Y DYKOAANOEIC NAEKTOIKOUL
TOEOV Il = ZLYKOAANOEIC UE

6ECUN LYNANG
TTOKVOTNTACG EVEQYEIAC

AIAAEZH 5




-

MEPOX A YYTKOAAHZEIL TOZOY




YOYKOAANNOEIC PLBICHEVOL TOEOL (SAW)

0 ATTOTEAEITAI ATTO TNKTOUEVO NAEKTOOSIO KAl Consumable
Granular flux electrode
] ] ] 1] 1] ] ffom hopper 1 Vacuum SYS!em 'or
0 IKOVN POPOKa TTAV® ATTO TO PNTPIKO LAIKO 2 Blanket of Ireooveryofgranularﬂux
T o B granular G
. . . . ravel Direction % 3
[loooTATELOVTAG TO TOLO ATTIO TOV ATUOCPAIQIKO — , :
agpa PR RR00 0 l Slag (Solidified flux)

Base metal Solidified weld metal

0 Xapaktnpidetal atmo TIMEC LYNAWY EVTATEWY

PELHATOG Kal diEicdvong Molten weld meta

Moltenﬂux/
0 2oVNOWCS ATTAITEITAI N XPNON ETTIKAALDTITOAG

SUBMERGED ARC WELDING



YKOvVN BPopaka

a
a
a
a

ATTOTEAEITAI KLPIWS ATTO O&¢idIa
Y€ OTEPEN KATAOTAON €iVAl KAKOC AYWYOS BePUOTNTAC KAl NAEKTPICOUL
[MpooTaTELOVTAG TO TOEO ATTO TOV ATHOTPAIPIKO AEPA

Y€ LYPN KATAOTAON N OKOVN POPAKA 10VICETAI EDKOAQ KAl SIATTEQVA UEYAAN
EVTAON PELUATOC

METAANOLPYIKA TTAPAYEI OKWPEIA KABWS avTISEA e TO 0ELYOVO, N OTTOId
AVASLETAI TTAVE® ATTO TO PETAAAO CLYKOAANONG




YKOvn Popaka

2ouforicuos
IS0 14174

Ovouacia

Evoeiktiky ynuikij cvetacy
/ Kvpra oéeidia

References

MS

cs

zs

RS

AR

AB

AS

CB

FB

Moayyoviovyo-mopitikd

AcPeotobyo-muptTikd

Z1pKOoV1I00Y0-TuPLTIKO

PovtiModyo-mupitid

Alovvovyo-pouTiiiohyo

Alovpvovyo-Booctkd

ALOLUIVOVYO-TTVPLTIKO

AocfBecto-poyvncovyo
(Baowo)

Baowd pBoprovyo

ITAobvo10 o MnO kot SiO2

CaO (aoBeotimg) + SiO:

Zr0; + SiO:

TiO: (povtiiio) + SiO:

ALOs + TiO:2

ALO:s + Boaoikd o&eido
(Ca0, MgO) ovyva pe CaF:

ALOs + SiO2

CaO + MgO

CaF», CaO, MgO, pkpég
nocomteg Al.Os

ESAB handbook 9tomov «MS»)-
(Express Weldcare Services)

ESAB handbook (nivokag tommv).
(Express Weldcare Services)

ESAB handbook (tomog ZS).
(Express Weldcare Services)

ESAB handbook (tomog RS).
(Express Weldcare Services)

ESAB handbook (tomog AR)-.
(Express Weldcare Services)

ESAB handbook (tomog AB)-.
(Express Weldcare Services)

ESAB handbook (tomog AS).
(Express Weldcare Services)

ISO 14174:2019, ITivakag tonmv
(CB = Calcium-magnesium basic).
(cdn.standards.iteh.ai)

ESAB handbook (tomoc FB).
(Express Weldcare Services)




HAekTOOS6Ia SAW

0 To LAIKO TV NAEKTPOSIWYV ETTIAEYETAI AVAAOYQA PE TO PNTPIKO LAIKO

2 H 81QueTp0oG TOLS TTOIKIAEI ATTO 1.6 £€60G 6.4 mm

2 Ta xaALPRS&IVa NAEKTPOSIA Eival CLXVA ETTIXAAKWMEVA YIA KOADTEON NAEKTOIKN
ETTAPN YE TNV TPOPOoSOTia

0 Kal mpooTtacia ammo oéeibwon



Mnxavec SAW

0 TOVEXOLC PEVPATOGC UE EVTATEIC PELHATOC MEYAALTEQEC TV 700 A
EVOANQGCCOUEVOL PELUATOC UE EVTATEIC PEVUATOC PEYAAUTEQES TV 400 A

0 XApaKTNPIOTIKES MNXAVNC OTABEPNC TAONG OTAV N TAXLTNTA TEOPOSOTIAG
gival oTaBepn

0 XTABEOOL PELPATOSC OTAV XPNTIUOTIOIEITAI NXAVIOHUOG TOOPOSOTIaAG
NAEKTOOSIOL TTOL TTPOCAPUOLETAI AVAAOYQA UE TIGC CLVONKES TTOL ETTIKOATOLYV
OTO NAEKTPOSIO



APIBUOC NAEKTPOSIV

2 MOANATTAG NAEKTOOSIa CLVEEUEVA TTAPAANAQ PETAEL TOLC

0 AVO NAekTPOSIO O€ OeIpd

0 MMoANATTAG NAEKTOOSIA E TTOANATTIAEC YEVVNTPIEC PELUATOC



MOVOTIAELPN OLYKOAANON

Q

o O 0 0O O o

XPNOIUOTIOIEITAI YIA TN CLYKOAANCN O€ PEYAAES SIACTATEIS KAl TTAXOG
EANQOUATOV

ALEAVOVTAG TNV TAXLTNTA CLYKOAANONG

Eival auTopATOTTOINUEVES N NUI-ALTOUATOTTOINUEVES

OuWC amaITOLVTAI PEYOAAEC TIMEC EVTATEWY PEVLPUATOC

ANUIOLEYWVTAC MEYAAO OYKO TNYMEVOL HETAAAOL CLYKOAANCNG

TO OTTOIO TTAPAPEVEI TNYHEVO YIO ONUAVTIKO XPOVIKO §I00TNUA

'ETol ammaiteital uébodoc otnEIENG ToL THYHATOS OTN EI(a TNG CLYKOAANCNG




MeBosol oTNEIENS MoVOTTAELEN

OLYKOAANON

. LOOTNMATA PE XOAKIVN ETTIKOALYN
0 YTaBepeC PAPRSOI N PUANG XOAAKOUL

0 YTaBepA TTEAUATA XOAKOL

2. LLOTAPATOC ETTIKAALWYNG PE OKOVN %\// J \§
BB TR oo B T e -




YLOTNUATA PE XAAKIVN ETTIKAALWN

Flux




SUBMERGED ARC

welding system

- Decrease Your Cycle Times
- Higher Deposition Rates

WATCH NOW




[IAeovekTAHOTA SAW

0 XapaktnEileTal atto LYNAEC EVTAOEIC PELPATOC TTOL OSNYOLV OF
LWNAOLC PLOPOLS aTTOBECNC KAl PEYAAN dieicbvon

ALVATOTNTA CLYKOAANCEWY PEYAAOL TTAXOLC
YWnAn moiotTnTa CLYKOAANCNC
Aev amraiTel ISIAITEPES IKAVOTNTEC XEIPIOTN

C O O O

EAGxioTEC avaBLUIATEIS



MelovekTnuaTa SAW

Q
a
a
Q

U

XpNon €mKAANOTITOAC
ATTQITEITAI ELOLYPAUUION TWV TEPAXIWV
Meplopiletal o€ eTiTTESEC KAl OPICOVTIEG CLYKOANNCEIG

|ISaviIKN YIa xpNon JOVO O€ HAAOKOULG, UEON TTEPIEKTIKOTNTAC O€
AvOpaKa KAl XAPNANG KOAUUATWONGS XOALPREC

ATTIQITEI TNV APAIOECN OKWPIAG

0 AKPIBOGC €€OTTAICIOC TTOL ATTAITEI JEYAAO OYKO TTAPAYWYNG YIa VA

YIVEl OIKOVOUIKG OLUPEQLOLOA




Eqpappuoyec SAW

NaouTtTnyIKn

216N OSPOUIKEC KOTAOKELEC

AOUIKEC KAOTAOKELEC (YEPULEECS, LTTELAKTIEC TTAATPOPUES £E0pLENC)
Aoxeia mieong (AePNTeC, SoxEIa TTLPNVIKWY AVTISPACTNPWY)

YWANVWOEIC

Q
a
a
Q
Q
Q

Bap&Ewg TOTTOL £EOTTAICUO



> LYKOAANON NAEKTPOOKWPIaoNnS (ESW)

ATTOTEAEITAI ATTO TNKTOUEVO NAEKTOOSIO KAl
YKOVN TTAVE ATTO TO UNTEIKO LAIKO

AOY TOL NAEKTPIKOL TOEOL ATTO TN OKOVN
oxNUaTi{eTal OKWEIA N OTTOIA TTAPAPEVEI TNYHEVN

Kal ToooTaTeLEl TO PNTPIKO LAIKO ATTO TOV
ATUOOCPAIPIKO AEPa

H &N TOL TTPOCTIBEUEVOL LAIKOUL KAl TOL
UNTEIKOL OMEIAETAI OTNV TNYHEVN OKWPIC

Molten slag

Molten weld metal

Solidified metal

Workpiece 2 —>

Electrode

- Workpiece 1

Shielding gas

— Water circulation ducts

Sliding walls

Weld bead

N\

SUERRANAN



Mnxaviopoc ESW

AOY® TNC TNYMEVNS OKWPIAG TO TOEO OPRNvel

H oKwPia TApAPEVe ETTEITA TNYHEVN AOYG TOL PELUATOG TTOL
SiadiseTal o QLT ATTO TO NAEKTPOSIO TTPOC TO PNTEIKO LAIKO
(paivouevo Joule)

H BepuoTNTa AOYW TOL PAIVOPEVOL Joule TTPETTEN va eival
QPKETN YIA VA TIDOKAAETEI TNV TAEN TOL PNTPIKOL LAIKOL AAAG
KAl TOL NAEKTPOSIOL

H okwpia TTPETTEl VA gival TIIO EAAPPIA ATTO TOLG TNYHEVOLG
OYKOLC NAeKTPOSIOL KAl UNTEIKOVL LAIKOUV

ETO1 0ooTe TO TNYHA NAekTOOSIOL VA PLBICETAI TTOOG TO TrYUA
UNTEIKOU,

A))\\)\o KAl N OKWEIA VO avadLETAI TTAVEG ATTO TO THYHA pNTPIKOL
LAIKOUL

TO HETAANO CLYKOAANONG TTAPAYETAI UETA ATTO WNéN

Molten slag

Molten weld metal

Solidified metal

Workpiece 2 —>

Electrode

Workpiece 1

Shielding gas

Water circulation ducts

Sliding walls

Weld bead



AlaTaceic ESW

0 Ta VESPOWLKTA TTEAUATA TOTTOBETOLVTAIN
TTAELPIKA TNC EVAWONG

2 Kar kivoovrtarl pyadi ye tn gnxavn
OLYKOAANONG AvAAOYQA HE TOV PLOUO
TNENG TOL NAEKTPOSIOL

0 MNepiocoTEPA NAEKTOOSIA UTTOPOLY VA
XPNOIUOTTOINBOLY

Electrode

- Workpiece |

Molten slag
Shielding gas
Molt Id metal

olien weld me — Water circulation ducts

Solidified metal

Sliding walls

| Weld bead

Workpiece 2 —>




AlaTaceic ESW

0 MapaAiayn Yo KOTOKOPLPES
OLYKOAANNCEIC

0 Ta mEAYATAa KAl © 06NYOC TTAPAPEVOLV
oTaBepa

2 O 0bnyog eival NAEKTOIKG AYWYIHUOC

Slag pool

Weld droplets
Weld pool

Weld

N

Run-off tab N 3

Welding ﬂ

shoes

Submerged guide
" and wire

— Unsubmerged/submerged wire

a4

— Submerged wire




Mnxavec ESW

0 YOVEXOLC PELHIATOC

0 Me xapakTNPIoTIKES 0TAaBePNS TaoNS ( 750 — 1000 A kai 30-35 V)

0 XpNnon Kal eVOAAOOCOUEVOL PEVLUATOC
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[IAeovekTNpOTO ESW

0 Hui-avtopatotroinNuevn geEBOSOC e LYPNAEC TAXLTNTEC CLYKOAANONG
KAl LYNAO pLBPIO ATTOBECNG

0 [pooTacia TNG AipvnNg OLYKOAANCNG ATTO TOV ATHOOTPAIPIKO AEPA

0 MIKPO TTOOOOTO GPAAUATOV

2 1Savikn YIa EAQCUATA JEYAAOL PNKOLG KAl TTAXOLG



MelovekTnuaTa ESW

0 ATTAITEl HEYAAQ TTOCQ BEPUOTNTAC KAl ETO1 SNUIOLPYEITAI PEYAAN OFEZ

0 AOYW TNG ApYNC OTEQEOTTOINONG ATTAITEITAI XONON WOUKTIKWV
CLOTNUATWV

0 Movo opIOVTIEC KAl KAOTAKOPLPES CLYKOANNTEIC

0 [p€tmel va TTOAYUATOTTOIEITAI CLVEXOUEVA XWEIC SIAKOTTN YIA TNV
ATTOPLYN AVOUAANIWV

0 XpNon JMOVO O€ KATAOKELES PEYAANGS KAIMAKAC (TT.X. EAOCUATA OTO
KOITOC TOLG TTAOIOL)



HAeKTPOQEPIA 2LYKOANON (EGW)

YOVEECUOAOYIKA aTTOTEAE TTApaAAayn TNG ESW

QC TTPOC TO PUNXAVIOUO CLYKOAANONG ATTOTEAE
mapaAiayn Ttov GMAW kai FCAW

[0 va KaTaoTe SuvaTtn N CLYKOANON O¢€
KAtakopupn BEon

Eival SuvaTtn n ToooOnkn TTPOOTATELTIKWYV
aepidV

< _— Driverolis

Electrode conduit v
: Welding wire
Gas
Welding gun
| Gas box
Water out |6
Welding wire - Supplementary
= ; shielding gas
Water in "S5} = €= Water in
Fixed shoe Moveable shoe

Primary shielding gas



Mnxaviopoc EGW

To TOCO TTAPEXEI TO ATTAPAITNTO TTOCO BEPUOTNTAC

< _— Driverolis

. . . Electrode conduit v
TO NAEKTPOSIO THKTETAI KAI TTOOWBEITAN oo Welding wire
as
KaBwc¢ 10 81akevo yepidel N punxavn Kai Ta
TTEALATA CLYKEATNONG TTOPOWBOOLVTA
' ' ' ' Welding gun
YuvNON agpla TPOOTACIAG ATToTEAOLY CO2 KAl
uiyua Ar—COq | Gas box
Water out (=&

TO TNYMEVO HETAANO WOXETAI KAl OTEQOOTTOIEITAI Welding wire f.‘,‘i';ﬁ:?,.’;‘;,";:"
. Water in &5} = & Water in

[1ePICOCOTEOLA NAEKTPOSIA UTTOPOLYV VA Fixed shoe Moveable shoe
Primary shielding gas

XPNOIUOTTOINBOLY



Mnxavéec EGW

0 YOVEXOLC PEVLHATOC PE AVAOTOOPN TTOAIKOTNTA

0 Mg XOpPAKTNPIOTIKESC OTABEPNS TAONG KAI EAEYXO TNG TAXLTNTAG
TOOWONONG TOL NAEKTPOSIOL KABWC KAl TIC KiVvONG TWV TTEAUATWV

0 Eite pe xapakTNEIOTIKEG OTABEOLOL PEVLUATOC



Vertical
Welding
Process ®

EGW




YOvkplon EGW pe ESW

0 HEGW atraitel xapnAoTeEQQa TTOCA BepuoTNTAC

0 ANMIOLPYWVTAC HIKPOTEPN OEZ, AANQ KAl TTIO EKAETTTOOUEVN
UIKoOSOoUN

0 Na gEYAAES ETTIPAVEIEC TO TTOOOTATELTIKO AEPIO TTIBAVOV VA PNV
TTAPEXEI ETTAPKNG TTOOOTACIA TTAPAYOVTAC EAATTUATA



[IAeovekTNUOTO EGW

Q
a
a
Q
Q
Q

OIKOVOUIKN YIO EAQOUATA HE PEYAAO PNKOG KAI TTAXOC
AvvaTOTNTA XPNONG NAEKTOOSIWYV TTOAAWYV KAl SIAPOPWY LAIKWV
KaAn moiotnTa papng

YWYNAOC pLBUOC attoBeonG

YOYKOAANON HE Eva POVO TTEQACHA

MIkpn ammaiTnon €€eI6iIKELO NG TOL CLYKOAANTN




MelovekTnuaTta EGW

0 [loAvboLVBETN KAl SOCKOAN TTAPAPETOOTIOINCN , €I6IKA TNS TAXLTNTAC
OLYKOAANONC

0 Y€ OLYKOAANNCEIC PE XAUNAN TAXLTNTA CLYKOAANONG, TTAPATNEEITA
HEPIKN WOEN KAI TO JETAANO OLYKOAANCNG XapakTNEIeTal ATTO
HEYAAOLC KOKKOLC

0 XAUNAEG TIMEC OKANPEOTNTAC, EKTOC €AV YIVEI XPNON EISIKWYV
KOAUWATIKGV NAEKTOOSIWV

2 MBavov va ammaitnBei BepuIKN KATEQYATIA YIA TN REATICOON TNG
AVOEKTIKOTNTAC TOL PETAAANOL CLYKOAANONG



Eqpapuovec EGW

d

YTOV KATAOKELAOTIKO TOUED VIO 6€CAUEVEC ATTOBNKELONG, TTIECTIKA
S0Xeia, KAIPAVOULG, TTAATPOPUES £E0PLENC TTETPEATIOL K.Q.

Y€ ECOTTAICUO TTAPAYWYNG EVEQYEIAC
NaLTTNYIKEC KATAOKELEC
EAGouaTa pe maxog 10-100mm




YTTOROULXIEC OLYKOAANOEIC

Xwpilovtal o€ 2 YEYAAEC KATNYOPIES, OTIC

0 YTTOPRPULXIEC LYPEC OLYKOANNOEIC (UWW)
0 YTTORPULXIEC OTEYaVES OCLYKOANNCEIC (UDW)



TTORPULXIEC LYPEC OLYKOAANOEIC




YTTORPULXIEC LYPEC OLYKOAANNOEIC

ATTOTEAOVY CLYKOAANNCEIC O€ ETTAPN YE TO BAANACTIVO
VEQO

ETTOHEVGC TTOAYUATOTTOIOLVTAI O€ PEYAADTEQN TTIECN
ATTO TNV ATHOCPAIPIKN

Evaporated gas

AvVAAOYQ e TO PABOC pyeTaBAAAETAI N TAXLTNTC
WYOENC TOL TNYHEVOL PETAAAOL

'ETO1 0€ CLYKOAANNCEIC UAAAKOL XOALPRO AvVAAOYA e
TO BABOC TNGC BANACCAG SNUIOLEYEITAI HETAANO o ' .
OLYKOAANONG HE SIAPOPETIK CLOTACN Liquid-gas transformation of water

‘t




YXNUAOTIOUOC (PACEWY XOALPA AVAAOYa

UE TN BepUOKOPACIa YOLENC

Daon Ocpuorpacio Io16tytes (avroyn, Opaven, korwon, Arzieg / Epunveia Iyyés
GTEPEOTOINGNS  GKANPOTHTA, WalvpoTyTa) UETALLOVPYIKG (ue link
°O

Maoapreveitng ~300-400 °C <& TToAd vymAy avtoyy (>1200 MPa) Metaoynuatiopog Bhades|
(eaptéronand & [Iopp vy srAnpoTTe (>400 diffusionless, ia
C%) HV) gyrhofiopog C oto (2015),

<& TTold yopmAn avlekticdTnTo o8 sl Dy/n)tag B._azmte
- acwj:}z;:pmag reac,alg, in Steel,
£yaAog aplopod
@, oAb younf avtoyy og Komwon gv:{st Omg(bvp_fl © Xiao et
(ev0pavotoc) EAPETIKA GKANPO al.,
aAAG yaBvpo. Metals
10(8):9'
5(2020
Ave umavityg ~400-550 °C & YymAq avtoyr (700-900 MPa) Zymuotiletan pe Costin ¢
(Upper Bainite) & TdmpdmTa 250-350 HV HSPlKﬁ éldxpcn — al., MSi
O Mérpia fog youmAn avlektikdTna zi“ag)iggtpsfgnzvl: 181 ATS?;
& Hs;r)loptopévn’ oAKpoT T, (FE;C) i (IUEY]H & v:;]g
avnpévn yabupéa dvotokieg, eunodlo oe  Bhades]
TOPALOPPOST, ia&
Hetopévo toughness. Honeyc
mbe
(2017)

Daon Ocpuokpacio Iootyres (avroyn, Opavon, konweon,  Arries / Epunveio Iyyés
otepeonoinons  oKANpoTyTa, WalvpoTnTa) HETAIAOVPYIKA. (ue link
°O

H)»ak'ﬂ&'l&lig ~550-700 °C @ Icoppoﬂj{q (xv'[()xflg Ko (')}ﬂqu(')’[rl'[(xg BS)\éVSQ (PSppiTT] ue Costin ¢

PeppiTyS < SxAnpomo ~200-280 HV Toxaio al.. MSi

(Acicular & Yynhij ov@exticomro o8 Bpobon TPOGOVATOMGNO A 663

Ferrite) , ) i KPUOTOAA®V KOKK®MV, 2016

& Ko avtoyn og kOmmon e e B,
VYNAN TLKVOTITO Kou
oploV KOKK®OV — 2003
GTapOTOOV 510500M Welding
POYUOV* ETAPKEIG Metallu
dvotokies o avtoyy gy
Kopic yabvpdmro.

Heixpvorailikog | ~700-850 °C & Xaunh avroy (300-450 MPa) Zympotileton pe Bhades

peppiTys & Tlod yopmAn okinpodtTa mip ?“"xvfm oV ia&

(Poly.gonal & TIoAb vynh| ST C,’ peydiot K?KKOI, Honeyc

Ferrite) K | ) AMyeg dvotokieg — mbe

O Tlokb yapmpi yadopomra poiokn, OAkun doun:  (2017)
& Ko avroyn og k6moon Aoyo goKohn oAicBnon
Sl cvpmEPIPOPag SVoTOKIDY Kot Zhao et
amoppoeNoN al..J.
EVEPYELNG. Mater.
Sci., 53




YLOTAON XAALRSIVOL PJETAAAOL

OLYKOAANONG O€ XEIDOKIVNTEC OLYKOAANOEIC

Balog (m)  Ocpuixny oouncpipopda  Emkparovoa pdon  Hapatypijoeig IInyny
0-10 m "Evtovog Bpacudg, [Teprkpvotaiiikdg H evcalida atpov dpa g Hrivnak (1992),
Bepun pvooiidoo — eeppitng uoévoon — kabvotépnon Masubuchi
apyn yoen YoEng (1980)
10-30 m [lieon T — [TAaxogdng Anpovpyeitot tvaomg Hrivnék (1992);
otafepomoinon t6Eov, eepplIng QepplIng pe Tuyaio AWS
TayvTEPN WHEN TPOGOVOTOAIGUO . D3.6M:2017
Annex C
>30-50m | Axoéun vymidtepn dvo pmovitng EpeaviCovton Aemtég Hrivnak (1992),
mieomn, yoypo vepd — otpwoelg FesC- Ibarra & Moore
YPNYOPOTEPT YOEN (1986)
>50 m Ytofepomoinpévo Miyua mhakogwovg  H pikpodoun Hrivnak (1992);
Oepuiko mepiPdiiov eeppitn Kot otabepomoteiton — dev Masubuchi
AVAOTEPOV UTTOVITN aAAGCEL ONUOVTIKA [UE (1980)
(ot0aBepo) nepoutépw Paboc.




YLOTAON XAALRSIVOL PJETAAAOL

OLYKOAANONG O€ UNXAVIKEC OLYKOAANOEIC

Badbog Oeppn Emxkpatodoca Hopatypioceis Mnyég
(m) CVUTTEPLPOPE. ¢bon /
pKpooou)
0-10 m [ToAv éviovn Maopreveitng + H évtovn avdadevon vepon Liu et al., J. Mater.
KukAopopia, fpacuos | Ave pmowvitng ov&avet Ty amoBoAn Process. Technol.,
KOl QLGOAOEG — TOAD Oeppotntag: M poaen eivor 233 (2016), 12-20;
yprryopn woén (20-35 oxAnpn (>350 HV) ko Cui et al., Appl. Sci.,
°C/s) TOPMOING LELOUEVT 9 (2019), 4080
oKApOTNTOL.
10-25m | Ilieon T — [Makogdng H peiwon g pucariomonc Liu et al. (2016);
ot0bepOTEPO TOEO, Qeppitng EVVOEL TOV TAAKOELON TWI Job
HELOUEVT PLGAAId®ON Qeppitn’ KOAN 1GoppoTiol Knowledge No. 78
— pérpro woéEn (10— avtoync—oikipomrog (~250 (2021)
15 °C/s) HV).
25-40m | Eldyomn pon, [Tepicpvotairikds | To Aovtpd dwatnpeiton Oepud | Liu et al. (2016);
avénuévn igon — mo | peppitng + TEPIGCOTEPO ™ TPOLOPaivel AWS D3.6M:2017
apyn yoén (3-8 °C/s) | mepAitng duayvon C- yaunidtepn Annex C
oxAnpomra (180-220 HV).
40—-60 m | Ogppoxpacio vepol |, | [TAakoedng Kot EnaveppaviCetar acicular Cui et al. (2019);
Oeppukn ayoypommrta | [lepucpvotariikog | ferrite, otabepomoteiton n TWI (2021)
1T — eAa@pa TayOTEPY | QPEPPITNG UIKPOSOUN* KOAN
yoén (812 °C/s) opoopopeio Kot epLedvion
paPrG.
>60 m Zrabepéc Oeppikég 2100epo petypa To Beppuxod medio 1woppomet- Liu et al. (2016);
cuvOnkec, yoypd vepd | TThakoegdn o1 petaforég paoewv pikpég: | Cui et al. (2019);
— otafepdc puOUOC peppitn + 1010t TEC 0YEdOV aveEdptnteg | TWI (2021)
yoéng (~10 °C/s) umovitn Babovg.




Mop@poAoyia UW

Conventional underwater | Mechanical constraint-assisted

Onshore welding wet welding underwater wet welding

1.0 mm/s

2.5 mm/s

3.5 mm/s

4.5 mm/s

6.0 mm/s




[NopwbeC 0€ LYPEC OLYKOAANNOEIC

0 To Topwbecg embpd apvNTIKA OTNY AVTOXN O€ KOTTWON
2 ALTO avaveral he TNV avéNon TNC TTEoNS APA KAl TOL PABOLGS

0 Mg oTaBepO peLUA KAl avénon TNG TTieonNc aAAalel oxXNUA ATToO
OPAIPIKO O€ YAKOPOOTEVO

0 To TTOPWSEES PEIWVETAI UE TNV ALENCN TOL KABOSIKOL PELUATOG

0 'O1mwg Kal he TOEO MIKEOTEPNGS SIAUETOOL KAl LYNAOTEPN TAXLTNTA
OLYKOAANONC



[IAeovekTAUOTO UWW

0 XAuNAO KOOTOG

2 YWnAN TTPOCAPUOCTIKOTNTA AdoL O SUTNG PTAVEI OTA TTIO
SLOTIPOCITA CNUEIa

2 YWnAn TaX0OTNTA CLYKOAANONG



MelovekTnuata UWW

0 XaunAn opartotnta

0 Poyudatwon otn ©EZ Aoyw eite amoppopnons vdpoyovou (HIC),
€iTE TNG HIKPOSOUNC TNG OFEZ 1) TAPAUEVOLO WY TATEWY OTNV £EVLOON

0 Tonyopn Woun ue eiI0pon PEYyOANg TToocoTNTAS LEPOYOVOL
(waBvpotmoinon n/kai HIC)

0 IXNUATIOUNOGC TTOPWSOOLC TTOL EAATTWVEI TNV AVTOXN O€ KUKAIKN
PpOPTION



Epapuoyec UWW

XPNOIUOTTOIEITAI KLUPIWS O ETTIOKELEC

0 MapAKTIV KATAOKELWY AOYW SIAPEWONG

[MAQTPOPU®Y £E0PLENG

YTTOBAAAOCCIa CLOTAPIATA AYWYWV METAPOPASC LEPOYOVAVOPAKWY
AIUEVIKEC EYKATAOTAOCEIG

[TUENVIKEC EYKATAOTACEIC

o 0O 0O 0O O

[TAOIa (TTPOCWEIVEC ETTIOKELEC)



HOW IT WORKS
UNDERWATER WELDING ?




YTTOROULXIEC OTEYAVEC OVYKOAANOEIC

(UDW)

Welder Pipe to be welded

YTTEPRAPIKOL TOTTOL

Y€ BAANAUO €16IKA KAOTAOKELATUEVO AVAAOYQ
TNV TTEQIOXN TNS CLYKOAANGCNC

O BAAauoC yepilel ye adpavec agpIo
(cuvNBwc He)

Y€ AIlYO JEYAADTEQN TTIECN ATTO TNV LOPOOTATIKN

H GUYKOAANCN £XEI TN CLUTTEQIPOPT KAl TA
XAPAKTNPIOTIKA TNG ENENC OLYKOAANCNG




[IAeovekTAUOTG UDW

YTEYAVO TTEQIRAANOV

ApPIOTN 0PATOTNTA

YWNANG TTOI0TNTAC CLYKOAANCN
[Napéxel AOPAAEIO OTOV OLYKOAANTN

C O O O O

AvvaTOoTNTA BEPUIKNCG KATEQYATIAC



MelovekTnuaTta UDW

0 AKPIRN ueBodoc

0 [epropiopevn ToooRACIIOTNTA

0 ATTaITEl €161KnN EKTTAISELO N TOL CLYKOAANTA KABWC CLVNOWG
epapuOleTal O€ TTOAL HeEYOAOC BaBoc



Epapuovec UDW

XPNOIUOTTOIEITAI KLUPIWS O€ ETTIOKELEC, KAl 0TO 80% TV LTTORPLXIWV
OLYKOANNCEWY, KAl KLPIWGS T& XAALPREC

0 MopAKTIV KATAOKELWY AOYW SIAPEWONG

[MAQTPOPUESG £E0PLENG

YTTOBAAAOCOCIa CLOTAPIATA AYWYWV METAPOPASC LEPOYOVAVOPAKWY
AIUEVIKEC EYKATAOTAOCEIG

[MTUENVIKEC EYKATAOTATEIC

o O 0O 0O O

[TAOIa (TTPOCWPIVEC ETTIOKELEC)



EowTNOEIC ATTOPIES




-

LYTKOAAHLEIRX ME AEXYMH
MEPOZ B LASER




YOYKOANNOEIC pE Seopun Laser (LBW)

Light Amplification by Stimulated Emission of radiation rj LASER. AnAaén oTta
EAANVIKG ONUAIVEl eVIoXLON PWTOG ATTO £EAVAYKATHUEVN EKTTOUTT AKTIVOROAIAG

0 ApXIoe va avamtuooetal heta 170 1970 OTAV KAl AVAKAALPONKE TO
(PAIVOPEVO TNG KAEISQPOTOLTTAG

[apéxel LYPNAN TTAPAYWYIKOTNTA KAl JEYOAN eveAIEia
0 Meiwon TV TapAPoOPPOERDY OTO METAANO TLYKOAANONG

0 Xapaktnpidetal atmo TIC JEYAAEC TIMEC TTAPEXOUEVNG TTUKVOTNTAC EVEQYEIAC
OTO PUNTPIKO PETAAANO



Ta&ivounon akTivoPoAiac ue paon 1o

LUNKOC KOUATOC

Axtivofolio Mnxkoc¢ kouatog
Axtivec X 0.01 — 10 nm
Yrepiwonc axtivofolio (UV) 10 — 380 nm
Opoto pwg 380 — 750 nm
Yrépvlpn axtivofoliio (IR) | 750nm — 1000um
Mixpoxouato mm - cm

v 'O00 N TIUA TOL PNKOLG KOPUIATOG EAQTTAVETAI, N EVEQYEID TV
PWTOVIV ALEAVETA



MNXAVIOUOC ATTOPPOPNONG EVEQYEIAC

OTA WETAAANO

H §¢opun Laser aAANAOETIS oA e TO JETAAANO KAl

0 'OTavV TO UNKOG KOJATOG KOPATOC gival ueyaAo (IR) TOTE Ta eAeLOEPT
NAEKTOOVIA OTA ATOUA TOL PJETAAAOUL

0 AnAabn) ekeiva Ta OTTOIa PPICKOVTAI OTO VEPOS NAEKTPOVIWY TTOL
SNUIOLPYOLYV TO SeCUO O€ KABE KOKKO ({wvn aywyIuoTNTAg)

0 TaAavTovovTal Kal arropeOopOoLY ALT TNV EVEQYEIT

0 Mg ANiya AOYIa n evépyeEla TNG 6€0UNC YivETAl BEPUIKN OTO PETAANO

52




MNXAVIOUOC ATTOPPOPNONG EVEQYEIAC

OTA WETAAANO

AnAaén OTav TO PNKOG KOPJATOC KOUATOC €ival peyaAo (IR) TOTe

0 Ta eAeLOEPA NAEKTOOVIA OTA ATOPA TOL PETAAAOL TOAAVTWVOVTAI EOKOAC
AOY G TOL NAEKTPIKOUL TTESIOL TNG 6¢0UNG

[MapAyovTag eva NAEKTPIKO TTESIO OTNV SIETIPAVEIA HETAOAAOL - SE0UNG
TTOL AVTITIOETAI OTO EI0EPXOUEVO KOUC

'ETOI TTOPATNPEITAl AVAKAAON TOL PWTOC (LUETAAAIKA YLOAGSQ)

o O 0O DO

O TaPATTAV® PNXAVIOHUOG ovouadetal povTteho Drude



o4

MNXAVIOUOC ATTOPPOPNONG EVEQYEIAC

OTA WETAAANO

H §¢opun Laser aAANAOETIS oA e TO JETAAANO KAl

0 'OTavV TO UNKOC KOPATOG KOPATOC €ival HIKOO (UV) TOTE T NAEKTOOVIA
SlEyEipOVTaAl O€ LYNAOTEPES EVEQYEIAKES OTABOUEG,
2 MNpocg ™ {evn aywyIuoTNTAG

2 AULTO O UNXAVIOHOGC TTOOKAAEI HEYAAN ATTOEEOPNCN SIOTI LTTAPXEI MEYAAOG
APIBUOC NAEKTOOVIWY, KAl TTOANES PETARACEIC TTOL UTTOPOLY VA CLUPROLY




MNXAVIOUOC ATTOPPOPNONG EVEQYEIAC

OTA WETAAANO

‘OTAV TO PNKOC KOPATOG KLOHATOG €ival MIKPO (UV) TOTE

0 TA NAEKTEOVIA TOL VEPOLG eV TTPOAARAIVOLY VA AVTIEPACOLY CLAAOYIKA
OTO NAEKTPIKO TTESIO TNG SECUNG

0 Karoia nAekTpovia SigyeipovTal O LWNAOTEQES EVEQYEIOKEC OTABEC,

0 Meion ToL PAIVOUEVOL TNG AVAKAAONG, CLVETTWS ALENCN TNG
aATTOPPOPNONG

0 O mapatmavw PYNXaviopog ovouadetal Interband



ApxN AsiTovpyiag Laser

To Laser armmoTeAsiTal amro

0 To evepyO OTOIXEIO (TT.X. QEQIO WiYUA, NUIAYWYOG)
2 Tnv TNyN QvTANONG EVEPYEIQG

2 TO OTITIKO OTOIXEIO N KOINOTNTA CLVTOVIOUOL



ApxN AsiTovpyiag Laser

2 H1nyn aviAnong evepyeEiag SIEVEIQEI TO EVEQYO OTOIXEIO
KAl TTAPAYOVTAl PWTOVIC

0 H Sieyepon UtTopeEi va ival oTITIKn, XNUIKN, NAEKTOIKN,
OepuIKn, 10ViICOLOA AKTIVOROAIG K.Q.

0 APXIKAO N §E0UN €XEl EYAAN SIAUETOO KAl MIKPO TTOCO
EVEQYEIQC

0 'Emera AOY® TNG OTITIKNG KOIAOTNTAG, N OTToid
ATToTEAEITAl ATTO VO KATAAANAOLG KABPEPTES

0 H&&oun evioxveTal

45 deg mirror
N

shielding gas

FOC Coupling

>/._

MNd:YAG Laser
Source

/TN

Collimation lens

I]:E[I ocusing lens
ver slide

\\. r
X‘ /"— Plasma Plume

\\\?i‘-"-‘:-rk piece

‘Welding direct

fon

Fiber Optic Cable




ApxN AsiTovpyiag Laser

O TTPWTOC KABPEPTNG €ival TTANPWS AVAKAACTIKOG

O 6e0TEPOC KABPEPTNC Eival NUISIATTEQATOG,
APNVOVTAG HIKOO TTOCOOTO AKTIVOROAIAC va ToV
Siammepaoel

2 'ETo1 N akTIvOROAIG TOAQVTWVETAI JETAEL TV SVO
KAOPETTTWV

0 KaBe popd TToL Eva pWTOVIO CLVAVTA £Eva SIEYEQUEVO
QEPIO TTAPAYETAI OUOIO PWTOVIO

0 'Etol TookOTTITEl TEAIKA UIA TTOAD OTEVH KATELOLVOPEVN
Seoun

45 deg mirror
N

shielding gas

FOC Coupling

MNd:YAG Laser
Source

/I\

Fiber Optic Cable
Collimation lens phic

I]:E[I ocusing lens
ver slide

X‘ /"— Plasma Plume

\\\?i‘-"-‘:-rk piece

‘Welding direction




TOTTOI CLYKOAANONC Laser

AVAAOYQ PE TNV IOXL KAl PJE TO UNKOG KOPIATOG 2 TOTTOI

O'UYK('))\)\r]O'r]Q TapaATN pOL')VTCII Heat conduction Deep penetration
welding welding
, Melt Keyho
0 Me aywyn
. . Evaporating
0 Mg TN SNUIoLPYIA KAEISAPOTPLTTIAG -
Single Multiple
interaction interactions

liguid liquid - vapur



MNXAVIOPOC OLYKOAANONG UE QYWY

0 YOUPAIVEN PE XOUNAN TTOKVOTNTA I0XLOC KAl CLVNOWGS
oTav N §E0UN EXEl EYAAN SIAUETOO —

0 H&Eoun aAANAETTIS A UE Eva TTOAD AETTTO OTOPWUA OTNV Laser
ETTIPAVEIA TOL PUNTEIKOL PETAAAOL deer.

0 H evepyeaia YETAPEQETAI UE QYWY ATTO T ATOUA TNG / L

ETTIPAVEIAS TTOOG ALTA OTO ECWTEPRIKO TOL LAIKOV

O Anuiovpyeital N Aipvn CLYKOAANONG KAl AtTo KATW TNG "

n ©EZ Conduction Mode

0 Y€ TOMN TO TTPOMIA TNG CLYKOAANCNG €ival OPRAA, pE
Sieicdvon PIKPOL BABOLS




MNXAVIOUOC OLYKOAANONG UE

SNUIOLEYIA KAEISAPOTPLTTAC

0 YodPaivel ge bYPNAN TTLKVOTNTA IOXLOC
0 XapaKTnEIOTIKO TTapadeyua o UV akTivoPoAia

0 Taxotatn Bepuavon, PNEN TV SECUWY N NAEKTPOVIAKN
SiEyepon

2 Me ammoteAeopa TNV TNEN Kal €€AXVWON TOL PNTEIKOL
OTO KEVTPO TNG ANipvNG (PwTtoaAAnAetTiépacon)




MNXAVIOUOC OLYKOAANONG UE

SNUIOLEYIA KAEISAPOTPLTTAC

: : - : ! Laser beam .
H e§aXvON EMTEEME AVTAVAKAGOEIG TOL PRTOG EVTOG e [ oucoming
NG KAEI6APOTOLTTAG Feed rate

Laser beam

ETOI TTOQYUATOTIOIEITAI HEYAALTEON ATTOPPOPNCN e
EVEQYEIAC KAl O€ PEYAALTEQO PABOC phase

Gas and plasma

ANPIOLEYEITAI TTAAOHA EVTOG TNG KAEISAPOTOLTIAG tomnel

[ToL OTAV ALTO PPEICKETAI OE ETTAPN PE TO PNTPIKO N
ammoppoPnon evepyeiag TAnoiadlel to 100%

'ETO1 SNUIOLEYEITAI TTPOPIA CLUYKOAANNCNG HE MIKEN
Siatopn aAAG peyaio Pabocg dicicbvong




Eibn Laser

a
a
a
a

COz2 Laser
Laser ypavaTn LTTPIOL AAOLUIVIOL KAl IOVTOG veodnuioL (Nd:YAG)
Laser 6106o0L bwnANg 1IoxLoS (HPDL)

Laser Sieyepuevay diuepwv (Ecximer Laser)




CO2 Laser

To 1o Siadebouevo oTn Bropunxavia kai To 1o armrodOTIKO
Exmréutel IR pe unkog kbpatog 10.6um

ATTObI6€1 €00G 25kW

TO evEQYO HECO eival Hiypa 6% CO2 + 12% N2 + 82% He

AIEYEIPETAI UE NAEKTOIKN EKKEVAION

o o0 o O o

AEITOLPYEI KAl CLVEXWC KAl TTAAMIKO



Laser yoavaTtn DTTEIOL AAOLUIVIOL KAl

IOVTOC veodnuiov (nd:YAG)

0 Exmreptrer IR pe unkog kopatocg 1.06um
0 ATTobibel €cdC 5kW

2 AEITOLPYE KAl CLVEXWC KAl TTAAMIKO



Laser §106oL bywnANcg 1Iocxvoc (HPDL)

Exmreutel IR pe unkog kopaTog 808 — 260 nm
ATTO8i6¢1 £dC T10kW

TO EVEQYO HECO Eival NUIAYWYOGS

O 0O O

TO HEYAAO TOUL TTAEOVEKTNUA ATTOTEAEI TO TTOAL UIKOO TOL UEYEDOG, N
ueEYaAn aclomoTia kal N diapkeia (NS TOL

0 AEITOLPYEI KAl CLVEXWG KAl TTAAMIKG



Laser Sieyepuevay SinuepwV (Ecximer

Laser)

Exmreuttel UV pe pnkog kopatog 193 = 351 nm
ATTO8i6¢e1 €cdC 750W
TO EVEQYO HECO Eival YA ELYEVOLC AEPIYV KAl AAOYOVV

AIEYEPON ME NAEKTOIKN EKKEVON

U O 0O 0O O

AEITOLEYEI TTAOAUIKA



[NapaueToOol TTOL ETTISPOLY OTNV LBW

0 MapaueTpol TNS 660uNnG
0 MopdaueTpol ToL TTEPIRAANOVTOC

0 [TOPAUETPOI TRV LAIKGV



[NapAueTPOol TNS SE0UNC

0 BEvepyeliakoi TTApAUETOOI (KATAVOUN EVEQYEIAC OTIC S1IELOVLVOEIC KABETES
OTNV EMMIPAVEIQ TOL PNTEIKOL, SIAUETEOG KAl evTaon 6€oung)

2 Tovia TpooTTeoNg
2 To YNKOG KOPIATOG

2 HTaxoutnta capwong



Emiépaon TaxutnTac ocapwong

0 XTIC OLYKOANNCEIC JE QYWY TTAPAYETAI TTAAOUA TTAVE ATTO TO UNTEPIKO

2 To oT110io ATTOPEOPC CNUAVTIKO HEQOGC TNG TTPOSISOUEVNG EVEQYEIAGC
NG 6¢0UNG

0 Eav n 1axutnta cdpwong avénbei TapAyeTal HIKPOTEEN BEPUOKOATIA
oTNV EMMPAVEIQ TOL PINTPIKOL

0 'ETol TapayeTal Kal AlyOTEQO TTAACHA OTN Aipvn CLYKOAANGCNG

0 'Etol n avbénon TG TaxOTNTAC CLYKOAANONG ALEAVEI TO CLVTEAEDTN
amroPPOPNONG



Emiépaon TaxutnTac ocapwong

0 XTIC OLYKOANNCEIC HE SNUIOLEYIA KAEISAPOTPLTTAG
2 H pueicoon TNg TaxwuTNTAC ALEAVEI TO CLVTEAECTN ATTOPEPOPNONG

0 AOY® TV AVTAVOKAACEWY TG §ECUNG OTO ECWTEPIKO TNG
KAEI6QPOTOLTTAC

2 Tevika e TNV avEnon TG TaxLTNTAC N SIATOWN KAl TO PABOC TNG
OLYKOAANONG EAQTTQOVETAI

0 YTTQPXEN hIa REATIOTN TIWN TTOL O AOYOG PABOLG Sicicdvong TTEOG TN
SIATOUN TNC CLYKOAANCNG YIVETAI PEYIOTOG



[1EEIBAANOVTIKOI TTAPAUETOOI —

TTOOOTATELTIKA AEPIA

0 Y& OLYKOANNOEIC pE aywyn 1O He kai To Ar 1ovidovTtal o SUCKOAG Q11O
TA OTOIXEIA TNC AihvN OCLYKOAANONG

2 'ETO1 QmmOTRETTOLY TNV SNUIOLEYIA TTAOCHATOG N EAQTTAVOLY TO
HEYEOOC TOL OTNV ETTIPAVEIA TOL PETAAAOL

0 BéRaia pe TNV av&non TNG TTLKVOTNTAG EVEPYEIAC TO Ar I0VICETAI KAl
EVIOXLEI TO TTAQO A, TTAPAYOVTAG TO AVTIOETO ATTO TO ETMIBLUNTO
ATTOTEAEC A



[1EEIBAANOVTIKOI TTAPAUETOOI —

TTOOOTATELTIKA AEPIA

0 Y& OLYKOANNOEIC PJE SNUIOLPYIA KAEISAPOTPLTTAG TO He Kal TO Ar
loviovTal Mo SOUCKOAQ ATTO TA OTOIXEIQ OTO EC0WTEPIKO TNG
KAEI6QPOTOLTTAC

0 'OvTacg Mo Yuxed YOXOLY TNV ETIPAVEIA TOL PUNTPIKOL

0 Emiong n por) ToOLg ATTOTEETTEl TNV EKTOVON TOL TTAACUATOC OTO
E0WTEPIKO TNC KAEISAPOTOLTTAC

0 XAV ATTOTEAECUA ATTOTEETTOLY TO TTAAOUC OTO ECWTEQIKO TNG
KAEI6QPOTOLTTAC VA ETTEKTABEI KAl £ ATTO ALTN

0 ALEQVOVTAG €701 TO CLVTEAECTH ATTOPEOPNONG



[NOPAPETOOI OXETIKA PE TA DAIKO

a
a
a
a
Q

KataoTaon tNG emM@pAVEIAG
ATTOPOOPNTIKES ETTIOTOWOEIC
OepuoKpaoia

OEPMIKES 1610TNTEC

Aopn Kar cuVoTACN TOL LAIKOUL




Kartaotaon TNC €MPAVEIAC

Kazd J Kateovasia 2YOVTELEOTIG
aracraoy az Py amoppopnong A (%) Reference (link)
emoavelag (yalvfog) @ ~1.06-1.07 um
Topvevon / ITAdvioua 6-36% Hipp et al., 2019 (PMC)
(unyovovpyixn, Acia) ’ (ResearchGate)
. Bergstrom, 2008 1) (diva-portal.org)
A’L,t Hops 0’}? (f (;Tp 310c ~50-70% - Horangic et al., 2024)
tpayvTnte, Ra~1=3 pm) (ui.adsabs.harvard.edu)
, , Hipp et al., 2019 (PMC) -
Edepyouevy ocgiomon Al Simgﬁds et al., (linlg.aps.(zrg)
Extetouevn oleiowaon / .
oKoVpId: (UTopei va eivar 70-85% Volpp et al., 2023 (ResearchGate)

o.otoOng oty ovykoiinon)

Kiigler, 2018, 2019 (MDPI)




[IAeovekTNuaTa LBW

Mikpn ©EZ
YNUAVTIKN JEION TTAPAUOPPLTEWYV
YWNANG TTOIOTNTAC CLYKOAANCN XWEIC ATEAEIEC

d
d
d
d

KAAN gNXAVIKN AvTOxN TOL JETAAAOL CLYKOAANNONG, OXI XEIPOTEPN
ATTO TO UNTPIKO

0 Agv ammaitel NAeKTO O8I0 N TTANPWTIKO UECO



[IAeovekTAUOTG UDW

C O O O

ISaVIKN YIG CLYKOANNCEIC O€ TTEQIOPICHEVOLCS XWEOLE KAl JAKPIA
ATTO TO TEUAXIO

[apexel TN SLVATOTNTA CLYKOAANCNC O€ OAEC TIC BECEIC
Aev eTTNPEAZETAI ATTO TTAPAPEVV HAYVNTIOPUO OTOLCS XAALPREC
[oNyopPNn CLYKOAANGN WE Aiya TTEQACHATA ATTO TN Wid TTAELEA

YWnAN emavaAnyIipoTnTa AOY® TNS ALTOPATOTTIOINCONG MECW
EUTTOPIKWV AOYIOUIKGV




MelovekTnuata LBW

0 AKPIRN ueBodoc
0 TMepropiopevn popntoTNTa (EKTOC HPDL)

0 ATTQITEl TN ANWN PETPWY TTOOOTACIAC AOYW TNG €KBEONG O¢
AKTIVOPROAIQ

0 ATTQITEl AKPIPNG TOTTOBETNON KAl ELBLYPAPUION TWV TEPAXIWY



Eqpapuoyec LBW

d
d
d
d

AEQOSIAOCTNUIKN
ALTOKIVNTORIOUNXAVIC
NaoLTTNYIKN
HAekTOOVIKO






EowTNOEIC ATTOPIES
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