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MeB0SOI cLVOEONC EEAPTNUATWV
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METAANOLPYIKN oLVEEON

H peTaAAoOLPEYIKN oLBVSEDN €ival N OLVEKTIKN £vOon SVO N TTEQICTOTEPWV
HMETAAANIKQV TEPAXIWY MECW QLOIKOXNUIKGV UNXAVIOU®WY (T1.X. Siaxvuon
ATOMWY, AVAKPLOTAAWOCN, SNUIOLEYIA VEDV PATEWY, OXNUATIOUOS KOIVOUL
HMETAAAIKOL SecuoL K.a.)

O1 KLPIOTEPES PEBOSOI LAOTTOINONG METAAANOLPYIKWYV CLVEETCEWY ATTOTEAOLV
ol S1IaPOPwV €16V GVYKOAANTEIS ( TT.X. CLYKOAANCN TNENG, CLYKOAANCN
OTEQEAG KATAOTAONG K.4L.)




OPICUOC TNC OLYKOAANONG

YOYKOANoN kata ECCC givail

H évaoon V0 N TTELICOOTELWY TEUAXIWY UE OEPUOTNTA N TTiEon I oLVSLATUO
TV SVO, £TOI WOTE TA LAIKA VA OXNUATIOOLY HIa gLVEXEIA. 'Eva TANP@TIKO
LAIKO e onueio TAENS TTAPATTANCIO TOL PNTPIKOV UTTOEE VA XPNOIUOTTOINOEI.




Y LYKOAANON

OepuoTNTa KAI/N TTiEoN MNTEIKO LAIKO
Kal/N TTANPWTIKO LAIKO

METAANO CLYKOAANNONG =
KOAUA TTADNPWTIKOL LAIKOUL
KAl TAYMA PUNTEIKOL LAIKOUL

MNTEIKO LAIKO



[NoapadelyuaTo

» MnNTPIKO LAIKO : avBpaKoLXOC XOALPRAG
» TTIANPEGTIKO LAIKO : ETTIXOAK®UEVO cLPPA ER70S-6

To ocLpPPA TTEPIEXEl MNn Kail Si, Ta OTToIa CLUPRAAOLY TNV ATTOEEISWON KAl OTNV
OTABEPOTTOINON TNG MIKOOSOUNG TOL PUETAANOL CLYKOAANONG, REATICOVOVTAG
TTAPAANNAC TNV AVTOXN KAI TNV OAKIMOTNTA TOUL.



[TAEOVEKTNUATA OLYKOAANOEWYV

» YWnAn avtoxn tTnG oLVEEoNG, €S AKOUN KAl TNV AVTOXN TOL UNTEIKOL PJETAAAOUL

»  ATTAOLOTELON TWV KATACKELWY (TT.X. OTIC NAGWOCEIC ATTAITOVVTAI TTOADTTAOKEG
SIAUOPPWOTEIG)

»  OIKOVOMIA LAIKOU — TTIO EAAPPES KATAOKELES (TT.X. €dC 10-20 % eAATTGOON TOL
BAPOLG TV TTAOIWV)

» Meiwon XPOVoL KAl KOOTOLG



[TAEOVEKTNUATA OLYKOAANOEWYV

> Mewon NXopLTTAVONG (ATTOLTIA NAWTEWY, KOXAIWTEWY)

» TAnENC oTeyavotnTta

» Kavevac TepIopIoUOS TTAXOLGS EAACUATWY KAl CLVETTWC UEYAAN TTOIKIAIQ
YEQUETPIV



MEIOVEKTNWATA OLYKOAANNOCEWY

» Mn QVvTIOTPEWIUES OCLVEETEIG

»  AULOKOAIQ CLYKOAANONG OPICHEVGV KPAUATWY ( T1.X. XOALREC LYWNANG
AVTOXNG, TITAVIO)

»  ATTQITOVV XEIPIOTEC UE 181aiTEPN £€EISiKELON

» MiBavoTnNTa SNUICLPYIAG ATEAEIV (PWYUES, TTOPOI, EYKAEICUOI)



MEIOVEKTNWATA OLYKOAANNOCEWY

»  ANUIOLEYIA TTAPAPEVOLOWY TACEWY KAl TTAPAUOPPTEWY, TTOL ETMISOOLY
oTn Opavon, OTO ALYICHO KTA.

» H vAotToinon ToLg PTTOEE! va TTPOVTTOBETE TTPOBEPUAVON N YETABEPUAVON

» O1 uEBodOoI PN KATAoTPOPIKOL EAEYXOL SeV Eival TTANPWS AEIOTTIOTEC OF€
OLYKOAANNCEIC

»  ALOKOAIQ COUANNYNS PWYHWV



Ta&ivounon OLYKOAANNOCEWYV

H tafivopnon TV CLUYKOANNCEWY YivETAl e TTOAOLC peBodoug. Ol TpEic
Baoikec Ta&ivounoeig sivail

1. MEKPITAPIO TO ELPOG BEPPOKPATIWV TTOL AVATITOCCOVTAI OTNV PAPN

2. MEKPITNPIO TNV TTNYN EVEQYEIAC

3. Me kpItnplo 10 €i60G TNG SIETIPAVEIAG



Ei6n ZuykoAAAoEWV

2uykoAANoeLg TNENG

OEPUOXNHLKES

2UYKOAANOELG PE Xpnon

ZuykoAAAOELG OTEPEAS

W

HAeKTPKNAG
Avtiotaong

HAektpikou Toéou

Aéopeg YPNAng
Mukvotntag EvepyeLag

OUVOETIKQU LECOU KOTAOTOONG
Ev Wuxpw pe —
TIAQLOTLKNA Ev Ogpuw xwplLc
napapopdwon TAQLOTLKN
MaAakeg apangodoon
Etepoyeveig
ZK)‘ﬂpéC Ev Ospuw LE
Etepoyeveig MAQLOTIKN
napapopdwaon
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Ta&ivounon OLYKOAANOCEWYV HE KOITNPIO

TNV TTNYN EVEQYEIAC

. ©egpUOXNUIKN EVEQYEIQ (TT.X. AEPIOL PE KAVLOIUO 0ELYOVOUL, UE BEQUITN, YECNG
DepUOKOATIAG PE PAOYQ, HEONC BEPUOKOATIAC e avTidpaon)

2. HAekTpOOBepUIKN evepyela (T1.X. HAEKTOIKOU TOEOL, NAEKTOIKNG AvVTIOTAONC,
ETTAYWYNG, Ye 6eoun laser, pe 8EouN NAEKTOOVIWV KTA.)

3. Mnxavikn evepyela (1m.x. ye cvvoieAaon, opuenAatnong, dia TEIPNGS KTA.)

4. AANNEC TTNYEC BePUIKNG eveEpyealiag (Aiaxvong)



EEOTTAIOUOC OLYKOAANONC PUE KAVOIUO

AEPIO OELYOVO

0 MavoueTpa

1 PuBuioTéc mieonc agpiwv
0 DIAAEG agpidV

1 EvkapuTtTor aywyoi

0 Kavotnpag

1 AKQO®PULOIO

Cylinder contents gauge ‘ - Outlet pressure gauge
Outlet pressure gauge + ¢ Cylinder contents gauge
’ Fla hback (2)& Pressure regulating
Pressure regulating screw ' }S') sorew

Valve

Valve l\}%\ b ¢ @)
) (@) &
N ’g.g 4 t

Acetylene Oxygen
(cylinder painted  (cylinder painted
maroon) black)




DAOYA OELYOVODL - AKETLAEVIOUL

ALENON TTOCOTNTAG OELYOVOL 0bnyel o€
avénon TNS BEPUOKEATIAG

MeYaAOTEON TTOCOTNTA AKETLAEVIOL OTO
Uiypa, o€ oxeéon pe 1o 0Ebyovo odnyei oTn
SNUIOLEYIA TOL ACTIPOL PTEPOL

AvOpOaKoLXA PAOYA XPNOIUOTTOIEITAI OTAV
BEAOLUE VO TTOOCBECOLE AVOPAKA OTO
UNTEIKO LAIKO.

O&eIbWTIKN PAOYQ XPNOIUOTIOIEITAI OTAV TO
UNTEIKO LAIKO €ival YeudAapPyYLEOC,
OPEIXAAKOG KTA.

inner cone
ool OyKol =

ZovVN avaywyng
I

Neutral f:-‘lame - Ovbéirepn

inner cone

MNepicoeia OKETU)\aviou;ﬂ‘

!
Reducirilg Flame - AvBpakobxa

inner cone

Mepicoeia ofuyovouv ¥

pm—

A

acetybene feather
|

Oxidizing Flame - OE&186TIKNA

(c)



EECOTTAIONOC OLYKOAANNONC UE BEPUITN

Mupigaxo doxeio e o1 OTOV TTLOPEVA TOL

KaAoOi €181KA SIauopPUEVO YIA KOBE
OLYKOAANCN

Tpimodag yia TNV TOTTOBETNON TOL
TTLOPIMAXOL S0XEIOL AKPIPWCS TTAVW ATTO TO

KAAOULTTI TPI0EeiSI0 alovpviov
NpoBeppavTneag TeETECUEVOL aéPA KAl L A'E % *'
Bevdivng yia TNV amopuyn TG WOENG Tou 15 = BN -

_______

TNYHATOGC TOL LAIKOL TNC CLYKOAANCONG
KABWC EI0EQXETAI OTO KAAOLTTI

““““““



HAEKTPIKO TOEO

0 To NAekTP O8I0 TNG CLYKOAANONG, TTaIlEl TO
POAO TNC KABOboL, cLvbeEeTal PE TOV
APVNTIKO TTOAO TNG TTNYNCS DC, KA EKTTEUTTE
NAEKTOOVIO (KaBOSIKO OTiyua)

2 To unNTEIKO LAIKO, TTailel TO POAO TNC
AvOS0oUL, CLVEEETAI UE TOV BETIKO TTOAO TNG
mNyNS DC kal armoppopd NAEKTPOVIA
(avobikO oTiyua)

0 O OYKOC TOL AEPIOL PETAEL TNC AvOSOL KAl
NG KOBOSOL XAPAKTNEICETAI WG TTAACUA

AC or DC power source

and controls

Electrode holder

Electrode /

Arc

¢¢¢¢¢¢¢

AR

Ground cable

4

Electrode cable

Work




HAEKTOIKN EKKEVGION TOEOUL

0 H 8iob0¢ NAEKTPIKOL PELUATOC
UECQA ATTO IOVIOWEVO OYKO QEQIOL
TTOL PBPICKETAI LTTO TNV ETTIOPACN
NAEKTOIKNG TAONC

0 dnuUIoLEYEITAI ATTO TNV Kivhon
OETIKGWYV IOVTWY OTNV KAB0S0

0 KAl apvNTIK®WV OTNV Avodo

(G)E!ectrons /? (+)
Positive ions ? O
Anode éé ?

\P Pe Qé

Cathode

Example: The potential fall in

an arc with a arc

voltage of 20 V

Arc column
(Plasma)

4

KatevBouvon avbénong
TOL NAEKTOIKOL
SuvapIKoL




HAEKTPIKO TOEO

Consumable

; Granul
Electrode Core Wire —__ & s e l SO Vacuum system for

from hopper
e recovery of granular flux

Blanket of I
granular .

Shielded 0r|<l/

/

. S
Heavy Coating Travel Direction %
— |
Gaseous Shield / g
/\Zv—\\ A
=

/ ’i\ Base metal

/23 l Pen/etration

_— I

Slag (Solidified flux)
Solidified weld metal

Molten flux / \ Molten weld metal

BASE METAL

: Molten Crater T
Weld Deposited Weld Metal

SUBMERGED ARC WELDING



HAEKTPIKO TOEO




YOYKOANNOEIC pE Seopun Laser (LBW)

45 deg mimror
N

shielding gas

FOC Coupling

Nd: YAG Laser
Saurce

Callimation lens

ocusing lens
ver slide

/f— Plasma Plume

R
Tl {whlvivas

S Workpi

2

Welding direction

Fibier Optic Cable

Heat conduction

welding

Single
interaction

liguid

Evaporating

—-

Deep penetration
welding

Kevhole

Multiple
interactions

liquid - vapur




Y DYKOAANOEIC NAEKTOIKNG AVTIOTAONG

RESISTANCE



HAEKTOIKN AVTIOTAON ETTAPNC

N
Electric Signal

EEEEEN _ ———
******* Film ’ ,’?urrc‘m f!o:'~\

F
Resistance (a) 1
R
o R¢
Bulk " positive termina;l l R
. { J M
Resistance LTS LATSAALSH

Yy H’H"I///

A

[] apparent contact area A,
load-bearing area (isolated) Ay,

I conducting contact area (a-spots) A,

Constriction
Resistance

il
AL




Y OYKOAANNOEIC PE XPNON OLVOETIKOUL

UECOL

0 To uNTEIKO METAANO TTAPAUEVEI O OTEQEN KATAOTACN

0 MpooTiBeTal TTANPEWTIKO LAIKO 0€ SIAPOPEC HOPEPEC OTTWGS TTACTA, OPAIPEG,
OLEMATA, TAIVIES, EAQCHATA, OTAYOVISIa K.Q.

0 To otroio TNKTETAl. AVOAOYQ UE TN BEPUOKOATIa SIaKPIVOVTAI SVO TTEPITITWOEIC:

v XapunAng Bepuokpaociac (Soldering) otav T < 500°C
v Mé&ong Begpuokpaciag (Brazing) otav 500°C < T < 900°C




MNXAVIOUOI TTOOOSOONC BEPUOTNTAC

o 0o 0 0 o0 0 O

Torch brazing Dip brazing
Filler rod
Me (P)\(')YO :l Brazed joint
' Fillets = Flux _"\ Flux
€ POLPVO ﬂé A Brazing
Me euparnTion Torches ~—Flared tube = —_——
Me NAEKTOIKA avTioTaon ":”"' = 'ﬁféﬁ?og‘é" :

Me eTTaywyn (ETTAYWYIKO KOKAWUA HE TTNVIO)

Filler melts and flows

\" Il Furnace

Filler alloy
YTrépuOpn akTivopoAia (Brazing) : [D]/Flux
A¢coun Laser (Soldering) S

> >

Brazed

joint H/

-~ Furqace
brazing



YOYKOAANOEIC OTEPENC KATAOTAONG

0 To uNTPIKO JETAAANO TTAPAWEVEI O€ OTEPEN KATAOTAON

0 AOY® TTAQCTIKNG TTAPAUOPPWONC SNUIOLEYEITAI KOLOTAAAIKN
METAAOLPYIKN CLVEECN, HECK AOKNONG TTEONG

0 AlakpivovTal 3 HEYAOAEC KATNYOPIEG:
v Ev puxpw, YE TTAQOTIKA TTAPAUOOPLON
v Ev Bepu, YE TTAQOTIKN TTAPAPOOPWON

v Ev BEpU@, XWPEIC TTAACTIKA TTAQANOPPWON



YOYKOAANOEIC OTEPENC KATAOTAONG

Dies

///>
/,? 7

Workpiece -a—— Pressure

Workpi u
7 7/ Rive
: 7/
Y/
(a) Before welding
(b) After welding
Figure 3.2 Cold welding

7777777

Heating circuit.



YLYKOAANON 1A TPIPNC PE avadevon

(FSW)

0 AvarnTuén Bepuokpaciag dia TpIPNS

0 To epyaAeio TNG CLYKOAANCNG Bepuaivel
TA TEPAXIA KAl PoONBAG 0TN PO LAIKOL

0 ATTO auTO £€QPTATAL:
2 H 1mo1oTNTa TNG CLYKOAANCONC

2 H peyiotn dvvartn TaxvuTNTa
OLYKOAANCONG

0 Hmapaywyn BepuoTnTag

Downward force

Welding

Retreating
side
Nugget
Advancing
side




-

MEGOAOI LYNAEXHZ,
AIAMOPOQLEIL KAI

MEPOX |_ YYMBOAIZMOL

LYTKOAAHLEQN




MeBoSoI cLVOEONC

S
METWTTKN ] KATA OUPBOAR Auxevikn 1 Tuttou Tav MWVIaKN
(Butt joint) (Tee joint) (Corner joint)

Mg emkaAuyn Kat’ akun
(Lap joint) (Edge joint)
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EEOpApEC KAl EOWPAPEC OLYKOAANNOEIC

—E\ ¥ - 2 e

\\ Q/ ~
4
~

e€wpadn e€wpadn gowpadn eowpadn e€wpadn



AIQUOPPWOEIC

AvolktoU TUTIou TOomtou 2V TOTOU OUITAOL V2V

Tomtou V Tottou dutAoL V ToTtou J

ToTtou durtAov J ToTtouv U ToTtou dutAov U




AIQUOPPWOEIC

» HmmpoeToipyacia TV EAACHATRV VIO CLYKOAANON £XEl OA OKOTTO VA IOXLOOTTOIE]
TN OLYKOAANON 06NYWVTAC TNV TTPOG TO E0WTEPIKO TWV EAACUATOV.

» Ta PACIKA YEDUETPIKA XAQAKTNPIOTIKA KABE €i60LC TTEOSIAUOPPWONG Eival
> TO PABOC YEXPI TO OTTOIO TTPAYUATOTIOIEITA,
> N ywvia tnG SIauoppwons Kal

» TO SIAKEVO TTOL APNVETAI AVAPECA OTA EAQCUATA TTOL BA CLYKOAANBOLV.



METWTTIKN ovvéeon TLTTOL V

» H dnuiovpyia ToL avxeva €ELTTNEETEI TNV AVAYKN YIA
ATTOPLYN SNUICLEYIAC EAACUATWV PE AETTTEC AKUES

» Ta YEQUETPIKA XAPAKTNPIOTIKA TNG ALAAKWDONG
£€CAPTWVTAI ATTO TO TTAXOC TOL EAQCUATOC

Mwvia avAakwonc

N

~"

\ |
] Mrkoc auxeva

—|I— ]

SLAKEVO

.

\




METWTTIKN cLvéeo N TOTTOL SITTAOL V

» XPNOIUOTTOIEITAI OTAV N TOTTOL V 06NYEI OE TTOAD UEYAAES
TTOOOTNTEC JETAAANOL CLYKOAANCNC,

» EV oLYXPOVMWG SNUIOLEYEN PN ATTOSEKTEG TTAPAPOPPLOTEIG --

» Agv Eival ATTApaiTNTA COUMETPIKES



ALXEVIKN oLVOECN N TOTTOL TAL

» Hpapn oxnuaridel yowvia 45° pe kabe EAacua

> Aev ATTAITE KATTOIA SIAPOPPWON YIA EEWOAPEC CLYKOAANNTEIC

» Acgv attaiteital SIOKEVO




AI0OTAOIOAOYNON

AlooTaoEIc 08 mm

Vi @
Y < -
- ‘ —
| (KRSSNN I
!

-

MéBodol -
OUYKOMNONG| 5<t<40— a=60°

Vs
] Y
0777 RN *-“ sz:\kﬂqﬂr
]
b )
-l b

t<4 —= b=t 3111 141

114

3<t<10—35°<B=<60° 111

Y
!

111



YOUBOANICUOC OLYKOANNOEWYV

2 3

1 k\ \\7 ’dl MpboBeTeC TTANPOPOPIES

——————— 8,

1 . EVOEIKTIKN YPAHHNA
2 o AImAR ypappn avagopag
——0UYKOAANON 3 © 2UpBoAo ouykOAAnoNg




YOUBOANICUOC OLYKOANNOEWYV

2 UMUETPIKEC 2UYKOAANGON aTnVv 2 UYKOAANON oTnv
OUYKOAANOEIC TTAEUPG avapopag aATrEVavTI TTAEUPA

2TIC CUHHETPIKEG OUYKOAANCEIC /\ /
Oe xperaleral n SIGKEKOPUEVN

ypappn




YOUBOANICUOC OLYKOANNOEWYV

YTIC PAPEC TNS CLYKOAANONC

xapakTneilovTtal 6L TTAELPEC. ?
ANENANTI [/ NAEYPA
NAEYPA ] ANAOGOPAE
H AL avapopAc oTNV OTToIa PPICKETAI x ;
TO LAIKO TNG CLYKOAANCNG KAI N ATTEVAVTI /1
Aeopd g 0y A
MALURA TG SLYROAAISTS CRESTRSANISN
SYTKOAAHEH

+ H tomoBérnon Tou cuppoiou avagopdc TIPETTEl KATA TTpOTiUNONn va yiverar woTte 10 BEAOC NG
eVOEIKTIKNC ypaupnc va Ociyvel Tpo¢ tnv TAsupd avagopdg, onAadn mpog 10 OnuEio TG
OUYKOANONC.

+ H tomoBéTnon tou cupBolou avagopdg yiveralr opllovTia Kal HOVO OTIC TIEPITITWOEIS TTOU auTd dev
gival duvarov, ToTmoBeTEITaI KaTakopuga.



YOUBOANIOUOC OLYKOANNOEWY

Weld Full Reference Weld Dashed Reference
Symbol. Line Symbol  Line
Arron Arrow ‘\\
Line™~ DN | Tai Line S N _/Tail
N L7 AN
Dashed Reference Full Reference
Line Line

WELD INFORMATION FOR THE ARROW SIDE OF THE JOINT

Weld Full Reference Weld Dashed Reference
Symbol  Line Symbol  Line
Arrow RN Arrow .
) . ) ‘\
Line N _<Tai| Line =3 g
Dashed Reference Full Reference
Line Line

WELD INFORMATION FOR THE FAR SIDE OF THE JOINT



Welding Specification Procedure

(WPS)




Welding Specification Procedure

Welding Procedure Specification (WPS) oot o072
WELDING PROCEDURE SPECIFICATION Code: AWS DL.1
Company Name: Identification #:
Address: GMAW-DEMO
Is WPS Prequalified?

Preliminary WELDING PROCEDURE SPECIFICATION Yes

Welding Process: Process Type: |Poslllnn: Supporting PQR No.(s):

GMAW Semi: Flat Prequalified

lBasc Metal Part I (Material Spec., type or grade): |Basc Metal Part II (Material Spec., type or grade):

PR STPS oV Date: 19022917 _ Supportng PR No. Group 1and I1 of Table 3.1-AWS D11 Group I and I of Table 3.1-AWS D1.1
Revision No: Rev 01 Referens Doc. =
Welding Process(es): SMAW Type(s): MANUAL Thickness*/Pipe Diameter: Filler Metals:
JOINTS (QW-402) (Groove or Fillet Range: AWS Classification®/AWS Specification:
Joint Design SINGLE V Backing N0 Yes E70C-6M H4
— T>=6 mm (/4 in.)
Backing Material (Type) heaksl " Huoteg Massl ASAS
Other + If Prequalified, qualified range as shown In Sketch AN
Sketoh: * Electrode-Flux Class. (SAW)
|‘Ax.-‘l/\ Bevel Angle 35°s5° Joint Details/Sketch:
5 Thickness o 127 mm
I () Root Gap T 2-2.5mm
3 o
(%) [ Root Face © 1.6mm /S(E) G Table 3.4 of AWS D1.1
£ __] Backing © None ( 7 60°
{re}
"I T S E min
BASE METALS (QW-403) I i X .
P-No. 1 Group No. 1 To P-No. 1 Group No. 1 : S in in in
% | T T=} o 1
pecification type and grade A 106 Gr8 Tospecification type and grade A 106 Gr 8 b3 B
g Awses e — I RE RF23mm (§ in) = 3
Chem. Analysis and To Chem. Analysis and | o T< % £
: G=0 o | 16
Mech. Prop. Mech. Prop. BE
Thiciress range: ! G f E=S Tsi |£3 ]
Base Metal: 12.7mm Fillet -7 T=26mm 1 in
l;:'n Dia. Range 127n Fillet L__\‘r\___l (4 ) T< 1_% gu %
er by
1 3
FILLER METALS (QW-404) i mw: BC-P2-GF T<2-3| <
Spec. No. (SFA) 51 55
AWS No. (Class) /Trade Name £6010 £7010P1
F-No. 3 3 | Joint Design Used (Design information for Prequalified WPS as shown in Sketch): ‘
ANo. 1 1 . . ] X . -
e — s Root Opening G: mm (in) 0 Root Face RF: >=3 mm (1/$ in.) Groove Angle: 60 Radius (J-U): na
wed "'“’Y'M"m o Weld Type: Joint Type:
Groove Partial Joint Penetration Groove Weld Butt Joint___ Corner Joint
Fillet
Electrode- Flux (Class) Backing Option: Backing Material: lBack Gouging Method: ]
Fhiox Tiagk Home Welded without backin na wa

Consumable Inserts

Other




YOUBOANIOUOC OLYKOANNOEWY

KaBe cupporo ocuykoAAnong pmopei va cuvodeUeTal amd OUYKEKPIPEVEG DlaaTaocElg. AUTEG 01 DIAOTACEIG
ToTroBeToUvTal, OTTWG @aiveral oTo oXnua, Aappdavoviag umdéwn 61 ol dlaaTACEIS TToU avagépovial gt
EYKApoIa ToPn Tng ouykGAAnang avaypagovral otnv aplotepr] MAeupa amd 1o oupBoio ouykGAAnang evw ol
Kara pnkog OlacTacelg avaypagovial amo 1 Oe€id pepid Tou gupPoAou. ZTo KATW PEPOC TOU OXNPATOC
Tmapouoialetal éva Tapddelyua avaypa@nc dIaoTAcewy ae EEWPUPT.

AlOOTACEIG Katd prikog
sygﬁpmag_ ~a e OIaOTATEIC
Toprig pagrig —=
I
ZUHBOMNICHGS
Mapadeypa N
OUYKOAANONG adS\30
egwpagnc > A

7 A

a5]\300  z7]\ 250
4 4




YOUBOANIOUOC OLYKOANNOEWY

//‘\\\

NG

s. EAdyiotn améotaocn ammdé v EM@AVEIQ TOU
avTIKEIgEVOU £wg TR B€an Odleiocduong TNG
OUYKOAANONG

s: EAGyioTn amméoTacn atrd TNV EWTEPIKN ETTIPAV-
gl TNG pagrc €wg Tn Bfon digioduong TnG
OuyKOAANoNg




YOUBOANIOUOC OLYKOANNOEWY

‘@ 1 tos
D 8 mm)))) 7)) ))))1 5 in

s 8 mm iin
<50 mm— <50 mm — 16
—»25mMm< 2 in —=25 mMm< 2in —=25 mMmie— /
| in | in | in //
6 mm

a6 |\3 x 25(50)

28 |\3 x 25(50) 7
e i — it e ——————————\ 5/16 | -3 \\

ISO (Leg length) ISO (Throat thickness) AWS (Leg length)




YOUBOANIOUOC OLYKOANNOEWY

Zto gxnua tapouoialovial ol Pacikég DIAOTACEIS yia TNV TEPITTWON BIOKOTITOHEVWY pa@uyv, dnAadi
pagpwy TTou dev KAAUTITOUV OAO TO PNKOG TNG £MIPAVEIOg TTOU OouvdEel Ta dUO eCapTruara. Zinv TEPITTWOol
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TO eVOIQUETO PAKOG avapeoa oTIg pagég e. Na TNy TEPITTTwaon Tou n TpwTn paen dev EeKva atmo tnv apyl
TOU TEPaXiou, TOTE OTO AVTIOTOIXO OXEDIO KATAXWPEITAI KAl TO ApXIKO PIAKOG v TTOU DeV £XEI OUYKOAANO.
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