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Tomo0eoia Artaymviopov:EXK IEPAMATOX / A. AHMOKPATIAX 238, [IEPAMA ATTIKHZ
Ewdwkomyra: Teyvikog ZuykoAoewv

1. Ofpara Awayoviopov:

A. OEQPHTIKH EZETAXH_EPQTHXEIX X 25

A//A

2Q03TH

EPQTH2H ATNANTHZH

H akTivooAia Tou T6§ou ocuyk6AAnong:

a. Kaiel Ta JATIa KAl To OEPUA TOU GUYKOAANTH.

B. Eival padievepydg Kal eTTNEEACEl Ta ECWTEPIKG TOUu Opyava Kal Opyava
AvVaTTaPaAywyng.

y. MPOKOAEI KAPKivo Tou BEPPATOS €€ AITIAG TNG UTTEPILOOUG AKTIVOBOAIAG.

6. ATTAWG TOV TUQAWVEI KalI TITTOTE ATTO TA AVWTEPW.

O1 ynxavég nAekTpodiou givai:

a. Z1TaBepnc Evraong.

B. Z100€pnG TAONG.

y. 2100€pA¢ TAoNg Kal évraong.

Z18npouya UAIKA givai:

a. O xdAuBag, To avogeidwTo, TO HAVTEUL.

B. To aAoupivio, TO XpwHuIo, TO hayvAaoIo.

y. To payydvio, 1o TITévio, TO VIKEAIO.

ZuykOAAnon gival n dnuioupyia évwong eTTi HEPOUG HETAAAIKWV
TEMOXiWV JE TNV XPAON:

a. YynAng Bepuokpaaciag.

B. HAwv .

y. KoxAlwv.

H pa@ni cuykOAAnong €xel:

a. YynAdtepn avtoxn Bpadong e@eAkucpoU atrd 1o JETaAAO BAong.

B. XaunAodTepn avroxr Bpavong e@eAkuapoU atrd 1o PéTaAlo Bdong.

y. Tnv idla avroxn 8pauong epeAkuauou aTrd 1o HETAAAO BAon.

Tov avBpaka Tov Baloupe oTOV CGidNPoO:

a. MNa va ammokTAoel 0 oidnpog PeyaAUTeEPN avTOoxr oTNV 0&gidwaon.

B. MNa va BeAtiwooupe TRV oKANPATNTA, TO OPI0 Bpauong Kal To 6plo dIapPorg
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y. [Na va BeATiwooupe TNV dIGGTOAN, OAKIMOTNTA KAl TNV CUYKOAANTIKOTNTA.

Moieg ival o1 OXETIKEG BACIKEG YVWOEIG TTOU TIPETTEI VA £XEI £VOG
OUYKOAANTAG:

a. HAekTpioudg, petaldoupyia, BepuoTnTa.

B. Mnxavikr], yayvnTiopog, XNUEia.

y. OAa ta avwtépw.

To emkaAAupévo nAekTpddio EN ISO 2560 A:E38 ORC1/AWS A5.1/
E6013:

a. Eival nAekTpddio poutnAiou.

B. Eival nAekTpddI0 EIBIKWY EQAPHOYWV.

y. Eival eptmopikn ovopaaia.

Moto amo Ta MAPOKATW MPOCTATEVUTIKA AEPLOL GUYKOAANONG HE TNV KwdLKomoinon
Kot EN 1SO 14175 givan to aéplo M21:

a. Argon 82% + Co2 18%.

B. Argon 100%.

y. Argon 92% + Co2 8%.

10.

To cupnay£g cUppa cuykOAAnong ivat otnv AyyAikr opoAoyia:

a. Tubular cover welding wire.

B. Solid welding wire.

y. Flux cored welding wire.

11.

Me noia oo Tt peBodoug cUyKOAANONG EMLTUYXAVOUHE KOAAUTEPN TTOLOTNTA
OUYKOAANONG:

a. Me tnv péBodo 111 (MMA/SMAW).

B. Me tnv pébodo 135 (MAG/SMAW).

y. Kat pe tg 8Vo (2) pebddouc epodoov ol cuykoAnoelg ektehecbouv cUpdwva pe
EVKEKPLUEVN TTpodLaypadn Stadikaaoiog cuykOAANong .

12.

I€ pia npoSiaypadr] Sradwaociag cuykoAAnon¢ (welding procedure specification /
WPS) katd EN 1SO 15609-1 ntepiypdadovral:

o. To KpApo Twv cuyKoAoUHeVWY PeTaAIKwY UALKWY (Base metal).

B. Ta avolwotpa vAwa mAnpwong (Filler netal).

y. Ta Amber, Volt, moAwotnta, okitoa cuykdAAnong, uébodog .

6. OAa T avwTEPW TTOU TTEPIYPAQOVTA.

13.

/—a?B—< 111
To oUuPoAo cuykGAAnong O€ Lo oUYKOAANTH évwon turou T-

Joint urtoSewkvuEeL:

a. Twviakr cuykOAANGN Ao TV pia LEPLA TNE EVWONC.

B. Twviakn ocuykoAAnon kat amnod tic SUo (2) pueplEg TNG Evwong.

y. Metwrikr ouykOAAnon.

14.

VA
To oUuBoAo cuykGAAnong O€ Lo oUYKOAANTH évwon

UTtOSELKVUEL:

a. Metwrikr cuykoAAnon povou V (Single V) pepkng Sielobuong.

B. Metwrukn cuykoAAnon povng Aofotoung V (Single bevel).

Y. Metwrikr) ouykoAAnon povou V (Single V) mAnpoug dieloduong.

15.

To a8pavEG TPOOTATEUTIKO AEPLO OTOUG CUYKOAAROELG ovopdletal othv AyyAA
vAwooa:
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a. Active shielding gas.

B. Inert shielding gas.

y. Shielding gas.

16.

Eav éva nAeKTpOSL0 BAOLKO ElVOL O CUCKEVAGIOL KEVOU TL KAVOULE META TO
AVOLyLLOL TG CUCKEUAOLOG KEVOU:

d. To ocuvtnpoupue os Beppokpaocia 110°C.

B. Aev t0 Baloupe kaBOAou og GoOUPVAKL.

y. EvepyoUpe cUpdwva pe TIg 08nyleg TOU MOPOOKEUAOTH.

17.

To DCEN ot pia npodiaypadn cuykOAAnong, Tt pUpa Kat TOALKOTNTA SNAWVEL:

a. JUVEXEC pEUMA APVNTLKI TTOALKOTNTA.

B. EvaMaooopevo peUpa BeTLkr TOALKOTNTA.

V. ZUVEXEC peV A BETIKN TTOALKOTNTA.

18.

MNolog and tou eAéyXoug o€ i GUYKOAANGCH €lvoll U KOTALOTPETTLKOG EAEYXOG:

a. EAegyxoc pe tnv uébodo twv unepnywv (Ultrasonic testing).

B. EAeyxog pe TNV pEB0SO TwV payvnTikwy cwpotidiwv (Magnetic particle test).

V. Makpookorikog éleyxog (Macroscopic test).

6. EAeyxog-6okiun kpouong (Impact test).

19.

OuavBpakoUyolL xaAuBeg (carbon steel) o mola opada (group) uAkwv
Katatdooovtal cUpudwva HE TNV KwSLKomoinon tou tpoturnov ISO/TR 15608:

a. Group 1.

B. Group 8.

y. Group 23.

20.

‘Eva MLOTOMONTIKO 6UYKOAANTWV oV wva pe to tpoturo EN ISO 9606-1 £xeL
SLapkKeLa Loxvog :

a. Tpia (3) xpovia.

B. Aev €xeL nuepopnvia Anewc.

y. Névte (5) xpovia.

0. Tpia (3) xpovia umnd mpoilmoBEcelg Oswpnong tou kabe e€aunvo .

21.

To Aoutpo TG cUYKOAANnonG sivad:

a. AlwUEVO LETAANO TTOU TTPOEPXETAL LOVO aTtd TO UALKO TTANPWONC.

B. Atwpévo peETalo amd To UALKG ANPWONG KoL TO Bactko HETAANO.

22.

Nota and ta napakatw MARN sival anapaitnta o€ pia cuykOAAnon Twv HeBodwv
MMA,MIG,MAG,TIG:

a. Maoka.

B. Nobia depuativn.

y. Favto.

0. ®opua epyaoiag.

€. ApBula.

23.

‘Otav cuyKOAAOUME O€ KAELOTO XWPO TL PETEL VAL TPOGEXOUUE MEpav Twv MAN

a. E€aeplopo Tou xwpou.

B. Amaywyn Twv Kamvoepiwv .

y. E€aeplopo Tou XWpou Kot ormaywyr] TwV Komvaepiwv.

24.

H e€étaon Ko iotonoinon evog cuykoAAntH o€ Sokipo oc O£on PF ( Vertical /
up) os noleg B£o<Lg GUYKOAANGNG MLOTOTOLEL TOV OUYKOAANTH oV wWVA LLE TO
ntpoturo EN 1SO 9606-1:

a. PF (Vertical up) kat PA (Flat).

B. PF (Vertical up), PC (Horizontal), PE (Overhead).

y. “O\ec t1g B£0eLc cUYKOAANONG .
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25.

H gvélapeon péylotn Oeppokpaocio petagl kopdoviwy (mdoa cuykoAnong) os pa
OUYKOAANGon avBpakouxou xaAuBa Group 1.2 unopst va givat:

a. 110°C

B. 70°C

y. 220°C
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B. IPAKTIKH AXKHXH XYI'KOAAHXH AOKIMIQN X 2

I. Metomkg ovykéiinon pe v pédodo 135 (MAG), coppmva pe TV Ipodiaypapn
dwdikaciog cvykérinong (WPS):ESK-135-BW-PA-bs-10_Gr.1.2

Welding Procedure Specification (WPS)
Acc. to EN 1SO 15609-1

Company | Organizalion: ESK PERAMATOS
Full address : 238 Dimokratias Aven., 188 63, Perama, Attica - Greece

Tel.+30 2104949219  E-mail- gsk.peramatos@email.com
WPS Mo - ESK-135-BW-PA-bs-t10_Gr.1.2
i Mathod of and Cleaning: Thermal cut and § or
WPGER Mo: To be confirmen mmml g grinaing.
‘Wealder's Hame: To be confirmed Parent Material Deslgnation: 535502+MH_1.0577_Gr. 1.2
Welcing Process 135 (MAG)_Parfly Mechanized (semiauttic)  Maferial Thicknesa:10.0 mm
Walcling Pesttion {=): PA [Flak) Outzide Diameter: Not Appiicable
Joint Type: Butt Joink I Single V. Butt Wsld I bs ! FP
o Design Wieiding Sequence
r s ! =
= Tl
- l
1mwe 7 \.. / _E_r"
= ! i = FNT 14
Widding Datalla:
TEe of Cament | volEge | Type of | Wirersed | Travel Heat Transter
Run Process Millar metal A v Currentr It Moda
& mm I’olap mmin TN i
1 T WG] [2:] [T1ig | 155 L5 TE0 | 052057 | Shod! clrcall |
F2 135 MAG) 0.5 120-130 .0 OCEP 4.5 L 041045 Short circutt
F3 35 [MAG) 30-140 | 0 DCER 4 05 47045 | Short clrclt
F4 35 [MAG | 30-140 0. DCEP 4 15 ). 55-0.64 B [+
SS'HEEE PEE L] . JCED [
Flller material - Solld wire electroda (5] FM1
Flller Matal Classification & Trade Mame:  EN 150 14341-4° G 42 4 M21 351 , AWS A5 18 ERTOS-6, NOVOFI_NOVOFL 552
&ny 5peclal Baking or Drying Shored in accordance with manufaciurers recommendations
Gas/Flux- - Shisiding / Backing M21_EM 150 14175 - Angon 2% + C02 18% /WA
Shisiding | Backing Gas Flow Rate 1216 Limidn | MIA
Tungsten Elsctrode Typs ! Skzs Mot Applicabla
Detallz of Back Gougling / Backing Hoi Applicable
Preheat Tempsarature 20°C Minimum
Interpass Temperaturea 230°C Maximum
Poat-Weld Heat Treatment and I or Ageing HNoi Applicable
Time, Temperaturs, Method Noé spplicabla
Heafing & Cooling Rates Hof Applicabla
Tack weld YES
Other Informathon:  Interpass temperature shall be checked using a tact th ter or temip & Indicating cray
Wald finieh to be left sa-webded Stand-off disiance: 10-15 mm. Wisaving (max width of mn) 210 mm
For Manutacturer | Onganization: ** For Examinar | Examining Body-

Signaturs e teambialei il oM

0250224 V. Tsimpidis
*Mia = Not Applioable I required
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Il. FToviaxy cvykoiinon pe v pébodo 111 (MMA), cOppmva pe TV TPOSLOYPUQT)
dwdikaciog cvykérinong (WPS): ESK-111-FW-PB-ml-10_Gr.1.2

Welding Procedure Specification (WPS)
Acc. to EN ISO 15609-1

CompanylOrganization: E.5 K. PERAMATOS
Full address : 238 Dimokratias Aven., 188 63 , Perama, Attica - Greece

Tel.+30 2104949219  E-mail: esk.peramatos@gmail.com

WPS Mo : ESK-111-FW-PB-ml-t10_Gr.1.2

WRQR No: To be confirmed s v o wmlm“: cutamal or
Welder's Name: To be confirmed Parent Matsrial Designation: $35512-H_1.0577_Gr. 1.2
Wolding Frocess:111 (MMA)_Manual Meafarial Thicknees:10.0 mm
Walcing Position (5] PB [Hortzontsl) Ouside Diamster: Not Appiicabie
Jolnt Type: T-Joint ! Fillat Weld | mi
Joint n Waiding Sequencs
- gint Design - . .

Welding Detalla:
Slze of Cument | Voilage Type of WireFesd | Travel Heat Transfer
Run Process Mkar metal A v Ccurents Spead Spead Inipaut Maode
& mm Poh;l_!l mdmin mamdmiln kAmm
Bl A TooZ | 140 - B0 | DB40ES | tlobular
B2 111 (MMA)] L5 T4-T8 18.0 DCEP - 36 DLE5-0LES ‘Globular
B3 111 (MmA] 2.5 T4-TH 18.0 DCEP - TH 128-1.34 Globular
Flller material : Cowered alectroda (B) FM1
Flller Matal Classification & Trade Mame: EM 150 2560-A: E 42 € B 45 H5 |/ SFAIAWS A5.1: E T018-1/ CARBOWELD _CARBO Mn B
Any Special Baking or Drying Stored and drying in accordance with manutacturers recommendations
Gas/Flwe: - Shislding ! Backing Mot Applicabls
Shisdding | Backing Gas Flow Rats Hiok Applicabls
Tungsten Elacirode Typs | Skze Hot Appiicable
Detalls of Back Gouglng ! Backing Mot Applicabla
Prehaat Temparaturs 20°C Minimum
Interpass Temperature 220°C Maximum
Post-Wedd Haat Treatment and I or Ageing Mot Applicable
Time, Temperature, Method Hot Applicable
Heafing & Cooling Rakea Mot Applicable
Tack weld YES

other Information:  Interpass temperature ahall be checkesd using a contact hermometer or temperaturs Indicating crayon.
‘Weid finieh to be left sa-welded.

For Manufacturer [ Organization: ** For Examiner | Examining Body:

Slgnature

20250224 W Tsimpidis
*Mi& = Mot Appllcabls  + If required
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2. Kpuipw A&oréynong - BaOporoynon:
A. OEQPHTIKH EEETAXH 25 Epotioceic =50 povaodeg/ 25 epotmioceig X
2 povadeg ava cmot andavinon (50%).

B. MIPAKTIKH AXKHXH 2 Aokipwa cvykorinong = S0 povadeg / 2 dokipia
X 25 povéadeg ava doxipro (50%).

Kpumpro a&oynong lpoxtikig doknonge:

I. Ontkég £heyyos oOppova pe to TpoéTvmo EN 1SO 5817:2023 / Ertinedo
rowotntag Level B.

1. "Edeyyog pne v nébodo tov vrepiyov (UT-Ultrasonic testing) copeova
ne to wpétomo EN ISO 17640 / katnyopia B Yo o dokipio petmmikng
cvykérinong (BW) g mpodiaypapic-orwudikaciog cuykérinong WPS/ESK-
135-BW-PA-bs-t10_Grl1.2

I11. "EAeyyog pne v né6odo tov dietedvtik®dv vypav (PT-Penetrant liquid
testing) cop@ova pe o apétvmo EN I1SO 23277:2015 / katnyopio B yia o
dokipo yoviekng cvykoiinong (FW) g tpodraypagiis-oradikaciog
cvykoAong WPS/ESK-135-FW-PB-ml-t10_Grl.2

I'. XOBAOMIEX /KPITHPIA

I. Xpovog ektéheong TG TPUKTIKNG ACKNONG
IL. T'e@peTpikog £rey oS TOV SOKIPIMV GUYKOLAN GG CURLQOVA IE TO TPOTLTTO
EN ISO 13920:2023 /katnyopio avoydv B,F.

3. Avaykaiog E€omhopnog :

A. Mnyovég ouykéiinong pedoswv 135 /111 (MAG/MMA)

B. ®wiin tpootaTevTIKOD 0.EPIOV GUYKOAANONG NE pavOpETPO.
I'. Zoppa ovykéiinong swepétpov 0.8 mm / EN ISO 14341-A (ER70S-6)
A. Emxaloppéva nhektpodia dwapsétpov 2.5 mm/ EN I1SO 2560-A (E7018)
E. ®ovpvakt ynoipatog/cuvtipnong TV NAEKTPodioy.
Z.. Hiektpkoli Tpoyoi pe diokovg Tpoyiopatos & Agiavong @ 125 mm.
H. Epyoieia yeipog (Zvppatofovptoa, poTooKovL.
0. Lootnpo amaymyng KOTvaepiov.
I. Iaykog gpyaciag pe TPOSTATEVTIKES KOVPTIVEC.
K. Méoa atopuxi)g mpootaciog / MAIL (Maoka cvykOAAN61G (NAEKTPOVIKI 1)
oA KeQaAc), oppa gpyaciog, appora, TCaKeT, Yoarrd TPOYioNATOS 1)
OLLQaV] KEQUANG, YAVTIO, MOTOOCTIOES, KATT TPOUIPETIKOS EEOTMONOG).
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4, Inpawwocsig ko [apatnyprjoeis
[[IpocBéate TLYOV GAAEG 00N YiES, TAPOUTNPNCEIS N OVAYKEG]
A. TIpocérevon dwoyovilopevov otny Tpoypoppotiopévy opa 10.45.
B. 'Evap&n Ocopnrtuiig e€étaong 11.00 , Aqén 11.45 (45 Aenta).
I'. "Evapén mpoxtucig e€étaong 1" opaoag 12.00, AEn 13.30 (90 remrtd)
A. "Evopén npaxtiknig eEétaong 2" opadag 13.45, Aqén 15.15 (90 Aemta).

E. Katd v évapén/Mén tov povov eEétaong 0o vrapysl ypovopeTpo Kot
coupiytpa évaping / MEng Tov ypdévov.

Ex pépovg g Emotnpovikng Emrponic
TZIMITIAHZ BAXZIAEIOX
06.03.2025




