE KPOUATOUEVOV
YOAOPOV.

Kédto amd ocvvibelg ovvbrkeg 10 eAhdyioto mhyog petdAilov mov pmopel va
ovykoAANOel etvar 20mm (3/4°"). To péyloto mhyog TOL EMTVYMG £XEL GVYKOAANOEL
etvar 950mm (367") pe ) ypnon €51 LELOVOUEVOV NAEKTPOSI®MV LE KATOVOAMGKOUEVO
oonyo6 mpomHnong.

H ypnon evoc niextpodiov epapuoletar yio mwoyn oand 25-75mm (1-377). And 50-
125mm (2-5"") gpappoletor  TAKTIKY TG TOAGVTOONG Ot paer|. Zto whyn 125-320
mm (5-12"") ypnowomrotovvror 600 NAekTpOdo pali pe KATOVOATKOUEVOLS 001 YOVG
CLPUATOV Kot pe TaAAVTOoT avtdv. Edv dev epaplooTel 1 TOKTIKY TNG TOAGVTOONG
amoutovvrol tpodcheta nAektpdola. H emhoyn avt BéParta amoartel emmAéov mnyég
NAEKTPIKOL PEOUOTOC, TPOPOSOTEG NAEKTPOOIMV EMOUEVMG 1| TOKTIKT TNG TOAAVIWOONG
EMALYETAL OOV UTOPEL VO EPOPLOCTEL.

To vyog g paeng eivor por GNUOVTIKY TAPAUETPOS Kot Tpémet va. Anedel vwoyn. H
péBod0g pmopet vo eQapproctel 6e pKpod VYoug paeés Tov 100mm (47") og pagéc
Tov 6,5m (20ft). AvokoAia gpeaviletor Katd ) StgpKe TG TAAAVTMOONG LEYAAOV
UNKOVG  KOTAVOAGKOUEVAOV 00MNYDV Tpoddnong mAextpodiov kabag yivovion
gokountor Adym g Oéppavong tovg. Otav 600 odnyol mpowbnong cvvoebovv
otafepd HETOEL TOLG SMUOLPY®OVTOS Ml oTfopr] Katookevn &lvar dvvaty 1
TOAAVTOON ToVG. 26T0060 660 avéavetal 0 aplBUOC TOV KATUVUACKOUEV®V 001YDV
npodOnong 1o Hyog mpémel va petwveral. H oxéon petald mayovg kot Hyovg paeng
QOIVETOL GTOV ETOUEVO TIVOKAL.

Plate Root Joint Number Welding | Total

Thickness Opening Height of Voltage | Current Vert Speed

in mm in mm | ft m | Electrodes | Oscillation Elec Amp ipm mm/min

Pos DC
% 19 1 254120 6 1 No 35 500 1.40 36.0
1 25.4 1 254 20| 6 1 No 38 600 1.20 30.0
2 50.8 1 254 120 6 1 No 39 700 1.00 25.0
3 76.2 1 254120 6 1 No 52 700 0.80 20.3
2 50.8 1" 1318] 5 |15 1 Yes 39 700 0.76 19.3
3 76.2 1" 1318 5|15 1 Yes 40 750 0.64 16.3
4 101.6 1 1318 5|15 1 Yes 41 750 0.52 13.2
5 127.0 1" 1318] 5 |15 1 Yes 46 750 0.40 10.2
3 76.2 1 254 120 6 2 No 40 850 0.50 12.7
4 101.6 1 254120 | 6 2 No 41 850 0.44 11.2
5 127.0 1 254 120 6 2 No 46 850 0.38 9.7
5 127.0 1% 1318]10]| 3 2 Yes 41 1500 0.80 20.3
6 152.4 1" 1318[10] 3 2 Yes 42 1500 0.72 18.2
8 203.2 1" 1318]10]| 3 2 Yes 45 1500 0.54 13.7
10 254.0 1 1318(10] 3 2 Yes 48 1500 0.47 11.9
12 304.8 1" 1318[10] 3 2 Yes 51 1500 0.36 9.1
12-18 | 304.8-457.2 | 1 [381] 6 | 1.8 3 Yes 55 1800 0.18 4.6
18-24 | 457.2-609.6 | 12 [ 381 ] 5 | 1.5 4 Yes 55 2400 0.18 4.6
24-30 | 609.6-762.0 | 1Y% [ 381 | 4 |12 5 Yes 55 3000 0.18 4.6
30-36 | 762.0-9144 | 1Y% [ 381 | 3 | 1 6 Yes 55 3600 0.18 4.6
Mivaxkoeg 10: I1ayog Pacikov peTdriiov Kol VYOS pa@t|g TOL HTOPOVY VA,
ovykoAA 0oy
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4.4 AYNATOTHTA XYNAEXEQN

2V NAEKTPOOKMPLOKY, OLYKOAANON vmdpyer povo €vag  Paocwkodg  tHmog
ovyKOAANONG, M oOvdeon pe avowkty ovpPoAn (open square groove weld). H
OLYKOAANGOT UE OVOIKTH GLUPOAY UTOpEl VO E€QOPUOCTEL YL TNV TOPAYMYY|
ouvdécewv oe cuvenineda tepdyla (butt joint), cuvoécemv tav (tee joint), YOVIAK®OV
ocvvoéoemv (corner joint), cuvdécewv pe emikdAvyn (lap joint) Ko cuvoécemv Katd
axun (edge joint).

el

I lle

Yy 45: AvvatéTnTo GUVOEGEMY IE NAEKTPOCKMPLUKT GVYKOAANON

Ta dpopetikd €10 ocvvdéoemv katd cLUPoAr] mov pmopel vo yivouv pe v
NAEKTPOCK®PLOKT CLYKOAANOT GAIVOVTOL KOl GTO, TTOPOKAT® GYNLOTO.

Xyqpo 46: Ala@opeTikés 6VVIEGELS KATO cOUBOM] e NAEKTPOCKMPLUKT] GVYKOAANON
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>t ovvdeon pe avolkti ovpPforn eEetdlovior 600 SGTAGELS, TO TAYOG TWV TPOG
ovykoAnon tepoyiov (T) ko to didkevo (gap M root opening RO) peta&d tovg
(oymua 45). To unKog Tov dtoKEVOL Uopel vor TotkiAel, aALd e€apTtdTor Kupiwg amod
T0 Thyog TV edacpdtov. Etvar embBounto to didkevo va £xetl To duvatodv pkpdTeEPN
T OOTE VO OOLTELTON 1] EAAYIGTN TOGOTNTO LETAAAOV cLYKOAANoNG. TlepropioTicdg
TOPAYOVTOG GTNV NAEKTPOCKMOPLOKT) GLYKOAANGN Yol TO €AAYIOTO UNKOG OloKEVOL
arotelel T0 péyebog TOV KOTAVOAIGKOUEVOL 00NY0D TpomOnoNg NAeKTpodiov Kot O
e€OMMOUOG TOV TTOV ATOLTEITOL Y10 VAL TOV GUYKPATEL MOTE Vo Unv £pOeL o€ ETaPT| e
TO, TOUYOLOTO TOV EAACUATOV (Zymua 47).

- SRR
K - e

|

t‘ ' : |
i
i

Yynpoe 47: leprf@pro 01aKkéVOy 6€ 6YE0T 1UE TOV KATAVEAMGKONEVO 00176

To péyebog Tov 00MY00 TPEMEL Vo £lvorl ETAPKES Yo TNV OUAAT, OLEAELON TNG UEYAANG
EVTaong MAEKTPIKOL  PELHOTOS GCLYKOAANONG KOl JOUIKA 1oyvpd  UEXPL va
KatavadwBel otn Alpvn ocvykdAinong. To dudkevo emiong mpémer va givol apketd
HeYOAo ®OTE 0 TEMKOG OYKOG TOL PETAAAOL GLYKOAANONG VO €lval ETOPKNG Yo Vo
TPOCPEPEL TIG UNYOVIKES 1O10TNTEG AELTOVPYIOG TOV.
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4.5 HAEKTPIKO KYKAQMA KAI PEYMA YXYT'KOAAHYXHY

H 6wdtaén mov ypnoiomoteitor yioo TNV MAEKTPOCKMOPLOKY GLYKOAANGT L€
KOTOVOAGKOUEVO 001y TaPOVGIALETOL GTO EMOUEVO GYT|LLAL.

WIRE
TORCH SUPPLY
CLAMP CONTROL

SYSTEM
R WIRE FEED |
| ~ DRIVE MOTOR
‘ :L\ X POWER SOURCE
N\ | © @ !
©: 2 *
! g / ©
ELECTRODE
LEAD

i | ¥~ WORK LEAD

o
,Lr__'_—"__. 1 BACKING SHOE

Yompo 48: Atatagn NAEKTPIKOY KUKAMRATOS NAEKTPOSKMPLEKIS GVYKOAA 6N G

[11]

[No ™ dwtaén pe katavolokdpevo odnyd cuvnBmg emA&yetal myn GLVEXOLG
NAEKTPIKOL pedpatog. X1o Niektpdolo mapéyetal Betikry moAwodtta (DCEP) eva
EMAEYETOL 1 XOPOKTNPLOTIKY oTafepng tdong palli pe to ovommuo otabepng (M
pLOCoUEVIC) TOYLTNTOS TPOMONGNG TOV NAEKTPOSIOV.

2 ovvnon Swdwkacics MAEKTPOCKMPLOKNG GLYKOAANOTG GuYVE ypnoylomoteital
EVOALOOOOUEVO PEVLA KUPIOG GTO. GUGTNUATO TPLOV NAEKTPOSI®V. LTIG EQPOPUOYES
aVTEG EMAEYETOAL TO CVOTNUO oTABEPNC TPOPOJOGing TV NAekTpodiwy. Ta nAekTpikd
YOPAKTNPLOTIKA TOV TYUEVOL UiyHOTOg elval Opola pe ekelva evOG VYNANG EVIAGEMG
PEVUOTOC NAEKTPIKOV TOEOVL.

H évtaon tov nAektpikov pedpotog oe kdbe nAektpodto pmopel vo Kopoivetal amod
400 A €wg 800 A evad M tdom amd 25 g 55 V. H vynAn tym g tdoesng eival
eEAPETIKA ONUAVTIKOG TAPBEYOVTAG, EOIKA OTOV YPNCUYLOTOIOVVTOL UEYAAOD UNKOLG
oonyot (guide tubes).
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4.6 EEOIIAIXMOX

O &fomMopdc moOv  omouTElTOL YOO TNV MAEKTPOCKM®PLOKY GLYKOAANGN LE
KOTOVOAGKOUEVO 001Y6 Tapovstaletal 6to mponyovuevo oynpa. ‘Eva amid cvomua
OLYKOANONG pmopel vor mepthapPdvel éva mAekTpOdlo pe évav odnyod 1 mo
TOAOTAOKO GuoTApaTe PEXPL €1 NAeKTPOOLO Kol 001YOUS. Ot GLGKEVES YivovTol To
mepimAokeg 060 mpoatifevtal NAEKTPOOLAL.

H epoappoyn oyetucng kivnong 1 taAdviwong mpoceépel ot HEH0OO cuykplTiKd
mheovektnuata. Olo to MAextpdolo glval TPocaptnuUEVE otV 10100 GLGKELN
TOAAVTOONG, EMOUEVMOG OMOLTEITOL MU0l TETOWL CLOKELY] KOl €vag mivakag eAEYYOL
VTNG.

H niextpun myn evépyelag (power source) amoteleitar cuviBwg omd pia yevviplo
OLVEYXOVG PELHOTOG He otabepn yopaktnplotikn tdong. H 1oybg g yevvntplog
TPEMEL VO Elval PEYOADTEPT OT’ QLTI OV OTOUTEITOL YO TN CLYKOAANOTM HE €val
NAeKTpOO0 evd Ba mpémel var £yl peydAo €0pog Tdong Asttovpyiag kabmdg N Tdon
ekkivnong Eemepvdel mOAAEG @opéc TV T Ttov  S5V. Oa mpémer va
neptloppdvovior otov  €EomMMOpd  emumAéov  SatdEels  €AEYYOL,  LETATPOTELS,
EVIGYVTEC, SVVATOTITO ATOUAKPVGHUEVOD EAEYYOL KTA.

H ovokeun tpogodociag tov niektpodiov (wire feed drive motor) cuvnBog eival
TPOCUPUOGUEVT] IOV OO TN POEN, OCTOCO vt duvaTOV va gival TomoBeTnuévn
A0V KOl LEGH EVKAUTTOV AYOYDV VO, 0ONYEITOL TO NAEKTPOSIO GTY| PAPY.

To ocbotua Ttokdvtwong (oscillation system) ypnotpomoteiton yioo pHeydAov ToYOLS
OLYKOAANGELS. ATtonteitan o unyovn TeAGVIOong, UNXoVIGHoT EAEYXOV TOL TAGTOVG
KO TNG TO(VTNTOG TNG TOAGVTMOTG.

Otav  ypnoyomolovviol  VOPOYLKTEG — EMKAAVMTPEG  amorteitor  €E0MMGUOC
KUKAOQOpiog Tov vepovy (avtiieg KTA) Kot evorlAdkTteg BeppotnTog tKovov peyéboug
MOOTE VAL amdyovv T OepUdTNTO TOL TOPAYETOL KATA TN OBPKELN TG GLYKOAANONG.
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4.7 YAIKA YYT'KOAAHYXHY

Tpla vVAKd ®g emi 10 TAEIGTOV YPNOCILOTOOVVTOL YlO. TNV NAEKTPOCKMOPLOKN
cvyk6AANon. To GLAAITAGHA, TO NAEKTPOSIO Kot 0 KoTavarokopevog odnydg. P33
Xpnoipomotovvtal Kot GAAS LAKG OT®¢ 01 TPOGONKES GTNV apyn Kol GTO TEAOG TNG
PaPNG. AvTtd eivol VAKE TOV ETAVAYPTCLLOTOOVVTOL Kot TPEMEL Vo, Eivar amd To 1510
VAMKO oL givon Kot To Bacikd pETaALO.

Movotikd VAKE ypNCILOTO0OVTAL Y10, GLYKEKPIUEVEG €Qappoyés. KoatdAiniot
LOVOTAPEC-OMOGTATEG TOTOOETOVVTAL YOP® OO TOVS 0ONYOVG Y10l VO OTOPEVYETAL M|
EMOPN TOVG HE TO TOWYDOUOTA TOV PACIKOD HETAAAOL 1 TIG EMKAAVTTPEG KOl
TpokAnOel dtappon NAEKTPIKOV peLLATOG Kol TOavOg omvOnplopog (Zynua 47).

EmnAéov vAikd-eoptipoto amoteAodv o1 GOIYKTNPES Kol ol oerveg (strong backs,
wedges) mov tomoBeTovVTOL YL VO GLYKPATOOV TIG EMKAAVTTPEG oI BE0M TOLG

(Zxnpo 49).

Xyfqpna 49: ToroBiTnon Kot 6VYKPATNON ETKAAMITTPOV

210 cLOTAUOTA TOAAATAMY NAEKTPOdiwV Tomobeteitar otn Pdon g paens €va
xoAOBoOwvo kovPapt (steel wall ball) kbtow and ta miektpddi mov Ponbaer otnv
évavorn Tov T0E0V Kot 6TV ekkivion g dadkaciag. To xaAvfdvo avtd kovBapt To
CUVOVTHGOLE KOl TN GLYKOAAN o™ Pubicpévou Tto&ov (Zymua 34). H mpaxktikny vt
umopel va epaprooTel Kat yio Eva NAeKTpdo1o, av kot cuviBwmg dev yperaletal.

Ot Paoikég Asttovpyieg TOV GLAMTAGHOTOS GTNV NMAEKTPOOKMPLOKY GLYKOAAN O
etvau:

1. TIpocdoon Oeppdtmrag vy v t™EN TOv MAekTpodiov kot Tov Pocikol
HeTdALoL

Aymydc Tov NAEKTPIKOD PEOHOTOC

[Tpoctacio Tov TNYHEVOL PETAAAOV OO TNV OTULOGOOLPA

Aéopevon akobopoimv

Awtpnon otabepng Aettovpyiog

Aol o

Yrdpyovv d00 €101 GUAMTAGUATOS TOV GLVHOW®E YPNOIUOTOOVVTAL 6T HEBODO TNG
NAEKTPOCK®PLOKNG cLYKOAANoNG. To éva eivan 10 cuAMmacpa exkivnong (starting
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flux) kot to GAAo tOo oVAAMmacua Aettovpyiog (running flux). To cvAlimacua
exkivnong elvatl oyedacpévo mote va otabepomnotet ypryopa v OAn dadikacio g
ovykOAAnonG. To cuAMmacpa Agttovpyiog eivorl oxedlaoUEVO Vo TOPEYXEL 1IGOPPOTiaL
oTN GLYKOAANGN OGOV 0POPE To. LEYEDN TG NAEKTPIKNG ay@ydtnTos, Bepuotntag,
TUKVOTNTOG KO yNUIKNG cvotaons. H katavdiwon cvullmdopatog sivor pukpn kot
katd tpocEyyon 100gr ava 320mm vyovg paer|s.

To MAekTpOO0 GTNV MAEKTPOCKM®PLOKT] CLYKOAANCT HE KOTOVOAICKOUEVO 00MYO
napéyel to 80% tov mpooTfEpeEVoL petdAlov. To VOO TOGOGTO TOPEXETOL ATTO
tov odnyo. H ovotaon tov niektpodiov mpémet va touptdlel pe avtn tov Poctkov
petdArov. Kabbg 1 amdBeon tov NAEKTPOdiov TG NAEKTPOSKOPLUKNG GUYKOAANGNG
TPOCOUOACETOL e TN ¥VTELGN, €lval SNUAVTIKO 01 W1OTNTEG TOV «GaV Omd YVTELON
UETOAAOL» VO, VIEPKOADTTOVV TIG UNYOVIKEG 1WOOTNTEG TAOV TPOS GLYKOAANGM
tepayiov. Eivar onpovtikd emiong va AneOei vwoyn 10 m0600Td S10AvTomoinomg
(dilution factor) tov  Pacikod  pETAAAOL ©TO  TNYMEVO  UETOAAO.  XTnV
NAEKTPOCK®PLOKY] GUYKOAANGN HE KOTOVOAMOKOUEVO 00NYO TO TOGOCTO 0vTd
Kopaiveton ond 25% £wocg 50%. To mocootd avtd eCoptdtor amd TG GLVOTKEG
GLYKOAANGTG.

To cvAMTOGHO 0EV GUUUETEXEL OTNV KPOUATMOOT OVTE KOl GTOV TEMKO OYKO TOL
TPooTOENEVOD HeTdALOV o Gyéom e To MAeKTPOd0. [Nevikdg ta MAekTpdOL TOV
YPNOOTOOVVTOL 6T GLYKOAANON pe mpootacio aepiov (GMAW) kot ot
ovykOAAnon PuBiopévou t0Eov (SAW) emiléyovtal Kol Yo TNV NAEKTPOCKMPLOKY|
ovykOAAnon. To niextpodio pe dwatour 2,4mm (3/32°) elvar 10 Mo S1OEOO0UEVO
YL TNV NAEKTPOCK®PLOKY] GLYKOAANGT AOY® NG VKOAIOG OEAELOTG TOV OO TOLG
ay@yovg TPOPOOOGiag VA £YEL TO UEYAADTEPO TOGOOTO OmdOeong LVAKOD (Zymua
50).

80

25

50 ——7m— 1

420
40

3/32' i
e T (2.4 MMy e
ELECTRODE 1/8" (3.2 MM}
ELECTRODE
|
20| it ! I L

L e |
(o] 200 400 800 800 1000
WELDING CURRENT—AMPERES DCEP

DEPOSITION RATE—LB/HR
DEPOSITION RATE-KG/HR

Yympa 50: PvOpoc ané0eong niektpodiov 2,4mm (3/32°") o€ oyéon pe 10 3,2mm (1/8°")

O KoTovaAoKOpeVog 00MYO0G TpodOnong Tov MAektpodiov TNKeETOL AKPPOS KATM
amd TV emedveln g Alpvng tov ypévov petdiiov. O odnydc Bo mpémer va
ypnowonotleitor 6tav To pNKog ™G pagng Eemepvast to 160mm (6°7) pe v
npobmoOBecn OTL 1 GULOKELY] TPOPOJOGiag TOL mMAekTpodiov elvar otabepn.
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Xpnoyomoovvtot youvol aywyol He HOVOTIPES, OM®G TEPLYPAPNKE TOPOTAV®D, N
EMEVOEOLUEVOL.

4.8 IIOIOTHTA YXYI'KOAAHYEQN

Ta mocootd amdBeong VAIKOU 6TV NAEKTPOCKM®PLOKY GLYKOAANON &ivol amd To
vynAotepa. H mAektpookmplokny oLYKOAANGN TopAyel GUYKOAAGEIS VWNANG
TOLOTNTOG, OMOTEAEGO TG OTAOIOKNG OTEPEOTOINGNG 1 omtoia Eekvael amd T Pdon
™G paeNG. YTapyel mAvTo TNYUEVO HETAAAO AvwBEeV TOV GTEPEOTOMUEVOL UETAAAOL
kol ot akaBopoieg o1 omoieg eivar eha@pOTEPES, 0ONYOLVTOL GTNV ETPAVELL TOV
evamoTIfEUEVOD TNYUEVOL HETAALOL KOl GUYKEVIPMOVOVTOL GTNV KOPLPN TS PAPNS
KOl G TUNUO ALTNHG TOV GLVIOMG ATOUOKPVVETOL.

H nAextpockmprokn cuykdAAnon lvar pa dtodikacioo «yopniov vdpoydvoovy, (low-
hydrogen), KaBdg 10 VIPOYOHVO OeV ATOTEAEL GLOTOTIKO GTOLXELD KOVEVOS DAKOV atd
OVTO TOV GLUUETEXOVV GTN GLYKOAANOT. Emouévoc Aoym tov apyov pvbupov yoéng
Ohec ot axkoBopoieg &govv tO Ypovo va dwgvyovv. O pvBudg yoéng g
NAEKTPOCKOPIOUKNG CLYKOAANONG €ivol ONUOVTIKG WKPOTEPOS GE OYXECN UE GAAEG
neBddovg cuyKOAANoNG NAekTpKod T0Eov. O apydg puBuds Yoéng emtpémel v
avantuén tov KpuvotdAiov (large grain growth) oto pHETOAAO GLYKOAANGNG KOOMDGC
kol ot Ogpukd emnpeacpévn (ovn (OEZ). Emiong peidvetow m mbavotnrto
EUOAVIONG POYLOV KaB®G perdvetal 1 okAnpomta ot OEZ, 6nmg cuyva cvpPaivet
oT1G cvpPatikég peBOd0Vg GLYKOAANOTG.

Ot 6VYKOAAMGELS TOL TTapdyovTol e TN HEBOOO TS NAEKTPOSK®PLOKNG GUYKOAANGNG
MOTOMOlovVTAL He PAon TOvg MO aLGTNPOVS eAEYYOLS Kot moTomomoels. Ot
amontNoel Tov AWS 1kavoTolovvTol TANPMOE OTIG POPEG TOV TPAYLATOTOLOVVTIOL LUE
™ néB0OO NG NAEKTPOCKMOPLUKTG CUYKOAANOTG.
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4.9 INTPOI'PAMMATIZXMOX YT KOAAHXHY

‘Eva  tomikd  mwpdypopo-oxeSOcHOS  KOL  ETAOYY]  TOPOUETP®V YOO TNV
TPOYUOTOTOINGCY], MNAEKTPOCKM®PLOKNG OCLYKOAANONG HE KOTOVOAGOKOUEVO 0dNYO
QOIVETAL OTO. TOPUKAT® oyYNUaTe. Me epapuoynq €vOog MAekTpodiov pe 1 yopig
tadavtoon (Zyfua 49) kot pe 600 NAEKTPOSIO OpOimG LE 1 YOPig TaAdVT®oT).

® ;T TS B |
Oscillator
- FE S

~— ©)
Aﬁ RO }__‘ r
‘4 RO }_.;
Single electrode—Non oscillating
Maximum Root RO Welding Current
Thickness T Height H Opening Volts Amperes
in. mm ft. Meters in. mm EP DC
3/4 19 20 6 3 25 36 500
1 25 20 6 1 25 39 600
2 50 20 6 1 25 40 700
3 75 20 6 1 25 53 700
Guide tube size—1/2" (12.7 mm) O.D. x 1/8" (3.2 mm) 1.D. ”
Single electrode—with Oscillation
- Maximum Root RO Oscill, Traverse Welding Current
Thickness T Height H Opening Length Speed (2) Volts Amperes
in. mm ft. meters in. mm in. mm ipm | mm EP DC
2 50 5 1.5 1-1/4 |31.4]| 1-1/4 | 31.4 25 625 40 700
3 Fis) S 1.5 1-1/4 |31.4| 1-1/4 | 31.4 45 1125 41 750
4 100 5 1.5 1-1/4 |31.4) 1-1/4 | 31.4 65 1625 44 750
5 125 5 1.6 1-1/4 |31.4|1-1/4 | 314 85 1925 47 750

Guide tube size—5/8"" (15.9 mm) O.D. x 1/8" (3.2 mm) |.D.
(1) Electrode dia. 3/32"

[2) Based on 10 second oscillation cycle

(3) Water cooled shoes and Porta-slag flux used.

Yympa 51: Emoyn mopapétpov 6vyKOAMong ne Eva nAEKTPOO10 pUE 1) Yopic
toravroon!
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I
A @ T I
ES i T
b |
® I |
|
—-—{ RO ]<; Y
Two Electrodes -Non oscillating
Ma:‘(imurn Root RO Electrode Welding Current
Thickness T Height H Opening Spacing ES Volts Amperes
in. mm ft. Meters in. mm in. mm EP (104
3 75 20 6 1 25 2-1/2 62 a1 850
4 100 20 6 1 25 2-1/2 62 44 850
5 125 20 6 1 25 2-1/2 62 47 850
Guide tube size—5/8" (156.9'mm) O.D. x 1/8” (3.2 mm) |.D.
Two Electrodes—with Oscillation
Maximum Root RO Oscill. Traverse Welding Current
Thickness Height H Opening Length Speed (2) Volts Amperes
in. mm ft. Meters in. mm in mm ipm mm EP DC
6 125 10 3 1-1/4 31.4 1 28 20 500 42 1500
6 150 10 3 1-1/4 31.4 2 50 40 1000 43 1500
8 200 10 3 1-1/4 31.4 4 100 80 2000 46 1500
10 250 10 3 1-1/4 31.4 6 150 120 3000 49 1500
12 300 10 3 1-1/4 314 8 200 120 3000 52 1500

Guide tube size—5/8" (15.9 mm) 0.D. x 1/8" (3.2 mm) |.D.
(1) Electrode diameter 3/32"".

(2) Based on 10 second oscillation cycle.

(3) Water cooled shoes and Porta-slag flux used.

Yympo 52: Emaoyn mopapétpov cvyKOAMong pe 000 NAEKTPOSIO PE 1] Y OPIS
tordvroon!

H emioyn tov mopamdve mopapétpov €yve yuo. cLYKOAAN O YOAOPOV YouUNAng
TEPLEKTIKOTNTOG GE AVOPAKO, GE QUOIOAOYIKEG GUVONKEG, HE YPNON VOPOYLKTMV
EMKUADTTPOV, UE KATOVAAMOKOUEVOVS 00MYoVG e€mTepikng dtopétpoy 16mm (5/87")
Kot ectepkng 3,2mm (1/87). 'Exetl emheybei nhektpddio dapétpov 2,4mm (3/3277)
Kol yivetor yprion SLVAMTAGHOTOG eKKivnong kot Katomy Aettovpyioc. Kotd v
TOAAVTOON VTAPYEL U0 OLOKOTH TNG Kivomg, Y Tepimov T€66EPA dEVTEPOLETTA,
LOMG TO NAEKTPOO10 TPOCEYYIGEL TO £vaL 1) TO AAAO AKPO TNG PUPTS.
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4.10 METABAHTEY YXYT'KOAAHYXHY

H nmlkektpookwpilokn cvykoOAinon Saeépel amd Tig GAAeg pebddovg cuyKOAANONG
NAekTpikov TOEoL 0md 1O YEYOVOG OTL M THEN TOL Pacikoy PETAALOL TpoKaAEiTal
éupeca amd N Oeppomra g Mpvng g tNyHéVNng okovpldg Kor Oxl amd TO
niektpwod tO&o. H mmyn Oepudmtag mov meprhopPavetor ot péBodo eivan
OLYKEVIPOUEVT, GTOV OYKO NG TNYHEVNGS paloc peTa&d Ttov mhyyovg Tov Pacikov
UETAAAOV GTO OLAKEVO.

XTI GLYKOAANCELG NAEKTPIKOD TOEOL M YN BepuodtnTOag TeplopileTon oV apPKETA
HUIKPOTEPT] TEPLOYN] TOL €KTEIVETOL TO MAEKTPIKO TOEO pE TN Olpopd OTL M
Oepuoxpacio etvar ToAD vyMAOTEPN.

Ymv niektpookmplokn pEB0d0 CLYKOAANONG Ol mpog TNEN EMPAvEES elval
ToPAAANAEG He TOV AEovo TOL MAEKTPOOIOV. Xvvemdg ovénom ng £viaong Tov
NAEKTPIKOL pedpoTog 0ev Ba avénoetl to Pabog g dieicdvong oto Pacikd HETAALO.
Oco avédveton M évtacn Tov MAEKTPIKOL pevdpatos toco avEdvetar 1 andbeon
VAKOV.

Ye 0leg T1g neBOOOVG GLYKOAAN OGNS NAEKTPIKOL TOEOL avénom g Tdong Tov TOEoL
TPoKaAel peyEBuVoT TOV TAGTOVG TNG PAPG. TNV NAEKTPOCKMPLOKN CLYKOAANGON
ocvppaivet To 1010, pe TN dPopd 0Tt aVTo peTaPpdleTon cav avénon tov Pdbovg g
delodvong ota mevpikd Torydpota. H avénon g tdong av&dver ) GLVOAKY|
BepuotnTo Tov AVTPOH TNYUEVOL PETAALOL e ATOTEAECUA TNV THEN TEPIGGOTEPOV
VAMKOV oamd TO. TAELPIKE TOlYOMOTA TOL Pactkoy HeETOAAOVL. AvEnom Aowmdv 1ng
Thoem®c TOL MAEKTPWKOL TOEOL cuvvemdyetor TV avénon tov PdBovg TEewmc.
YrepBolkn OpmG TN ™S TACEMS EXEL GOV OMOTEAEGHO ONULOVPYIN VTOKOTTAV, EVHD
avtifeto pe younAn T g Taoems AApPAavetl ydpo To PAIVOUEVO EUPAVIoNS TOEO0V
HETAED TOL NAEKTPOSIOV Kot TOVL TNYHEVOL HeTAALOL 6TOV TLOUEVA TOV. O YEPIGTNAG
TPETEL VO ELVOL GUVEYELD GE EYPIYOPCT MGTE VO, KAVEL TIC OTAPOLTNTES EVEPYELEG KT
™ S1dpKeln TG cLYKOAANONG YVoPIlovTag UOIKA TIG EMOPACELS 0md TN HETAPOAN
TOV SPOP®V UETAPANTOV.

To BdéBog ¢ ypévne okovpidg etvan axkdun pio petafintr mov wpénet eniong va
eAéyyeton gdv eivan dvvatov. Me o PvBopetpikn papoo (dipstick) o yepiog
umopet va o eAEYEEL, edv UOIKA £xel TpdoPaon. And v eumepia gaivetal 6Tt dtav
N EMEAVEW TNG MUVNG NG TNYUEVNG OKOLPLEG TOPOUEVEL AOLOTAPOYTY KOl 1
dwdwacio cvveyiletar yopig omifec M extdEevon petdAiov, 1o PdBog g elvar
owoto. Eav to PBdboc g Aluvng eivon apxetd pnyo, omwvOnpeg apyilovv ot
epneoavifovtor otnv emeAveln Kot yivovionr opatég amd to Xeplot). Avtd pumopel va
amoeevyfel pe TV TPOGONKN CLAMTAGUOTOS KOTA TN OPKELN TG GLYKOAANGNG
(Exua 39).

Edv vrmapEer dwappon vepod m dwdwkacio mpémel va otopatiost. Extog tov ot
dnpovpyovvtal Bépata acPaAEiag Yo TO0 TPOCOTIKO Tov epydleTatl, TOpoL Kol GAAES
atéleleg eppaviCovror otn poe.
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4.11 ZHTHMATA AXDAAEIAY

O peyaAdtepog kivouvog Katd v epappoyn g pebddov givar n Tapovsio peyaiov
Oykov Nypévov HETAAAOL O omoiog &ival, Kot TPEMEL VO TAPOUEIVEL, EVTOG TOV
dtakévov TV tepoyiov. Edv vrapEel actoyia TV emKOAOTTPOV Kol SLOQVYT TOV
TNYUEVOL HETAAAOL TPOTIUATAL 1) EKKEVMOOT TOL YMDPOL, 1 OTEVEPYOTOINGN TOV
eEomMopol Kat 1 €hevon ypdvov dote va otepeonombetl to pétarro. [popavmg ot
emeaveleg TEPLE var elvar moupipayeg Kot 0A0C 0 eE0MMOUOG EVIGYVUEVOS KOTAAANAM
TPOG ATOPLYT AGTOYI0G TOV.

4.12 BIOMHXANIKEY E®GAPMOI'EX

Meyain epoppoyn g pebddov evromiletar otn Papid Propmyovia. Zvvidn xpnon
™G pebooov eivar M Evoon ToE®V EAACUATOV Y10, TNV KOTOUOKELN] HUEYOAVTEPMV
TEUAYIOV YI0L CUYKEKPIUEVES EQPAPUOYEG. XTO OYNUO. TOL akolovbel mapovsialeTon
po tétoln éveon oo tepoyiov mayovg 203mm(4’) kot vVyovg 4m (12ft) yoo v
KOTOOKELY] EVOG TAOLGIOL U aviG TPEGOG,.

Tynna 53: Blopnyaviky epappoyn TS NAEKTPOSKOPOKHS cvykéAinong!

Me gpappoyn g nebdoov cvuykoAinong e Pubicpévo 1650 1 mapamdve Evoon Ba
anortovce mepinov 80 dpeg, VM HE TNV NAEKTPOCKMOPLOKY GUYKOAANGN M €veon
ohokANpGOONKE o€ PoAG 4 dpeg.

AAo. TopadetyloTo OMOTEAOVV TOL HEYOAQ gAdopaTo TAoimv, ot PAceEl kot o
OKEAETOC HEYAA®V UNYOVOV (YLITOVIEL KTA), KOTOGKELOGTIKO OTOlXEl0 UETAAMK®OV
KTplov, AEPNTeg Kot 0 KaTdloyog epapuoy®v covveyiletat. Xtn Navmnywkn n pébodog
YAPNOUOTTOLEITOL KUPIMG Yo TNV VOOT TOV EAACUATOV TNG TAELPAS Tov TAoiov, Ao
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TO KLPTO TNG YAOTPAG UEYPL TO KAT® WEPOG TOv eAdopatog tov (wompa. H
OLYKOAANGT QTN YIVETOL GTN VAT YIKT KAV Kot 1) pé€B0d0g evdeikvutanl A0y TG
duVaTOTNTAC TNG VO EVAOVEL EAACHOTO YOPIG HEYOAOVG TEPLOPIGLOVS VoYMV
(ovvemmeddTNTA TOV EAACUATOV). Mg TOV TPOTO aLTO UTOPOLY VO GLYKOAANBOVV
erdopato moovg 13 o S1mm xon prkovg 12 péypt 21 pérpov.

Yyqpe 55: Xuykoriinon Tuqpetog pnyavis dtepépemong ydivfa
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4.13 BIBAIOTPA®IKEY ANA®OPEX

[MinBdpa peketdv €yovv Omuooctevtel Yy T HEBOSO NG MNAEKTPOCKMPLOKNG
ovykoAAnong. H pébodog ypnoiponotodviay vpémg 6TV KOTOOKELT KTIplov Kot
yscpvpobv[35'36].

2t Novumnyikn ot IpadTeg avapopés yivovtal ot OeKaeTion Tov *70B738 evy ot
cuvéyeto edpoidveran n epappoyn e pedddov 4 Aoym tov mheovektpdtov ™.
Ye ma veotepn perétn! avagépovian ta 0péhn oto KHGTOG KaTaoKEVTC EVOC TAOlOL
Aol Toy®UTOS amd TV ePappoyn g pebodov. Iapovsialel ) cvyKOAANON
TApovg dteicdvong 3 ehacudtov mayovg 25mm (177) pe odvoeon T (ZynuasS6) pe
éva mépoopa. EmAéyOnke n uébodog g MAEKTPOGK®MPLOKNG CLYKOAANONG HE U
KatavaAoKopevo odnyo (Zymua 57). Ta aroteAéopato TV SOKIUOV 1KOVOTOinoay
Ta kprrfpua tov AWS.

6 mm
/(174 1n)
-—""'_-""-—
G ;
T i e |
25 mm

ey

(1in)
|

[41]

Yympoa 56: Lovoeon T tprov ehaopdtov Tayovg 25mm

Tyipa 57: Tovéeon T pe nhekTpocKmpraky cvykéiinon™*!

KoAamoBapakog Anuntplog TeAida 78



AtmAwpatikn epyacio - SAW / ESW / EGW

Abo onuoviucée peléreg 4B

npoceyyilovv tOo OepHOKpPOCIOKO TPOPIA 1TNG
NAEKTPOCK®PLOKTG CVYKOAANONG Kol TG ovTO €Mnpealetot omd Tig LETAPANTEG TNG
Ommg T 0éom Tov MAEKTPOdiov, TO OldKkEVO UETOED TOV EAAGUAT®V, TNV TAOM.
Emiong, vyiveton po mpoomdbelo  Katovomong Tov TOG Ol HETAPANTEC aLTEG
emnpedlovv 10 péyebog g OEZ kou kot €mEKTAON TIG UNYXOVIKES O1OTNTES TNG

paQNC.

KodamoBapdakog AnuntpLog ZeAiba 79



AtmAwpatikn epyacio - SAW / ESW / EGW

S. ELECTROGAS WELDING (EGW)

H pébodog ovykdAAnong electrogas givatl pio dadtkacio GUYKOAANONG NAEKTPIKOV
T6&0v oL YPNooTolEl TO NAEKTPIKO TOEO OV dnpovpyeiTol PETAED VOGS GLVENMG
TPOPOOOTOVUEVOL NAEKTPOSTOL Ko TNG AIUVNG TNYUEVOL UETAAAOL GE KATOKOPLON
0éon pe ypnon vopoéYvkTOV TEAUATOV ocvykpdtnonc. H péBodog pmopel va
EQOPUOOTEL e EEMTEPIKT TTAPOYN 0EPiOV TPpooTaciag 1| un. To niekTpdoto umopel va
elval copmayn 1 emevoedvpévo. Yrdpyovv Vo PBacikég mapariayég e nebdoov. H
[o xpNoomTolel To cupmayég NAEKTPOO10 pe eEmTePKn Tapoyn aepiov mpooTaciog,
owvnBwg CO,, kat 1 devTepn ypnoonotel Eva eneVOEOLUEVO NAEKTPOSIO YmpiG T
xpoM Tov aepiov mpootasiog, cvvnB®S, KABMS dNUIOVPYOLVTAL 0EPLO TPOCTAGIOG
omd v B Ty enévduon Tov nhextpodiov! .

5.1 APXH AEITOYPI'TAX

Yav péBodog cvykOAANoNg electrogas ava@EPETOL 1N TOPOAAOYY] LE TO GLUTOYES
NAekTpOO10 Ko eEMTEPIKN TTapoyn aepiov Tpostaciog (Zynua 58).

OAHI'OZ
MPOQOHIHE
DL s S e il
'I
: AEPIO
\ MPOZTAZIIAZ
il !I_ ***** -
] [}
—_——h — —_— —_—— - 3
————=d
HAEKTPOAIO
LYMIOATH'H KED®AAH
EINENAEAYMENO o EYTKOAAHEHE
o R
ey A
AEPIO | | =t— AEPIO
MPOLTAZIAZ Sapee e IMPOXTAZIAZ
e s e |

EZ0AOZ —pb=0AOL
NEPOY . C NEPOY

THTMENO
METAAAOQ
ELYTKOAAHEHE
EIZOAOL
EIZOAOZ_ I -— NEPOY
NEPOY I—. -

ZTEPEOIIOIHMENO
METAAAO ZYTKOAAHEHZ

Ty 58: Zoykorinon electrogas pe sopmoyéc niektpodio ko mpostacia agpiov!'

H dwdwooio expetodiedetor, Omwg avagépope, T OBepuoTTa €vOG NAEKTPIKOV
t6&ov mov dnuovpyeitoan peETAEd €VOG GLVEXDS TPOPOOOTOVHEVOL GULUTOYOVG
NAekTpodiov kot TG Alpvng tov typévov petddiov. H Bgpudtmra avty €xel cav
AmOTEAESUO TNV THEN TOV EMPAVEL®Y TOL POGIKOV UETOAAOL Kol TNG GKpNG TOV
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nAektpodiov. To piypo T@V TNYHEVOV DAIKOV GLYKEVIPOVETAL 6TOV TTLOuUéva Tng
KOWOTNTAG HETASD TOV TPOG GLYKOAANGT TELOYI®V KOl TOV TEAUATOV GUYKPATNOTG.
To piypo avtd poig otepeomomBel B OnuUovPYNoEL TN PAP] CLYKOAANOTG.
[Ipooctacio amd ™V atUOSPOIPE TOV THYUEVOL UETAAAOV TOPEYETOL OO TO OEPLO
TPOCTUGIOG TO OTolo €16EPYOUEVO GTO dbKeEVO HeTAED TV Tepayiov amopakphvel
TOV OTHLOGPOLPIKO POl

H péBodoc electrogas eivar mapopown pe v electroslag pe ™ dwpopd Ot dev
VILAPYEL TYUEVT] OKOVPLE TV Omtd TO TNYUEVO HETOAAO Kot OTL TO NAEKTPIKO TOEO
etvat Tapov amd v apyn HEXPL TO TEAOS TNG GLYKOAANOTG.

Ot opowdtmreg eivor 01t ko m electrogas mpaypotomoleitonr yoo KATAKOPVLQOES
GLYKOAANGELS LE TN YPNON VOPOYLKT®V 1 Un TeEAUdTOV cvykpdtnons. Ta mépata
avtd gival g emoEn P To EAAGLOTO MOTE VO GLYKPOTOVV TO TNYUEVO HETAALO GTO
dtdkevo.

To niektpdo0 TpoPodOTEITOL GUVENMG LE VO GVOTNIO TPODON OGNS TO 0Toio Kiveitan
KOTOKOPLOO OGTE VO SLOTNPELTOL TO PNKOS TOVL NAEKTPIKOD TOEOV HETAED TNG GKPNG
TOV NAEKTPOOIOV KOl TOL TNYUEVOD UETAALOV.

g TOAMEG TEPIMTAOGELG TO Eva TEANA gival 6TaBEPO, KATACKEVAGIEVO amd YAAvPa Kot
ouvend¢ Kabiotatar pHéPog g paensg cuykOAANonG. Ao v dAAN peptd 1o AL
TEALO €IVOL EVOOUATOUEVO LE TO UNXAVIGUO TpodBnone. Xvvinbmg ypnoylomroteital
£va NAEKTPHSL0 Y10 TNV TPAYUOTOTOINCT TG POPTG.

Onmg kot 6Ty NAEKTPOCKM®PLOKT GVYKOAANGT TomobeTovvTon TpocHnKeS oTnV apyn
Kot 6t0 T€A0g Tov dlakévov (starting tab, run-off tabs), o omoleg agapovvtal petd
TNV OAOKANP®OT TG GLYKOAANONG.

H pébodoc ovykdAinong electrogas eivar ovveyng. Amaf xor 1 dadwkocio
oLYKOAANONG Eexvnoel TpEmel va. ovveylotel péxpt vo odokAnpwbel. H OAn
dwdkacio Tpemel va emPAERETAL OO TOV YEPLOTNH TNG.

O Baokdg okomdg eivat va dStuc@aAileTor 0Tl TO NAEKTPOSIO KOl TO NAEKTPIKO TOEO
€lvol TPOCAVATOAIGUEVO GTO KEVTIPO TNG EVMOOTG.

Eniong va mapéyetar aépro mpoctaciog oe OAN TN dbpKELR TNG GLYKOAANONG.

H tdon tov niextpikon t6&ov ypnoiponoteitor yio ) pHOuon g kdbetng kivnong
tov gEomMopod. H kivnon avt eléyyetor @ote vo dtatnpeitor 10 PUNKOS TOv
NAeKTPIKOL TOEOL 6TaBEPO GE GAN TN SLdpKELD EPAPUOYNS TG LeBOOOL.

H epappoyn g pebodov electrogas givar mepropiopévn yuoo 1o Adyo 0Tt pmopel va
epappootel povo otav o afovag g €veong elvar kbdBetog 1N amokAivel amd TO
KAToKOPLPO £m¢ 15°.
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S.2 AYNATOTHTEX XYT'KOAAHYXHY

Ta pétailo mov umopovv va cuykoAAnBohv pe T pébodo electrogas etvon n yoUnAng
Kol pEong meplekTikottog o dvBpaka ydAvPeg (low & medium-carbon steels),
YOUNANG Kpapdtoong yoAivPec vyming avtoyng (low-alloy high-strength steels) xat
optopévol avoéeidwtor ydAvPec (stainless steels). H pébodog upmopei emiong va
ypnoomomBel yio Poppévovg Kot emavapepuévovg yoivPes (quenched and
tempered steels) vtd Tov 0po OTL | cwot OBepuokpacio datnpeital avdroya Tov
TOmO TOL YAAVPa TOV GLYKOAAEITOL.

Katow ond xavovikéc ovvOnkec tOo €AAYIOTO TOYOG METAAAOL 7oL Mmopel va
ovykoAAnOel pe electrogas eivon 10mm (3/8°"). To péyioto mayoc pe ypnon &€vog
niektpodiov etvor 20mm (3/4°7), evd pe €Qoppoyn G TOAGVTOONG pmopel vo
avénOel.

To vyog (1 To uKoC) ¢ Evwong TpakTika etvar anepropioto. H pébodog electrogas
umopet va epappootel yo evooelg ond 100mm (47") éog kot 18m (50ft). O povog
TEPOPOUOG €lval o pnyavicpds tov avafotopiov kot To VYog mov pmopel va
AVOWYMOGEL TN U0V GUYKOAANGNC.

5.3 2XEAIAXMOX ENQYHY

Avyevikég Kol Katd cVUPoA] GUYKOAANGES pmopovv va mopayxBodv pe ™ pébodo
electrogas. Xtig awyevikég apkel éva povo méALo otpEng to onoio epapprolel ota
TEUAYL0L KOL TPOGOIOEL KOl TO GYNUO OTNV EVOOT). XTIS KATA GUUPOAT] GUYKOAANGELS
UITOPOVLLE VO EKUETOAAEVTOVE GTO UEYIOTO TN LEBOSO OGOV 0POPA TO HEYIGTO TTAYOGC
TOV TPOG GLYKOAANOM Tepayiov, Ommg avagépope mapomdve. Emiong ot
GVYKOAANGELG TUTOV V' UTOPOVV VO EKTEAEGTOVV, EVD OV TO TAYOG TOV EAAGUAT®OV
elvarl peydro pmopet va ypnowonomBel n dapdpewon smdlod V. Avtd mpoceépel
TNV guKapio TPAYUATOTOINONG dV0 EEYMPIOTOV GUYKOAANGE®Y HE TV TPodTOOeon
OTL To. TEAUOTO. CLYKPATNONG £XOVV TNV KATAAANAN Sopopemon. Anladn 1o €va
TPEMEL VoL EYEL TO oo V yia va epapuolel ot dopdpemon Tov EAAGLOTOS EVM TO
Ao eivar 10 1010 mov ypnowomoleitor ot oHvdeon Katd GLUPOAN Y®PIC
dapdpewon tov akpav. Otav exteheiton n cvykOAANoM 610 devTEPO V 10 oW
néApa Ogv omouteital a@ov o pPOAOG oV avtikabiotator amd T poer TOV
TPOLYLOTOTOUONKE.

H dvvatdmra ektéleong avyevik®dv Kot omAoD 1 dumhod V cvykoAAncemv glvan Eva
amd to mheovekTpoTo TG nebddov electrogas. H ewtepikn Oy g paeng pmopel
vo emrtevyfel 10 010 Onw¢ oe dAdec pebBodovg cvykdAAnong (GMAW, FCAW)
SLLOPPDOVOVTOS KATAAANAQ TO TEALLOL.
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5.4 HAEKTPIKO KYKAQMA

To nlextpkd KHkAmpa mov ypnoonoleitor yio ™ péBodo electrogas de drapépet
amd dAdec pnebddovg cvykdAAnong. To niektpkd oyedidypappo TapovcstaleTal 6To

TopaKaT® oynua (Zynmua 59).
/ KOYAOYPA
@ HAEKTPOAIOY

HINAKAE TENNHTPIA
MIXANH EAETXOY EYTKOAAHEHE
MPOQEOHEHE

HAEKTPQA\{OY s }O @ #
~a/ (@)e
..‘E—E@@%@@» a0
®e® OO Qe (;H% +
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BAXIKO
METAAAO

Yympo 59: Hiektpiko dudypappo pedodov electrogas

[11]

Mia yevvnTpla GLVEXOVG MAEKTPIKOD PEVLHOTOC GUVHOWG YPTOCIUOTOLEITOL Kot 1)
molkOTNTO. TOL MAekTpodiov emdéyeton Betikr] (DCEP). Epapudletor 1o cvotnua
™G otafepng YOPAKTNPICTIKNG TNG TAONS Tov TOE0V, Evd VIAPYEL M dvvaTOTNTO
avéopeimong ™ TayxdtnTog TPOEPOdociag Tov mMAektpodiov. H évraon Tov
NAekTpKoy pevpatog Kopaivetar and 100A €wg 400A eved n tdon 20-30V. Me v
TIUN TNG TAONG EAEYYETOL 1] TOYVTNTO TNG KEPAANS GUYKOAANGNC.
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5.5 EEOINAIXMOX

O efomMopdg mov amorteiton yioo v gpapuoyn g pebddov mapovoidleTar 6To
nponyovpevo oynuo (Zymuoe 59). H pébodog ocvvnbog epappoleton pe €va
NAEKTPOOIO, €V M TPOKTIKY] TNG TOAAVTIOONG TOV MNAEKTPOSiOL  omavimg
YPNOLOTOEITAL.

H kepain g unyovng cuykOAAnong sivol Tpocaprocuévn e eopeio o onoio v
avoyavel kabmg ektedeital N cuykOAANoN. X1 Novanyikr] oAOKANpog o eE0mAMoudg
KaBmG Ko 0 YEPIOTG Wropel vor petapepovtol amd ) Paon €wg v KopveY| NG
évoone. H petaxivnon g Ke@oAng Tpoylotonoteital and Eva avoymTikd cOOTNUO
axpPeiag mov eEAEYxeTOL OO TNV TAGT TOV NAEKTPIKOV TOEOV.

H yevwntplia g ovykdAAnomg, Ommg avagépape eivar ocuveyovg pedUOTog e
otafepn YOPUKTNPIGTIKT TACTGC.

O eEomAopog mpo®ONoNg ToV NAEKTPOdiov Oev daPEPEL amd TG AALeS pneBOOOLG
OLYKOAANOTG.

To cvotua Tov agpiov mpoctaciog (cuvnBmg CO,) mpémel vo TapEYEL TKOVOTONTIKN
TPOGTOGIO GTO TNYUEVO UETOALO OTTO TOV ATLOGPALPIKO AEPOL.

Ta méipata ocvykpdnong etvar cuvnBOE VOPOYLKTO KOl OTIS TEPICCOTEPEG
epopuroyEg eivarl kotaokevacpéva and yaikd. To chotnuo counAnpovetor and Tig
avTAieg kKukAogopiag Tov vepob kot omd evadhdxkteg Oepudtnrac .
To nAektpddo mpémel va Tapldlel pe | 6VoTaoN TOV UETAAA®Y TOL TPOKELTAL VO
cLYKOAANBoOV Kot mioTomoteitar chppova pe ta npdruma > To mpdtvma avtd
KOADTTTOLV KOl TOL GUUTTAYT] OAAGL KoL TOL ETEVOEOVLUEVO AEKTPOSLOL.

indicates the chemical
composition of the deposit
weld metal, May be 2, 3, or
4 digits.

EGXXTXX

\ |-— T indicates a tubular

or flux-cored electrode.

S indicates a solid wire.
Indicates the minimum impact
strength of weld metal made
with a speciﬁc electrode.
Indicates, in 10551 (69 MPA),
the minimum weld-metal tensile
strength.

Designates an elzctrode for
electrogas welding.

Lyfipa 60: Tomomoinen nhektpodiov yia Electrogas*!
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5.6 PYOMOX ATOOEXHY KAI NIOIOTHTA YXYT'KOAAHYXHY

Ta mocootd amdbeong viAwkov otn pébodo electrogas eivar oyeticd vynAid. Ta
TOGOOTH OTO EMEVOESVUEVO MAEKTPOSID TOKIAOLY OovOAOYD TOV TOMO KOl TOV
KOTOGKELOOTI TOVG KAODG S10pOPOTOIEITAL TO TOGOGTO UETAAAOV GE AVTAL.

H pébodog electrogas avaeépetar ocov — Youniod vOIPOYOVOL TOUTOL OlodKaGiol
oLYKOAANONG KOOMG TO VOPOYOVO dev OmOTEAElL GLOTATIKO KOVEVOS VAIKOV TOV
LETEXEL GTN GLYKOAANON).

Ot ovykolAnoelg pe electrogas katéyovv 1010TNTEG KOl YOPOKTNPIOTIKA TOV
VREPKAAVTTTOVV  OVTEG TOV GLYKOAA|GE®V 0omtd  emeVOEdLUEVA MAEKTPOSIOL [UE
npoctacio aepiov.

H avénpévn Beppukd mapoyn Beppomtag tng electrogas peidver 1o pubud yocewg
kol PonBdel ot pelwon OV atereldv. Avtd guvoel T Onovpyio peyaALTEPOL
peyedovg KpuoTOAA®V o010 HETOAAO GLYKOAANONG Kabdg ko ot OEZ. H
okAMnpémTa TG évmong mAncwalel ovty tov Pactkoy petdAiov. To péraiio
OLYKOAANONG TANPOL TIC TEPIGTOTEPES TPOILAY PUPES.

5.7 NPOI'PAMMATIEMOX XYT'KOAAHXHY - TAPAMETPOI

Mo emloyn moapopétpov cvykOAAnong pe t pébodo electrogas qaivetor oto
TopaKaT® oynua (ZyMmua 61).

~—>—j f— 1 TO 3
W/i, 75
S oo

COPPER
— SHOE

e

-

JOINT DETAIL

Material Electrode
Thickness, T Size Voltage e
Electrode (Electrode Current et e e e
in. mm in. mm Oscillation Positive) DC in./min m/hr
B 6.4 2 3.2 No 31-33 300-325 8-9 12-14
= 8 3 3.2 No 33-35 300-325 7-8 11-12
3 10 = 3.2 No 34-36 325-350 6-7 9-11
3 27 = S No 34-36 350-400 B=7  9-11
2 19 1 3.2 No 42-a4 600- 650 6-7 9-11
1 25 2 X Oto 3 44-46 650-700 5-6 7-9
15 32 3 32 = 46-48 650-700 4-5 6-7

Tyipe 61: Emioyn napapétpov cvykérinong electrogas'!!

Ot Téc tov mopapétpov pmopel vo dtapopomomBovv yio Pertictomoinorn Tov
anoterecudToOV, ®otdco Ba mpémel va devepynBovv Eleyyotl Yoo TV moTOMTOINON
QLTOV TOV ETIAOYDV.
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Av ko pébodog electrogas givor aVTOUATOTONIEVN O XEPIOTNG TPETEL VAL EIVaL GE
EYPNYOPOT KO VO KAVEL TIG amopaitnteg puOuicelg kotd ) didpkela g Asttovpyiag.
O yeprotg Ba pémel va €xel koA yvoon g electrogas AOY® TV SOPOPETIK®V
EMOPACE®Y OO TNV OAAUYN TOV TOPAUETPOV. XE OPKETEC TEPUTTOOCEL OTNV
electrogas to amoteléopata eivor SAPOPETIKE OO QVTE TOL AVAUEVOVTOL GE GYEOT)
pe avtd mov gpeavifovtal 6t GLYKOAANGN pe TNKOUEVO NAEKTPOSIO KOl TPOGTAGIN
agpiov (GMAW). To mapdderypa avdvoviag v ToyLTNTO TPOOONCNG TOV
NAekTpodiov av&dvetor 1 €vTaon TOL NAEKTPIKOD PEVUATOG OALG dev aw&dvetor M
dieiodvon ota TAeLVPIKA Toympata otn péBodo electrogas. AvEdvovtag OUMG TV
TAOTN TOV NAEKTPIKOL TOEOL AVEAVETOL TO KEVO HETAED TG AKPNS TOL NAEKTPOSIOVL
KOl TOL TNYUEVOL UETAAAOL Kol avTd avEAveL T deicdvon.

Eniong edv to nlexktpdolo dev elvar kevipapiopévo oto dldkevo 1 dleicdvon
exatépmbev Ba moapovcialel avoporopopeia.  Ilpémer Aowmdv va eAéyyetar 1
oamodcTOoN HETAED TV TEAUATOV cuykpdtnons. Qo1dco €dv to éva mEAUO €lval
YOAOPOWVO Kot BALO YOAKIVO TO MAEKTPOSIO Tpémel vo tomofenOel mo Kovtd oto
devtepO.

Eniong edv xamoo méipa dev epapuolel woyvpd kol vwdpéer dapuyn Tnypévov
UETOAAOL 0VTO B0 TPEMEL VO OVTIETOMIOTEL AUESH KOl VO GPPAYICTEL I d1OPPOT).
YuvBmg avtd avtipetonileton pe piypo wopipoyov ToAov.

O yepomg emiong Ba mpémer vo €xel mpobmoloyicel v axpiPr] TocOTNTA
nAektpodiov mov Ba amontnOel Yoo v Evaon ®dote va oAokAnpwbel N drodikacio
yopic drakomn Ady® ehdelyemg TocOHTNTOS NAEKTPOSIOL.

Edv, Yo orotodnmote Adyo, dlaxkomel 1 dwadikacio, 1 Unyav cLYKOAANONG TPEMEL VoL
anevepyomomBel dueca, va yivel amoKATAGTACT TOV TPOPANUATOC Kot Vo EEKIVIOEL
TAAL 1] GLYKOAANGT). XTO GNUEID TOV GTAUATNGE 1| GLYKOAANGN VILAPYEL GLVNO®G L
TEPLOYN U1 TNYUEVOL VAKOV TTov Ba pémet va apoapedel Kot va emdopOwbei n i
pe o péBodo cuykdAANonG NAeKTPLKoD TOE0L.

Opoimg, 6T®G KAl 6TV NAEKTPOCKMPLOKT] GLYKOAANOT £dv LILAPEEL dtappor) vePOL
oo To TEAUOTO €VTOG TOV TNYUEVOL UETAAAOL 1) Sladkacion TPEMEL VO TEPUOTIOTEL
JoTL dnpovpyovvtarl Bépata aceareiog kabmg kot Bépata atedeld®v 6To HETOAAO
OLYKOAANOTG.

S.8 OEMATA AXDAAEIAY

Ot mopdyovteg acpaieiog mov gumiékovtar otn pebodo electrogas eivor ot 1610t pe
GAAec neBOd0LVE GLYKOAANONG NAEKTPIKOD TOEOV. ATopukd pésa Tpootaciog (Kpdvog,
YOOAG KTA) TTpémel va epappdlovtatl kabmg to niextpikd 16E0 givar mapmv omd v
apyn €oc¢ to TéAOg NG pneBodov. H dnuiovpyio peydAng mocodtntog TNyUEVOL
HETOAAOL amoTeAEl Evav axOpo TapdyovTo Kivohvou Kot TPETEL VO, OICPAAICTEL Ko
Vo ATOKAELGTEL 0TTO10dNTOTE THAVOTNTOA OGTOYING TOV TEAUATOV GLYKPATNONG.
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5.9 BIOMHXANIKEY EQAPMOI'EX

H wxopua ypnon g pebddov electrogas eivar n avéyepon de&apevav amodnkevong
vypov. Meydin epappoyn éxet otn Novmmywkn Bropmyovio otnv cLYKOAAN oY TV
TAELPIKADV EAAGUATOV TNG YAGTPAG TOL TAoiov (Zynua 62).

Yyqpe 62: Loykoriinon TAevpikdv ELacpdTov Thoiov pe electrogas

Me gpappoyn g pebodov cvykdAAnong electrogas €ywve duvarn 1 avamtuén g
oyxedlaong (oG véag HopeNS TOTOL YAoTPAG Yio TAolo PE SUTAG TOUYMUOTO TTOV
ovopdotnke Marc Guardian™*”. Tt oyediaon ovth ehdopoato cuykolhovvor petatd
TOVG pE pia dtataln 6mov 0ev YpeldlovTal ETTAEOV EVIGYVTIKA OTWS OTIG GUUPATIKEG
oxedaoels (Zymua 63).

a0
o

L 0 W

Tyipe 63: Faotpa mhoiov durhod Toydpatog pe T oyediacn Marc Guardian™”
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[Mpocapudlovtag o punyovny cvykOAAnong electrogas oe évav mopyo kaTGAANAQ
SUOPE®UEVO (Zynua 64) €yve duvarti 1 KOTOUCKEVT TOV ETUEPOVS TUNUATOV TG
yaotpag (Zynua 65).

Yyqpe 65: Orokinpopévo empuépovg Tuqpa oyediacns Marc Guardian

H epappoyn tmg ovykodAinong electrogas otv mapomdve oyediaon £tvxe g
amodoyng tov Apepikavikov Nnoyvopova (ABS), evd 1o pETOAAO GUYKOAANGNG
wavomoinoe to kprrplo tov AWS.
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And Vv mopamdve epoppoyn ¢ electrogas mpoékvyav kol evolagépovia
ocvumepdopato 6cov apopd v amddoon g neBodov e oxéon pe dAleg peboddovg
OLYKOAANONG 7ov  epapudlovior  ota  vournysio. XTO0  TOPOKAT®O YN0
TOPOVCIALETAL QLT 1] GVYKPION.

EGW VS CONVENTIONAL (FCAW, SAW)

EGW FCAW SAW

| PASS VERTICAL 18 PASSES VERTICAL 7 PASSES FLAT

Zyfna 66: Zoykpion g EGW pe Tig ovppartikég pedédovg FCAW & SAW!!

[Ma v mpaypatonoinon paeng unkovg mepimov 7 pétpmv pe ™ pébodo electrogas
y¥peEWoTNKE pio dpa 6tV pe ) péBodo emevdedvpévov niektpodiov (flux cored arc
welding, FCAW) 0o amaitoboe 10-16 dpeg kot 18 mepdopata, evd pe m pébodo
BuvBiopévou toEov Ba amartovoe 5-8 V2 dpec kol 7 mepdopata yio TV omdbeon g
10106 TOGOTNTOC VAKOD.
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6. KaQopionoc o1001k06loc GUYKOAANGNC

Welding Procedure Specifications (WPSs)*!

Kobdg m mowdwmmta pog oAokAnpopévng ovykKOAAnomg oev  elvar  guKoA
emoAnBevolun, ot cuyKoAANGELG Bewpovvtor pa Wwitepn HEB0S0G GuVLPAGHEVN LE
TPOTLTOL TOLOTNTAG Kot pio LEB0S0G oL amantel avoTNPd EAEYYO KOTA TNV EQOPLOYN
™mG. ZTNV TPA&N avtd EMTLYYAVETAL LE KOTAAANAL TPOTOKOALOL TOV TPOOLALYPAPOVY
™ dwdwkacio cvykdAAnong, ta yvootd og Welding Procedure Specifications
(WPSs). Eivai o1e0vig amodektd kar avayvopiopévo 0tt to. WPSs amotelobv tov
aKpoywviaio AiBo yuo v enitevén pog emttuynuévng cvykoiinong. Eivar 1o évrumo
LLE T1G «0dMNYIEG XPNOEWMS» TPOG TOV GUYKOAANTH] OV TOV TPOSLAYPAPOVV TIG TIUEG TOV
petafintodv mov Bo mpémel vo emAEEEL Kot va QaprOcEL KATA TN OdpKEWL TNG
OLYKOAANONG Y10 Lol GUYKEKPLUEVT EQOPLOYT.

2opupova pe ta Bpetavikd IIpotvma (British Standard, BS), n mietonoinon evog
WPS mpokinter petd amd po dwdikasio te6cdpov Pnudtov mov @aivovial 6to
napaxkdto oynua, (BS EN ISO 15614-1):

Koartaypaon tov
Anpovpyia gvég OTOTELECPATAOV KL [pogropocia Tov
TPOKATUPKTIKOY cxs.ﬁlov: Extéheon avtod 61]],1101)p7l,(1 Baong ﬂ:p’(DTOKOMOI')
preliminary Welding —_—> 700 GyEBi0D —_—> dgdopévav —_—> ovYKOLANoNG Bacer
Procedure Specification X Welding Procedure TOV GTOLYEI®V TOV
(pWPS) Qualification Record WPQR
(WPQR)
1 2 3 4

Yynua 67: Xtadwo motomoineng evog WPS

H mopomdve dwdwkoacio amoutel tn O10TOTOON TPLOV SEBVAOC OvVOyVOPIGUEVOV
EVIOTOV:

e Preliminary Welding Procedure Specification (pWPS)
e Welding Procedure Qualification Record (WPQR)
e Welding Procedure Specification (WPS)

O oKomdg Kat 01 O10PoPES HETAED TOVE TEPLYPAPOVTAL TOPAUKATE.

Preliminary Welding Procedure Specification (pWPS)

To évtomo avtd, mov cvvtdooetor and tov vrevBuvo Mnyavikd ZvyKOAAGE®V
(Responsible Welding Coordinator, RWC), eivar pio avapopd mov ypnoipomoteiton
amtd TOV GLYKOAANTH Yo TN GLYKOAANOT €vOg dokiiov (test piece). H popon tov
EVIOTOV €ivan oyeddv dw pe v tehikn popen tov WPS kot mepilappdvel tig
petafAntég ekeiveg g ovykOAANONG mov mpémel vo motomomBovv. Mall pe Tig
OlOTACELS, AEMTOUEPELEG NG EVOONG, TO €100C TOV KOTOVOAICKOUEV®OV KTA
TOPOVCIALEL TIC TPOTEWOUEVEG TOAPAUETPOVS GLYKOAANONG MOV  TPEMEL Vol
ypnooromBodv (évtacrm MAEKTPIKOD PEVUATOG, TAOT), TOXVTNTO Kivnong KEQOANG
KTA), ototyeio Tov mpoépyovtar omd T yvieon tov RWC N makaidtepn epmepio.
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Onwg akpPmg evvoel Kot T0 OVOUE TOV TO TPOKATAPKTIKO OVTO 6YE010 TepAapPdver
TPOTEWVOUEVES TOPOUETPOVS GLYKOAANONG Ol OmoieC TOAD GLYVA VTOKEWVTOL GE
HIKPEC TPOTTOTOMGELS PAGEL TV TOPOTNPNCEDY TOV GLYKOAANTN OTaV OAOKANPpwOEL
1N oLYKOAANOT Tov dokiuiov. Ot dmoteg mapatnproelg koTaypdeovtal oto pWPS kot
QITOTEAOVV TIG KOTOYPOPEG TOV PETAYEVESTEPOL evivmov WPQR.

Welding Procedure Qualification Record (WPOR)

To évrumo avtd amoteAdel éva apyelo kotaypoaehs OA®V TOV TAPAUETP®V NG
OLYKOAANOMNG KOTA TNV EKTEAECT] TV GLYKOAAGEMV G dOKIpA (TOPATNPICEDV OO
ta. pWPS), 10V oamotelecpdtOV Omd KOTOOTPOPIKOVG 1| UN  EAEYYOVLS, TOV
TGTOMOMNTIKOV TOV VAK®OV KOl TO €0p0Og OLVATOTNTOV TNG CLYKOAANONG €4v Ot
gheyyol giyov Kavomomtikd omoteAécpota. To €0pog avTOV TOV JSUVATOTHTOV
avaPEPOVTOL OTIG HETAPANTEG eKEIVEG TOL PTOPEL VO EYOVV CTUAVTIKY ETIOPOACT] OTIC
LETAALOVPYIKES 1O10TNTEG TNG TEAIKNG GLYKOAANONG OTWG O TOTOC KOl TO YOG TOL
HETAALOV GLYKOAANGNG, 1 SLAOIKAGIO GUYKOAANGNC, O TUTTOG TV KATOVOAMGKOUEVDV,
n 0éon ¢ ovykdAAnong, m mpdcsdoon Oeppotnrag, o TOHMOC ™S €vwong. H
enaAnBfevon evog WPQR pmopet va ypnoipomomndel yio v motonoinon peydiov
mAn0ovg WPSs.

Welding Procedure Specification (WPS)

YuvOmg ot popen eyypdeov pioag celidag 1o WPS mepthapavel OAeC TIC OYETIKES
TANPOQOpieg oV amontel £vog EUMELPOG CLUYKOAANTNG YO VO TPOYLOTOTOWGEL 10
ovykOAAnon. e avtifeon pe 1o WPQR mov mepihapfaver tig akpifeic Tyés tov
TOPAUETPOV TTOV YpnoporomOnkayv ota dokipa 1o WPS mapéyetl éva emtpendpevo
elpPOg TIHAOV TOV TOPAUETPOV TOL UTOPel va ypnoorombovy. Zuvenmg eival
ovowndeg 0 WPS va givor evkodo Slo0EG1H0 GTO YOPO EPYACING TOL GLYKOAANTH,
TANPOG KATAVONTO Kot vo, To Tnpel vAaPiKd.

Yrmodelypato tov mopamave eyypdoov mepiéyovion oto Ilapdptmua A, amd
dtapopovg dedveic opyaviouotvg (AWS, BS, TWI, CWB, ASME).
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7. XYMIIEPAYXMATA

Ao ™ pedém tov Tpudv  peEBOd®V  CLUYKOAANONG TPOKVLTTOVV  OPIGUEVOL
EVOLOLPEPOVTO GUUTEPACLOTOL.

Mo ™ ovykdAinon Pubiocpévov 16Eov yevikd Ba Aéyope Ot gvdeikvuton 6tav oTIg
epapuoyég pag ypewlopoote peydAn evamdbeon Awpévou petdAiov (deposit rate),
peyoAn taydtnta ovykOAAnong (travel speed) ko peydAn deiodovon (full
penetration). A&loonueiot givor n Topayoykotnta ™ HeBodov dedopévon 4T 1
€VIOON TOL MAEKTPIKOL pedUOTOg o€ TOAAEG epapuoyés Eemepvaelr ta 1000 A.
EmmAéov n kdAvyn Tov nAeKTPIKOD TOEO0V 0md TO GLAATAGHO KO 1] LKPY| TOPAY®YT
aepliov Katd ™ SIPKELL TNG GLYKOAANGNG TNV KAVEL MO QUMK Y. TO YPNOTN
TAPEXOVTAG EVOL PIAIKO TTEPIPAAAOV epyaciog.

Me v mAektpookwploky] cvykoAinom, (Electroslag Welding), &ywve ovvatny 1
OLYKOAAN O HeYAAOL TThyoVG EAAGUATOV, LE o OTPAOGT), 68 Katakopvuen o, otV
omoia eivar kKot 1 povn wov gpapudletar. [apovoidletl ta G100 TAEOVEKT AT LLE TN
oLYKOAAN O PLOGUEVOL TOEOD, EMTALOV OUM®G OEV EXOVLE TNV TOPOVGI0 NAEKTPIKOV
16E0V TO0 omoio offvel petd Vv évapén G SldKaGiog Kol 1 KOTOVAA®GCT TOV
akppod cvAlmdopotog eivor eddylotn. Mmopel va gpappootel ot Nowmnykn
KAV ko pmopel va evoetl ehdopato yopic LeyaAovs mePLopioons avoymV.

INo ™ péBodo ovykdAinong Electrogas mov oavomtoybnke cov moporiayn g
TPONYOVLEVNG 1oYVOVVY TA {0100 TAEOVEKTILOTO KOl ETUTAEOV OTL 1] OIKOVOUIKOTNTO TNG
EPOPUOYNG TNG OVEAVEL LE TO TAYOG KOl TO UNKOG TMV TPOG GLYKOAANGT| EAACUATOV.

YVVOTTIKA Kot oTIS TPpEig pefddovg o amoteAésaTo amd TIC GUYKOAANGELS KpivovTal
TEPOLV TOV TKAVOTOUTIKOD.

Kot otic tpeig pebddovg 1dwaitepn mpocoyn Ba mpémer va dobel oty emioyn tov
TAPOUUETPOV GLYKOAAN oG (évtaon MA. peOUATOG, TAGCT], TOAMKOTNTA KTA) KaOdG Kot
oTNV €MAOYN TOV MAEKTPOdi®V Kot ToL CLVAMmAcpatos. EmimAéov ypedletan
TPOGOYN OTO GYESWIGUO KOl GTNV EPOPUOYN TOV OTOPUITNTOV EMKIAVTTPOV AOY®
TOL UEYAAOL OYKOV TNYUEVOL HETAALOV TTOV OOV PYELTOL.
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IHAPAPTHMATA
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IHAPAPTHMA A

WELDING PROCEDURE SPECIFICATION (WPS)

AxolovBovv vrodetypata tvronompuévay evionov WPS.

KodamoBapdakog AnuntpLog TeAiba 94



AmAwpatix epyacia - SAW / ESW / EGW

ANNEX F AWS D1.2/D1.2M:2008

WELDING PROCEDURE SPECIFICATION (WPS)

Welding Procedure

Specification No. ____ Date Approved
Revisions Date Approved
Supporting PQR Numbers
Jaoints Filler Metal
Groove Design Sketch F-No. AWS No.
Class
Size of electrode
Type of electrode
Other
Shielding Gas
Shielding gas(es)
Percent composition
Flow rate
Other
Backing
Type Position
Permanent Position of groove
Removed Welding progression
Other Other
Base Metals Preheat
M No. Thickness to Preheat temperature
Alloy and Temper Interpass temperature
Form F(a)
152

e —
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AWS D1.2/D1.2M:2008

Cleaning

Initial cleaning oxide

WELDING PROCEDURE SPECIFICATION (WPS)

ANNEX F

Pass Welding
No. Process | Amps

Initial cleaning oil and dirt

Travel
Volts Speed

Interpass cleaning

Postweld Heat Treatment

Original temper

Final temper

Temperature

Time

Quench

Process(es)

Process

Type*

Process

Type*

Electrode (GTAW)

Technique

Stringer or weave bead

Orifice or gas cup size

Oscillation

Contact tube to work distance

Single pass or multipass

Tungsten extension

per side

Method of backgouging

Other

*Manual, automatic, polarity, p

Form F(a) (Continued)

ulse, etc.

Sketch of Welding Sequence
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QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATIONS (WPS)
(See QW-200.1, Section IX, ASME Boiler and Pressure Vessel Code)

Company Name By

Welding Procedure Specification No. Date Supporting PQR No.(s)
Revision No. Date

Welding Process(es) Type(s)

(Automatic, Manual, Machine, or Semi-Automatic)

JOINTS (QW-402) Details
Joint Design
Root Spacing
Backing: Yes No
Backing Material (Type)

(Refer to both backing and retainers)

I:I Metal D Nonfusing Metal

[_INonmetallic [_] Other

Sketches, Production Drawings, Weld Symbols, or Written Description
should show the general arrangement of the parts to be welded. Where
applicable, the details of weld groove may be specified.

[At the option of the manufacturer, sketches may be attached to illustrate
joint design, weld layers, and bead sequence (e.g., for notch toughness
procedures, for multiple process procedures, etc.)]

*BASE METALS (QW-403)
P-No. Group No. to P-No. Group No.

OR
Specification and type/grade or UNS Number

to Specification and type/grade or UNS Number

OR
Chem. Analysis and Mech. Prop.

to Chem. Analysis and Mech. Prop.
Thickness Range:

Base Metal: Groove Fillet
Maximum Pass Thickness = 1/, inch (13 mm) tves)[_] No) []
Other
*FILLER METALS (QW-404) 1 2

Spec. No. (SFA)
AWS No. (Class)

F-No.

A-No.

Size of Filler Metals

Filler Metal Product Form

Supplemental Filler Metal

Weld Metal
Thickness Range:
Groove

Fillet

Electrode-Flux (Class)

Flux Type

Flux Trade Name

Consumable Insert

Other

*Each base metal-filler metal combination should be recorded individually.

(03/08)
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QW-482 (Back)
WPS No. Rev.
POSITIONS (QW-405) POSTWELD HEAT TREATMENT (QW-407)
Position(s) of Groove Temperature Range
Welding Progression: Up Down Time Range
Position(s) of Fillet Other
Other
GAS (QW-408)
PREHEAT (QW-406) Percent Composition
Preheat Temperature, Minimum Gas(es) (Mixture) Flow Rate
Interpass Temperature, Maximim
Preheat Maintenance Shielding
Other Trailing
{Continuous or special heating, where applicable, should be recorded) | Backing
Other
ELECTRICAL CHARACTERISTICS (QW-409)
Filler Metal Other
(e.g., Remarks, Com-
Current Wire Feed | Energy or Travel ments, Hot Wire
Weld Classifi- Type and Amps Speed Power Volts Speed Addition, Technique,
Pass(es) | Process cation Diameter | Polarity (Range) (Range) | (Range) (Range) (Range) Torch Angle, etc.)

Amps and volts, or power or energy range, should be recorded for each electrode size, position, and thickness, etc.

Pulsing Current

Tungsten Electrode Size and Type

Heat Input (max.)

Mode of Metal Transfer for GMAW (FCAW)

(Pure Tungsten, 2% Thoriated, etc.)

Other

(Spray Arc, Short Circuiting Arc, etc.}

TECHNIQUE (QW-410)
String or Weave Bead

Orifice, Nozzle, or Gas Cup Size
Initial and Interpass Cleaning (Brushing, Grinding, etc.)

Method of Back Gouging

Oscillation

Contact Tube to Work Distance

Multiple or Single Pass (Per Side)

Multiple or Single Electrodes
Electrode Spacing

Peening

Other

(07/10)
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AWS D1.6/D1.6M:2007

WELDING PROCEDURE SPECIFICATION (WPS) Yes|[ |

PREQUALIFIED

QUALIFIED BY TESTING

or PROCEDURE QUALIFICATION RECORDS (PQR) Yes|[ |

Company Name
Welding Process(es)

Identification #

Revision Date By
Authorized by Date
Type—Manual [ Semi-Automatic [

Supporting PQR No.(s) Machine [ Automatic []
JOINT DESIGN USED POSITION

Type: Position of Groove: Fillet:

Single [_| Double Weld [ ] Vertical Progression: Up[ | Down[_]

Backing: Yes[ ] Nol[ |
Backing Material:

Root Opening _ Root Face Dimension

Groove Angle: Radius (J-U)

ELECTRICAL CHARACTERISTICS

Transfer Mode (GMAW) Short-Circuiting [

Back Gouging: Yes[ | No[ | Method Globular[ | Spray[ ]
Current: AC[ ] DCEP[ ] DCEN[ | Pulsed[ ]
BASE METALS Other
Material Spec. Tungsten Electrode (GTAW)
Type or Grade Size: .
Thickness: Groove Fillet Type:
Diameter (Pipe)
TECHNIQUE
FILLER METALS Stringer or Weave Bead: =
AWS Specification Multi-pass or Single Pass (per side)
AWS Classification Number of Electrodes
Electrode Spacing Longitudinal _
Lateral
SHIELDING Angle
Flux ; Gas
Composition . Contact Tube to Work Distance
Electrode-Flux (Class) Flow Rate _ — Peening
GasCupSize _____ Interpass Cleaning:
PREHEAT POSTWELD HEAT TREATMENT
Preheat Temp., Min. Temp.
Interpass Temp., Min. Max. Time
WELDING PROCEDURE
Pieks or Filler Metals Current
Weld Type & Amps or Wire Travel
Layer(s) | Process Class Diam. Polarity Feed Speed Volts Speed Joint Details
Form M-1
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AWS D1.2/D1.2M:2008

WELDING PROCEDURE SPECIFICATION (WPS)

Specification No. Date Approved
Revisions Date Approved
Supporting PQR Numbers
Joints Filler Metal
Groove Design Sketch F-No. AWS No.
Class
Size of electrode
Type of electrode
Other
Shielding Gas
Shielding gas(es)
Percent composition
Flow rate
Other
Backing
Type Position
Permanent Position of groove
Removed Welding progression
Other Other
Base Metals Preheat
M No. Thickness to Preheat temperature
Alloy and Temper Interpass temperature
Form F(a)
152

KoaAamoBapakog Anprjtprog ZeAiSa 100



Ammdwpatik epyacia - SAW / ESW / EGW

AWS D1.2/D1.2M:2008 ANNEX F

WELDING PROCEDURE SPECIFICATION (WPS)

Cleaning Pass Welding Travel

Initial cleaning oxide No. Process | Amps Volts Speed

Initial cleaning oil and dirt

Interpass cleaning

Postweld Heat Treatment

Original temper

Final temper

Temperature

Time

Quench

Process(es)
Process Type*
Process Type*
Electrode (GTAW)

Technique

Stringer or weave bead

Orifice or gas cup size

Oscillation

Contact tube to work distance

Single pass or multipass

per side
Tungsten extension

Method of backgouging
Other

*Manual, automatic, polarity, pulse, etc.

Form F(a) (Continued) Sketch of Welding Sequence

153
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COMPANY NAME;

COMPANY ADDRESS;

WELDING PROCEDURE SPECIFICATION
FOR SUBMERGED ARC WELDING

SPECIFICATION No.:

Scope

This Welding Procedure Specification covers welding and related operations of steel structures
which are fabricated in accordance with the terms outlined in CSA Standards W47.1 and W59,
latest revisions. The attached Data Sheets form an essential part of this specification.

A change in any of the essential variables contained in succeeding paragraphs or detailed on
applicable Welding Procedure Data Sheet(s) shall require a new Welding Procedure Specification
and/or a new Welding Procedure Data Sheet(s).

Welding Procedure

The welding shall be done by the Submerged-Arc Process using either automatic or semi-automatic
equipment, with single or multiple arcs as indicated on the Welding Data Sheets.

Joints shall be made following the procedural stipulations indicated in CSA Standard W59, and may
consist of single or multiple passes in accordance with the accepted Welding Procedure Data
Sheets to which this specification refers.

Base Metal

The base metal shall conform to the specifications of steel groups 1, 2, 3 as per Table 11.1 or Table
12.1 of CSA Standard W59. Other groups may be welded providing Welding Procedure Data
Sheets are accepted by the Canadian Welding Bureau.

Base Metal Thickness

Base metal thicknesses from 3 mm (1/8") to UNLIMITED THICKNESS inclusive may be welded
under this specification providing the respective Welding Procedure Data Sheets have been
supplied and accepted for the appropriate weld size.

CWB Acceptance Engineer or Supervisor
Acceptance

e B e S R T S e i T I SR e e e S s e e e s S e T P e e By
P e e e S e L S e T T e e e e s e e e e e e e e e e e e e e
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Filler Metal/Flux

The electrode and flux to be used in combination shall conform to the requirements of CSA
Standard W48. Any combination of electrodes and fluxes not certified by the CWB shall be subject
to procedure qualification.

Storage and Conditioning of Electrodes/Fluxes

Electrodes shall be stored in suitable conditions that will keep them dry and free from surface rust
and foreign material.

Flux used for submerged arc welding shall be dry and free from contamination of dirt, mill scale or
other foreign material. All flux shall be purchased in packages capable of being stored under normal
conditions for at least 6 months without such storage affecting its welding characteristics or weld
metal properties. Flux from damaged packages that have been exposed to free moisture shall be
discarded or shall be dried before use in shallow layers (2 inches maximum) at minimum
temperature of 500°F for at least 1 hour or at time and temperature conditions as recommended by
the manufacturer. Flux fused in welding shall not be reused.

Position
The welding shall be done only in the position indicated on the Welding Data Sheet.
Preheat

The minimum preheat before welding will comply with Table 5.3 of CSA Standard W59. Minimum
preheat to be maintained or exceeded during welding.

If welding is interrupted for some time so that the temperature of the base metal falls below the
minimum preheat temperature, then arrangements will be made to preheat again prior to
recommencing welding.

The weldment shall be allowed to cool to the ambient temperature, without external quench media
being supplied. In other words, do not cool using water or by immediate placement in frigid
conditions which will cause a quick temperature change.

Heat Treatment and Stress Relieving

This will not be applicable to structures welded under this specification, unless a specific Data Sheet
showing all the parameters is submitted fo the Canadian Welding Bureau and acceptance is
obtained.

Electrical Characteristics

The current used shall be either direct current (DC) or alternating current (AC) as indicated on the
Welding Data Sheets.

Welding Technigue

The correct amperage and voltage, speed of travel, thickness of layers, number of passes, position,
material electrodes and any special instructions will be as per Data Sheet.
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Preparation Of Base Material

The edges or surfaces of parts to be joined by welding shall be prepared by oxy-acetylene machine
cutting. Where hand cutting is involved the edge will be ground to a smooth surface. All surfaces
and edges shall be free from fins, tears, cracks or any other defects that will adversely affect the
quality of the weld.

All loose or thick scale, rust, moisture, grease or other foreign material that would prevent proper
welding or produce objectionable fumes, shall be removed.

Quality

Cracks or blow holes that appear on the surface of any pass shall be removed before depositing the
next covering pass. The procedure and technique shall be such that undercutting of base metal or
adjacent passes is minimized. Fillet and butt welds shall meet the desirable or acceptable fillet weld
profiles shown in Figure 5.4 of CSA Standard W59. The reinforcement in groove welds shall not
exceed 3 mm (1/8") and shall have a gradual transition to the plane of the base metal surface In
general, the weld quality will be such as to meet the requirements of Clause 11.5.4/12.5.4 of CSA
Standard W59.

Weld Metal Cleaning

Slag or flux remaining after a pass, shall be removed before applying the next covering pass. Prior
to painting, etc., all slag shall be removed and the parts shall be free of loose scale, oil and dirt.

Treatment of Underside of Welding Groove

Prior to depositing weld metal on the underside of a welding groove, the root shall be gouged, or
chipped to sound metal, unless otherwise specified on the applicable Data Sheet.
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ANNEX N

AWS D1.1/D1.1M:2010

WPS QUALIFICATION TEST RECORD FOR
ELECTROSLAG AND ELECTROGAS WELDING

PROCEDURE SPECIFICATION

Material specification
Welding process
Position of welding
Filler metal specification
Filler metal classification
Filler metal
Flux

Shielding gas
Gas dew point
Thickness range this test qualifies
Single or multiple pass
Single or multiple arc
Welding current
Preheat temperature
Postheat temperature
Welder's name _
Guide tube flex
Guide tube composition
Guide tube diameter
Vertical rise speed
Traverse length
Traverse speed

Flow rate

TEST RESULTS

Reduced-section tensile test

Tensile strength, psi
s

2.

All-weld-metal tension test
Tensile strength, psi

Yield point/strength, psi

Elongation in 2 in, %

Side-bend tests
1: 3.

2, 4.

Radiographic-ultrasonic examination

RT report no.
Dwell UT report no.
Type of molding shoe
VISUAL INSPECTION (Table 6.1, Cyclically loaded
limitations) Impact tests
Appearance Sizeofspecimen _ Testtemp
Undercut Ft-Ib: 1. 2. 3 4.
Piping porosity 5. 6. Avg.
Test date High Low
Witnessed by Laboratory test no.
WELDING PROCEDURE
Pass | Electrode il
No. Size Amperes Volts Joint Detail

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared, welded, and

tested in conformance with the requirements of Clause 4 of AWS D1.1/D1.1M, (

Procedure no.

Revision no.

Form N-3

(year)
Manufacturer or Contractor

) Structural Welding Code—Steel.

Authorized by

Date _
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TECHNICAL REPORT

NEWPORT NEWS SHIPBUILDING AND DRY DOCK CO.
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Procedure Qualification for Electroslag (Consumable
Guide) Welding (ESW) of Carbon Steel Castings
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Unclassified 6 %-8-83

ABSTRACT

Two 10 3/4" thick carbon steel castings were welded using
the electroslag (multi~consumable guide) welding (ESW)
process. The finished weld was annealed prior to
nondestructive testing.

The completed weld satisfactorily met the requirements of
Military Standard 00248B (Ships), "Welding and Brazing
Procedure and Performance Qualification™. Welding
parameters for performing the subject weld and mechanical
test results have been recorded herein.

DISTRIBUTION:
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COPIES TO: 1 - Engineering Research Dept., 033
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FILLER
MAT'L

Brand
Specification

Hobart PS-588
EAT2 (AWS 5.25-78)

Hobart Type No. 58
ASTM A108 Gr. 1018

ELECTROSLAG DATA SHEET Newport News Shipbuilding «
@ 2 WIRE CONSUMABLE GUIDE 5 X oiase preneat (miny  129°F
8 E VERTICAL UP Torch
g ELECTROSLAG WELDING g casting method Tempstick
o a ed by
i1 | Power Supply Hobart RC-1000 CONTROLS: . -
52| Polarity DCEP Hobart Multi-Torch Control Box PREHEAT SUMP AREA ONLY
%% | wire Feeder Hobart Hobart Multi-Wire Oscillator o N/a
Size/Type 3/32" Dia./Cored Wire 5/8" Dia. Guide Tubes 1/4" Dia. Round Bar

Commercial
ASTM A108 Gr. 1018

10"L x 4"W x 13"T

Hobart Type No. 59

Srand/Tyne Linde 124/F74

Dimensions
w e ——— 3?_; 5/8" Inside Diameter X | storage T LUX OVen @ 250°F,
<< MIL-S-15083 Gr. B |2« = efained warm to touch
@ E | specification =J =
Qn | sizerType 24" Long/Copper I X satistactory Visual Defects | Satisfactory N/
g§ Flow :63 GPM o gé Description 2; Unsatistactory
8In Max Temp ns N Procedure
Joint Design & Detalls
T—W—% "“_-‘L_ R.O.t
l L ReO.y = 1-1/4" + 1/16"
ReOe, = 1=1/8" + 1/16"
I p = 1-1/8" £ 1/
| L i
e .
z.0 I ‘ GUIDE TUBE SPACING 217/8
WIRE AMPERAGE OSCILLATION
ELECTRODE
FEED |voLTs PER
l SPEED EXTENSION [ wire [DWELL | CYCLE TIME | FREQUENCY |AMPLITUDE
350~ Steel wool under each
I 130 35| 1-1/2 450 3 12 5 1 3/4 |wire, covered with
ipm v in. A secCe. sec. cpm in. |[Flux.
g Fired all four at the
g same time.
I o #3 experienced a 5 min.
; delay.
i
| _ 390- Final slag depth 1"
155 55 e 400 4 rows of RD bar
lﬂ ipm v A
z
L
z
| ¢ Y Y Y +
I oAV s Meckiey Chr026M-9 P3%/22/85 JoinyfEB5-19C

/
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ELECTROSLAG DATA SHEET ) gmﬁswsshbbuudm &
5 3 __ WIRE CONSUMABLE GUIDE 5 . _x__ plate “| preneat (min) N/A
8 ELECTROSLAG WELDING £ PR method Torch
2 LECT § ——— casting Tempstick
. measured by
" 5 Power Supply ‘Hobart RC~1000 CONT.ROLS:
S&| Potarity DCEP Hobart Multi-Torch Control Box PREHEAT SUMP AREA ONLY
52| wire Feeder Hobart . | Hobart Multi-Wire Oscillator Interpass N/A
x| Size/Type 3/32" Dia./Cored Wire 5/8" Dia. Guide Tubes 1/4" Dia. Round Bar
4t | erana Hobaxt PS-588 . Hobart Type No. 58 Commercial
T2 | specification  [EWT2 (AWS 5.25-78) _ |as™ a108 Gr. 1018 ASTM A108 Gr. 1018
ot | Dimensions 5"L x 4"W x 12"T |[,| Hobart Type No. 59 « | Brand/Type Linde 124/F74
Ig s‘& PO/Haat/Lot : 39| 5/8" Inside Diameter 5 | storsge F1UX oven @ 250Q°F;
[85| specitication  [MIL-S-15083 Gr. B (£ @ | Remained warm to touch
S| Size/Type 24" Long/Copper g X satisfactory Visuat Defects |, Satisfactory
gg Flow 1.7 GPM gé Description MacY¥e = MT Clear §l& Unsatisfactary N/ &
85 Max Temp 75 °F I; . o Procedure
J

oint Design & Detatls
ReOoy

ReOey = 1=-1/4" + 10/16"

L
1 R-o.b B 1"'1/4" + 10/16“

" 4 ;
'r 20. | | GUIDE TUBE SPACING~7/B" & 4-3/4"
WIRE AMPERAGE OSCILLATION
ELECTRODE
FEED |voLTs PER
SPEED EXTENSION|  ywpe [pweLL | cycLE TIME | FREQUENCY |AMPLITUDE
350~ #2 BExperienced a
130 55 | 1-1/2 370 | 3 12 5 1 15/16 2 min. delay
E ipm v in. A sec. sec. cpm in.
<
'-
w
170~ 390- Final Slag Depth 1 1/4"
| 180 55 — 420 3 rows of RD. Bar
| v A
ks |
z
K Y Y Y
‘ (4
|
l'l’m:rml::lnru/SSN B Charge Date == Joint Na. =
I Meckley/Byrd 1026M-9 2/28/85 M685-19D

w
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ELECTROSLAG DATA SHEET

Newpori News Shipbuiiding {

Amcm

» Zz

I WIRE CONSUMABLE GUIDE [} —— Plate Preneat (min)

] % E VERTICAL UP 150°F .

& ELECTROSLAG WELDING @ X __ casting method Torch

a 8 - Tempstick
: Power Supply CONTROLS: -
E3 Hobart RC-100 REA ONLY
35 s DCEP : Hobart Multi-Torch Control Box SNBSS B
= | wire Feeder Hobart Hobart Multi-Wire Oscillator Interpass N/A
14 bemitdn 3/32" pia./Solid Wire 5/8" pia. Guide Tubes 1/4* Dia. Round Bar
':v'g SEY Hobart 25-P Hobart Type No. 58 Commercial
i | Seeciticatian ASTM A108 Gr. 1018 . ASTM A108 Gr. 1018
o | Benmong 24"L x 12"W x 24"93%| Hobart Type No. 59 w | Ban9/T¥Pe 1inde 124 & PF-2(
Qo | PO/Heat/Lot N/R gc| 5/8" Inside Diameter 3 | storase Flux oven @ 250°F,
DE| specification MIL-S=15083 Gr. B|-J | Remained warm to touch
[¢] { Defects Satisfacto!

Zwun | Size/Type 4" Lo Co a2 Satisfactory Visua a ry
glél Flow }ZI/R ng/ ppe g% Description 2; Unsatistactory  N/A
8 0| Max Temp 175°F ws e Procedure

Joint Design & Detalls 1" o z 0
| ity

b ReOey = 1=1/2" + 3/16"
| :
Roch = 1"3/8" + z)/‘ls

L

e

>

g

A

GUIDE TUBE SPACING

Z-0. e &l
WIRE AMPERAGE OSCILLATION -
ELECTRODE
FEED |VOLTS PER
l SPEED ENTERERIOH . wire  [owerL [ cvcie TiMe | FrequENey [ampLiTuDE
| N/R | N/R 1-1/2 N/R 4 12 5 N/R Same start settings as
i in. sede. secCe. cpm ~37. Power supply blew
e [ a fuse during start.
[~ Joint was restarted,
I after cleaning out
the old slag.
l
225 55 — 500-525
l g ipm| V B
z Y N Y Y
2
| ©<
‘echmicians/SSN Charge Date Joint Na.
Byrd/Meckley 1026M-15 8/8/85 M685-38

//
TeAida 109

KoAamoBapdrkog AnpnTpLos

€



AmAwpatikn epyacio - SAW / ESW / EGW

How to create a WPS (puge l)

For automatic creation of a WPS, refer
to item 9 on the next page.

From Weldspec’s main menu bar, click oryl'l"‘;' W" :::::’:::“:"“‘ s i
the small drop-down arrow ™ as shown. rmt';‘:
Select ASME IX WPS. e e
Dt S0 pwPS regan, name
z gy P IPOR -
Fill out your WPS with the same data that Rewecesoes.  [Grawed TR T

appears in this example. For fast data
entry, always select the desired data from
the drop-down menus ¥ or databases &
rather than typing the information
manually. See how this form grows
dynamically based on the data entered.

© vimpam r

T NPT faweided] 7 lopunct bated

T Pudctondarmgs [ Engresing ipeclications. T~ Ralesence documant

o Bz = T

Type [prorn |y~ [

3 B et 1AL 5 gow. a3

=R [wmwern  peafl
When specifying the filler metal, Wakdedlo e

remember to select it from the Filler S hiwe L -

Material Database instead of manually e } —
typing the information. To do this, place ) 8 s oD
the cursor in t!we S!;'A field and click on ~JE e I P L
the database icon . Locate and select Nu;m.. T T
the same filler metals listed in this UA_ Omeren T D e —— g
example and then press the Accept W ;[——-’:r_'__,—:}__ ;,:
button. Notice that the proper SFA, P R [t TR PSS | e, o LR
Classification, F and A numbers are lsomen[ [ [ [ | bewma O opons © e
entered automatically. Note: Multiple filler LD PROCER i
metal classifications may be specified. o e -

However, in this example we will only use e i —

one for demonstration purposes. e L

NOTE: Only a few filler metals and
base metals are visible in the materials
database while in demo mode.

4
In addition to three welding processes,
Weldspec also allows you to specify up to
five different filler metal sizes for each
process. To do this, click inside the filler /
metal size field and then locate the Add
Column icon on the Tool Bar at the top of

the screen "'IF'l . Click this icon and watch
how this field splits with each click. This
will also split any other applicable fields
such as the electrical parameters.

5

Notice the missing “Gas” fields for SMAV\/
This is another feature of the dynamic

forms. Weldspec prevents entry of non-
relevant information and minimises T s
potential introduction of errors. Helpful S 3
features like this are included throughout
the software.

R T (e P A e S e e S e e e e e e e RO W e S B T R e S R et P
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To continue entering data into the second page of the WPS, click
on the tab at the top of the page entitled “WPS — Page Two”.

WPS (pqge 2)

- Weldspec is equipped with a
TWI mmﬁfﬂ?’mfm saL, K j comprZhensivg dztpabase of
7 N e, e / typical joint details already
drawn for you. For more
WS recard urber | 75101 Fevison0 | Qualfeto G / ‘ information on these sketches
o By refer to the help system by
JOINTS (QW-402) Typk o R — ’-/ : clicking on Help/Contents.
“’“E Then select topic 2.2.3.
L e RS
5 é | toIt L 11 L :

o specify the applicable
preheat for the materials
entered on page one, simply

| select up to four standards
™[ from Weldspec's drop-down
lists and the Code Checking
PREHEAT TABLE e will supply the appropriate
Celiiid r/ data.
R 10 it ok e i L
8
i Flr Clr Zil[m]mdwue&rd:w ,..ma.mmmw"?‘m’m“.‘“:.“?&“w?‘h Printing this WPS:
When you are ready to print
= e N T Fr:}ﬂiﬁﬂ’z i T T S this record, go to the top of the
screen and click on File. Then
| select the second print option
which should say Print
POST WELD HEAT (w407 Unassigned ASME WPS000x.
Temperature rC1|4TD Tme mnWEM\] Type Fhsmiul
Heating rate (cav [200 Method  {Fumace 9
i '“”Im L ] Automatically create a WPS
I Preneat atter compistion i pror to PWHT (Qw-405.2F e et e from a PQR:
TECHNIQUE (aw-s10) another way to create a WPS
== ot used is to have Weldspec
Surfoos proparation I automatically generate the
Py i WPS from a PQR. To do this
SeX g peind RS you will need to open a
el completed PQR. If you have
not yet made a PQR, please
follow the instructions on the
page entitled “How to create a
PQR”. With a PQR opened, go
to the top of the screen and
Prepaicd by Teviewed by click on File/Save As New.
il Bunsis Nose P Then select WPS. Weldspec
i \3 e \\@ L., will begin to take all applicable
B ¢ data from the PQR and place it
on the WPS. Additionally,
(o e notice how the Code Checking
[ supplies you with even more
”,_ data straight out of the code
such as the Thickness and
Gedepee 10257 Diameter ranges qualified.
Cataloguen WFP5000 11 _'l
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WPS printout sample (page 1)

TWI XYZ Fabrications Ltd

Granta Park. Great Abington, Cambridge. CB1 6AL, UK

ASME IX-WPS - Page 1
Weldspec

Cusifisd ©
Compony name

WPS reoord ke
Dat=

Sup

ting FORi<) POR101-Rev 0
2 3 .

Gensed

S

Joint

BASE METALS [QOW-403) THICKNESS RANGE QUALIFIED (mm)
Tipe | Aceyeied Wlth FAHT
veldedto e = L s
EBacking: Hone P =, S Complte pen,

ol - 2

)
214
noma.

Retainers
Neotes

{mm

Aziiied I PEHT
i ATy i, Rax

Momina i - - nomin nomax,

FILLER METALS (QW-404) HIC] RANGE QUALIFTED imm
Agwsided With FEHT
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WPS printout sample (page 2)
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* Fumes and Gases

Ti_é.q Radiation

Noise

Chromium and Nickel in Welding Fume

Burn Protection

Mechanical Hazards

Tripping and Falling

Hot Work in Confined Spaces
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Contact Lens Wear

Zal
% Ergonomics in the Welding Environment

GRAPHIC SYMBOLS FOR
PRECAUTIONARY LABELS

STYLE GUIDELINES FOR
SAFETY AND HEALTH DOCUMENTS

PACEMAKERS AND WELDING

ELECTRIC AND MAGNETIC FIELDS (EMF)

LOCKOUT/TAGOUT

*— LASER WELDING AND CUTTING SAFETY
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THERMAL SPRAYING SAFETY

RESISTANCE SPOT WELDING

Cd CdO

»

CADMIUM EXPOSURE FROM WELDING AND ALLIED
PROCESSSES

Ty

65

California Proposition 65

FLUXES FOR ARC WELDING AND
BRAZING: SAFE HANDLING AND USE

METAL FUME FEVER

jﬁz\qﬁ Arc Viewing Distance
-\
C_?%“ Thoriated Tungsten Electrodes

Oxyfuel Safety: Check Valves and Flashback Arrestors
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‘/’ Grounding of Portable and Vehicle Mounted Welding
o= | Generators

Cylinders: Safe Storage, Handling, and Use

Eye and Face Protection for Welding and Cutting
Operations

Personal Protective Equipment (PPE) for Welding
and Cutting

Coated Steels: Welding and Cutting Safety Concerns

Ventilation for Welding and Cutting

Selecting Gloves for Welding and Cutting

Electrical Hazards

Wi
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