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NETEN
03-05-02-01

EmioTteydoelg pe JETAAANIKA QUANG auTOPEPOUEVA

1. ANTIKEIMENO
H mrapouca MNETEI agopd Tig eMKOAUWEIG pe auTopepdueVa GUAAa attd dlapopewpuévn Aauapiva.

O1 dl00TAoEIG, Ol HOPPEG Kal TA XAPAKTNPIOTIKA Twv QUAAWV emoTéyacns kabopifovtal ammd Tnv
MEAETN TOU €pyou.

Ta 10 KATW YEVIKA TTPOTUTTA agOopoUV BEPATA ETTIOTEYATEWYV e JETOAAIKA QUAAG QUTOQEPOUEVQ.

EN 508-1:2000 Roofing products from metal sheet - Specification for self-supporting products of
steel, aluminium or stainless steel sheet - Part.1: Steel

EN 508-2:2000 Roofing products from metal sheet - Specification for self-supporting products of
steel, aluminium or stainless steel sheet - Part 2: Aluminium

EN 508-3:2000 Roofing products from metal sheet - Specification for self-supporting products of
steel, aluminium or stainless steel sheet - Part 3: Stainless steel

Ta merdopara €mMoTEyaong YTTOPoUV va atroTeAoUvTal atmmd Pove PETAAAIKO @UANO A BITTAS, pe
TTARPWGN Tou OIOKEVOU e BEPPOPOVWTIKG UAIKO (KaTaagkeur sandwich).

2. ENZQMATOYMENA YAIKA-KPITHPIA AlTOAOXHZ

2.1. EN2OMATOYMENA YAIKA

Ta eTdopoTa eMOTEYAOEWY (PUAAG panels) gival Twv akoAoUBwv TUTTWV:

a) Aldpopewuéva @UAAa pe (KUPOTOEIDN, TPATTECOEION K.ATT.) auAdkwan atté xaAuBa (avoleidwTto
f un, YoOABaviouévo, TTPORAPPEVO 1 un), XOAKO, aAoupivio A ouvBeTikd UAIKG EvOeIKTIKA
avagéperal o1 To eAdxIOTo TTaxog givar: 0,5 mm yia @UAAa xaAkouU, 0,4 mm yia XaAuBdOQUAAGQ,
0,8 mm yia @UAAa aAoupiviou).

B) YAIka oTepéwang Blounxavikig TTpoéAeuang:
- Bideg, ytrouAovia kal TTagigdadia yeVIKAG XPAOEWG.
- EkTovoUpeva Buoparta avBekTIKG aTnv dIdRpwon PE i XwpPig TTEPIKOXAIO.
- HAekTpbdIa Kal avaAWCINa GUYKOANACEWV.
- Bideg kai Aol oTEPEWONG XAAKIVWY OTOIXEIWV (ATTO OPEIXAAKO i XAAKO).
- Aykupia TuttoTroinpéva (evoelkTikwy TUTTwv UPAT, HILTI, RAWLBOLT K.ATT.).

y) Eidiké tepdyia diaudpewaong akpwy (Kop@iades, AoUKIA, VEPOOTOAAKTEG K.ATT.) yia Xprion o€
onueia aAAaynig KAionG ) TEpUATIOPOU, YUPW ATTO QVOiyUOTA K.ATT.

0) MoVWTIKEG OTEYAVOTTOINUEVEG OTPWOEIG (EVOWNATWHUEVES OTO EPYOOTACIO GTO GUAAO).

€) EIdIka Tepdyia diaudpeuwaong udpoppowv.

NETEMN:03-05-02-01 1/10



2.2.

Emonuaivetal, 611 avdAoya pe TO UAIKO Twv QUAAWV TTPETTEI va €TMIAEyovTal KATAAANAQ UAIKG
oTepEwaong £T01, WOTE va Pnv dnuioupyouvTal ouvlnkeg ofeidoavaywyng (YaABavikd ¢aivoueva

K.ATT.).

AlMOAEKTA YAIKA

DUAa eTTIKGAUWNC

Ta Tpo®iA TwV QUAAWV eTTIKAAUWNG Ba TTPETTEI VA IKAVOTTOIOUV TIG £EAG BACIKES ATTAITHOEIG:

e Avtoxn yia TNV TTPOPRAETTOUEVN TTO TNV PEAETN QPOPTION YIA TO EKACTOTE Avolyua.

e Emapkn mmapoxeTeuTikOTNTA OPRpPiWY yia TNV TTPoBAETOPEVN KAION TNG OTEYNG, CUUPWVA UE Ta
KaBopifdueva otnv NEAETN (BIapdp@waon AUAGKWONG).

Ta @UAa TTou Ba evowpaTtwBouv Ba gival KaBapd, XwPig TTapAUOPPUOTEIS 1] AAAEG ATEAEIEG.

Katd 1repimmTwon UAIKOU KOTAOKEUNG TWV TTAVEAG:

- O avoéeidwTtog (xpwpovikeAiouxog) xdAuBag Ba civalr woTeviTikoU TUTTOU (KWwdikoi: EN 1.4301-
AISI 304, EN 1.4307-AISI 3041, EN 1.4401-AISI 316, EN.1.4404-AISI| 3161) yia xprion oTo
EOWTEPIKO N EEWTEPIKO TOU KTIPIOU, PE TEAEIWUA PAT ) OOTIVE.

- To aloupivio Ba eival KOTAAANAO yia OUIKEG EQAPUOYES, CUPNQWVAQ. U Ta TTPOTUTTA Tou EAOT
TTOU TTaPATIBEVTAI OTNV CUVEXEIQ.

loxUovTa TTpoTUTIA:

MNa 1a xaAuBOOQUAAQ:

EN 10025-2:2004

EN 10142:2000

EN 10147

EN 10088-2:1995

EN 10213-4:1995

o @UAAG atTd XaAKO:

EN 1172:1996

Hot rolled products.of structural steels - Part 2: Technical delivery conditions
for non-alloy structural steels -- Mépog 2: Texvikoi 6pol TTapadoaong yia Toug
Jn  KPAPOTIKOUG SOMIKOUG XAAUBEG. [avTikaBioTd TO TIPpOTUTTO EN
10025:1993].

Continuously hot-dip‘zinc coated low carbon steels strip and sheet for cold
forming - Technical delivery conditions -- XoaAuBdoegAdopara Kai
XaAUBOOTAIVIEG  XAUNAAG  TTEPIEKTIKOTNTAG O  AvBpaka yia  Wuxpen
OIapOPQWaON, JE ouvexn emyeudapylpwon v Beppw. -TEXVIKEG OUVOAKES
TTAPAdoong.

Continuously Hot-Dip Zinc Coated Structural Steels Strip and Sheet -
Technical Delivery Conditions (Superseded by EN 10326) -- XaAuBd6@uAAa
KOl XaAUBOOTaIVIEG KOTAOKEUWY ETTIPEUDAPYUPWUEVA PE CUVEXN EUBATITION
ev Beppw - Texvikoi 6pol Tapddoong (To TTPOTUTTO AVTIKATAOTAONKE ATTd TO
EN 10326).

Stainless steels - Part 2: Technical delivery conditions for sheet/plate and
strip for general purposes -- Avo&egidwTtol xaAupeg. Mépog 2: Texvikoi 6pol
TTapAdoong yia GUAAA, TTAAKEG Kal TAIVIEG YEVIKAG XPAOEWC.

Technical delivery conditions for steel castings for pressure purposes - Part
4: Austenitic and austenitic-ferritic steel grades

Copper and copper alloys - Sheet and strip for building purposes -- XaAk6g
Kal Kpdparta XaAkoU - DUAAQ Kal TaIVIEG VIO OIKODOMIKEG EQAPUOYEG
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EN 1652:1999 Copper and copper alloys - Plate, sheet, strip and circles for general
purposes -- XaAkdg kal kpdpata XaAkou - ‘EAaopa, @UAAa, Taivieg kal diokol
VEVIKWYV EQAPUOYWV

[a @UAAG a1td aAouUivIO:

EN 485-2:2004 Aluminium and aluminium alloys - Sheet, strip and plate - Part 2: Mechanical
properties -- A\oupivio kai KpauaTa autoU. PUAAa, Taivieg kal TTAAKES. Mépog
2: Mnxavikég 1810TNTEG.

EAOT 1185:1989 Wrought aluminium and aluminium alloys - Sheets - Tolerances on shape
and dimensions -- AAoupivio kal Kpduarta aAoupiviou - GUANa - Avoxég
dlooTaoEWV

KoxAiec kal UAIKG oTeEpéwonc:

EN ISO 10666:2000 Drilling screws with tapping screw thread - Mechanical and functional
properties -- KoxAieg O14TpNONG. PE OTIEIPWHA  OTTEIPOTOPOU  KOXAIG -
MnxavikéG Kal AEITOUPYIKEG 1810TNTEG

EN ISO 3269:2000 Fasteners - Acceptance inspection -- ZTEPEWTIKA - "EAgyx0G UTTOBOXNG

EN ISO 16426:2005 Fasteners - Quality assurance system. (Z@QIKTipag - Z0oTnua d1Iac@aliong
ToIOTNTAG).

[NpooTtagia-EmKaAUWeEIC:

EN ISO 12944-3:1998Paints and varnishes - Corrosion protection of steel structures by protective
paint systems - Part 3: Design considerations (ISO 12944-3:1998) --
Xpwpuata kal Bepvikia - AvTIOKWPIOKA TTpooTacia XaAURSIVWY KATOOKEUWY
JE ouaThpaTa Xpwudtwy - Mépog 3: Baoikoi kavoveg axedlaguou

EN ISO 12944-5:1998Paints and varnishes - Corrosion protection of steel structures by protective
paint systems - Part 5: Protective paint systems (ISO 12944-5:1998) --
XpwpuaTa kal Bepvikia - AvTIOKWPIAKN TTPOO0TACIa XAAURSIVWY KATAGKEUWY
JE ouoTAPOTA XPWHATWY - Mépog 5: ZuoTAPATA XPWUATWY

EN ISO 12944-7:1998Paints and varnishes - Corrosion protection of steel structures by protective
paint systems - Part 7: Execution and supervision of paint work (ISO 12944-
7:1998) -- Xpwpata kai Bepvikia - AVTIOKWPIAKN TTpooTagia XaAUuRdivwy
KATAOKEUWY PE CUCTAUATA XPWUATWY - Mépog 7: AigEaywyr| Kai €TTOTITEI
gpyaciwv Bagng

ENISO 1461:1999° Hot dip galvanized coatings on fabricated iron and steel articles -
Specifications and test methods (ISO 1461:1999) -- Oeppd yaABdavioua oI
eupamTicewsg  dlapopPWHEVWY  O1dnNpwv  Kal  XaAuBdivwv  OTOoIXEIWV.
Mpodiaypa@ég kal pEBODOI DOKIPWV.

EN ISO 14713:1999/05 Protection against corrosion of iron and steel in structures - Zinc and
aluminium coatings - Guidelines (ISO 14713:1999)

HAekTpOd10-AvaAwoiya cUyKOANATEWV

EN 25184:1994 Straight resistance spot welding electrodes (ISO 5184:1979)

EN 499:1994 Welding consumables - Covered electrodes for manual metal arc welding of
non alloy and fine grain steels - Classification -- AvaAwoipa guykoAAnong -
Emevdedupéva nAektpddia  yia ouykOAAnon TOEou peE TO  Xépl WA
KPAMATWHEVWYV KAl AETTTOKOKKWY XOAUBwYV - Tagivounon
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EN 12072:1999 Welding consumables - Wire electrodes, wires and rods for arc welding of
stainless and heat-resisting steels - Classification

EN 13347:2002 Copper and copper alloys - Rod and wire for welding and braze welding --
XaAkO6g kai kpduata xoAkou.  PdBdor kal oUpua GUuykOAANoNng Kai
MTTPOUVTZOKOAANCNG.

EN 1600:1997 Welding consumables - Covered electrodes for manual arc welding of

stainless and heat resisting steels - Classification

EidIkd Tepdyia

Ta dkd Tepdxia Ba Trapdyovral Ao TOV KATOOKEUAOTH Twv QUAAwWY _Kal Ba eival TTAApwg
TIPOCAPHOCUEVA TTPOG TIG ETTIPAVEIEG TWV TUTTIKWY ETTITTEOWY OTOIXEIWV (AUAAKWOEIS, TTAXN K.ATT.).

MeTaAAIKA @UAAQ S1audp@woNng VEPOXUTWYV

Ta @UAa yaABaviopévng Aapapivag Ba givar Tréyxoug 0,8 mm, pe EAdxI0To YaABavioua gr/dm2 N um
katd EN 729-1:1995-01-15: Quality requirements for welding - Fusion welding of metallic materials
- Guidelines for selection and use -- ATTaITOEIS TTOIOTNTAG VIO GUYKOAANCN - 2ZUyKOAANon tAgNG
METAANIKWV UNIKWV - Mépog 1: KateuBuvTApieg odnyieg yia etmiAoyr) kai xprion i 1coduvapo EN.

Ta @UAAa ahoupiviou Ba eivar Traxoug 1,00 mm.(eAGXIOTO), OTTO NAEKTPOOTATIKA XPWHATICUEVO
aAoupivio, KATAGAANAO yia HOPQPOTTOINCT XWPIG Va «KOBETAI» i va EEPAOUBICEI TO XpwHa.

Ta @UANa xaAkoU Ba éxouv TTaxog 0,6 mm, ekTOG av n YEAETN KaBopilel S1apOPETIKA.

Ta AoUkia Twv udpoppowyv Ba £xouv TTPOQIA avTioTolXa JE TIG TIPOdIaYPAPES TNG UEAETNG. To TTiow
XE€iNog TTpETTEl va eival UWNAGTEPO aTTd TO UTTPOCTIVO TOuAdxiotov 10 mm. H &iatou g
udpopporg o€ cm?, edv dev. TIPOBAETTETAL BIAPOPETIKA ATIO TNV HEAETN, Ba TTPETTEN va I00UTAI JE TN
OUVOAIKI ETTIQAVEIQ TNG OTEYNG O€ m? (epTTEIPIKOG KAVOVAG).

YAIKA oTepEwang

O1 xaAUBOIveg Rideg Ba Ttrpémel va. eival yoABaviopéveg ev Bepuw Kal va  €Eaoc@aAifouv
IKavoTToINTIKA. O1Ei0dUCN, XWPIG va «OXICOUV» Ta OTOIXEia TOU OKEAETOU £5paong.

TNV TEPITITwaon £0pacng mi EUAIVOU. popEa, n dIAPETPOG TwV NAwvV Ba gival TOuAdyioTov 3 mm, Je
MAKOG TETOIO, WOTE VA YIVETAI EI0XWPNON OTO OKEAETO TNG OTEYNG Katd 50 mm eAdyioTo BdBog. To
ouppa deaipartog Ba cival ammd palakd xadAuBa, yaApaviouévo ev Bepuw (5 gr/dmz) Kal OIGPETPO
TOUAdyIoTOV 1,2 mm, evid TO oUPUa POPPWONG Twv aykupiwv Ba eival ammd okAnpd xaAuBa, pe
e\axiotn oiaueTpo 1,8 mm.

EmiAoyn Twv UANIKWV.= AgiyuaTta

OAa Ta UAIKG uTTOKEIVTal OTNV £yKpion TnNG ETTiBAewng petd atmd oxeTIKEG TTPOTACEIG TOU Avadoxou,
ol otroieg Ba ouuTrepIAaPBAvouv TNV EPTTOPIKA OVOUaCoia Toug, Ta deiyuaTta, Ta OToIXEia TOU
gEPyoOTaciou Trapaywyng, TiS BeBaiwoelg OTI TTANPOUV TIS ATTAITACEIG TTOIOTNTAG TNG TTAPOoUCag
METEN kai Ta eTTioNua TTIOTOTTOINTIKA GUPPOPOWONG.

Ta uAika TTOU Ba XpnoigotroinBolv oTo £pyo, Ba TTpoépyovTal atrd Tnv idia TNy (TTapaywyog,
TIPOPNBEUTAG), EKTOG av auvalvéael 0 epyodOTNG o€ allayr] TTpounBeutol 1 TTpounRdeia TTapTidwv
Kal atrd GAAOUG TTPOUNBEUTEG.

MapdAeipn Twv o TTadvw atroteAei Adyo dpvnong amodoxng Toug aTo £pyo.
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2.3.

3.1.

3.2.

MEOGOAOX META®OPAZ KAI ATTOGEXHX YAIKQN
2.31. MNapaAafni-éAeyXog Kal amrodoxn TwWV UAIKWV

Ta uMNkd Ba Trpookopifovial OTO €py0 OCUOKEUOOWEVA, TIPOOTATEUUEVO ME  TTEPITUNIYUA
(autokO6AANTO A uN). Oa gival onuacuéva OTTwG TTPORAETTOUV TO OXETIKA TTPOTUTTA, Ba ouvodeUOVTAal
ammd TO ETTONUA TIOTOTIOINTIKA CUUUOPOWONG Kal Ba eAéyxovTal Katd Tnv €icodd Toug OTo
EPYOTAEIO, WOTE va eTMIRERAIVVETAI HE KABE TTPOCPOPO TPAOTTO OTI TIPOKEITAI YIA T UNIKG TTOU £XOUV
EYKPIBEei, OTI gival karvoupyia Kail 0TI BpioKkovTal o€ APIOTN KATAoTACN.

2.3.2. Meragopd, arofikeuon Kai diakivnon Twv UAIKWY oTo EpyoTdsio

Ta uAhikd Ba petagépovtal kKal Ba dlakivoUvTal OTO E€PYOTALI0O HE TIPOOOXN, WOTE vd pnNv
TpaupaTifovTal ol ETMIQAVEIEG KAl Ol OKPEG TOUG. @a atrobnkeUovidl O€ OTEYVOUG agPI(OPEVOUG
XWpPoug Tavw o€ oTnpiydata €101, WOTe va pn OéxovTal TTPooBeTa @opTia oe. opifovTia R
Katakopuen B€on, va agpifovTal Kal va gival TTpooTATEUPEVA ATTO TNV Uypaacia Kal TOUG pUTTOUG Tou
epyoTtagiou.

‘ETOINEG KATAOKEUEG Ba TTpooKouifovTal Aiyo TTpIV TNV EVEGWNATWOT TOUG OTO €PYO, TIPOOTATEUUEVEG

atrd TAoNG PUOEWG KAKWOEIG Kal Ba atroBnKelovTal € OTEYVOUS AEPICOUEVOUS XWPOUG.

MEGOAOZ KATAZKEYHZ-AMAITHZEIZ TEAEIQMENHZ EPIrAZzIAZz

2YNEPTEIO

O1 epyaaieg emoTeydoewv Ba eKTEAEOTOUV QTTO EUTTEIPO KaI €EEIBIKEUPEVA CUVEPYEIQ UTTO TnVv
KaBodrynon TeXVIKOU UE EUTIEIRIa o€ TTapOoIa Epyal.

Ta ouvepyeia KaTé TNV EKTEAECN. TWV EPYOATCIWY EiVAI UTTOXPEWMEVA :

a) va OCUPPOPQWVOVTAI MPE TOUG KavOveG QO@AAEIOG KOl UYIEIVAG, va dlaBéTouv Kal va
XPNOIPOTIOIoUV Péoa aTOUIKAG TrRoaTaaiag (MATT).

B) va dlaBétouv.6A0 TOV OTTAITOUUEVO YIA TNV £pyaCia £EOTTAICUS: AUTOPEPOUEVA IKPIWPATA KAl
OKAAEG, epyaAeia XEIPOG NAEKTPIKA Kal PnxavokivnTa, avuywTiké eE0TTAIOUO.

Yy) VO KaTOOKEUGoOUV OEiyua epyaaiag yia £ykpion atmo Tnv EmiRAswn d1aoTdocwy avaidywv TTpog
TO PEYEBOG Twv QUANWV (TT.X. TOUAGXIOTOV 4 @UAAa), o€ B€on TTou Ba uttodeiyBei. To deiyua Ba
TTAPAUEVEI PEXPI TO TTEPAG TOU €pyou WG 00nNyoOg ava@opds Kal OAEG Ol OXETIKEG gpyaaieg Ba
OUYKpPIvovTal JE auTo.

2TATIKH ETTAPKEIA ZTOIXEIQN EMNIZTETAZHZ

H oTaTiki €MAPKEIO TWV OTOIXEIWV TOU CUOTAUATOG £TTIKAAUWNG Ba eAéyxeTal pe BAon Ta oToIXEIO
TOU KOTAOKEUOOTH CUvapTAdEl TNG d1adokidwaong TG aTéyng (aTTooTAcElg PHETACU Teyidwv). Mpog
ToUTO, 0 AvdAdoxog Ba utroBdAel Tpog Eykpion oTnv YTnpeoia OAa 1o amapaitnTa oxedia
AETTTOUEPEILV TOU CUCTAUATOG ETTIOTEYACNG.

AvaAoya PE TO UPOUETPO, TN Jop@oAoyia Tou TTEPIBAAAOVTOG, TOV TUTTO TOU GTOIXEIOU ETTIKAAUWNG
TToU Ba €mmIAgyei, AAAG Kal TOV TPOTTO OUVAPHOYNG, N MEAETN Ba opilel Tnv KAion Tng O0TéynG, WOTE va
eCao@ahieTar udarooTeyavoTnTa Kal avtoxr] otov davepo. H kAion auti &ev ptopei va eival
MIKpOTEPN aTTO 5%.
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3.3.

3.4.

3.5.

2TOIXEIa yIO TIG EMTPETTEG TIMEG KAIOEWG TNG OTEYNG SivOuV KAl Ol KATOOKEUAOTEG TWV CTOIXEIWV
€mMKAAUWNG ava TUTTo Kai pop@n panel. Ta oToixeia autd TTpETTel va AaufavovTal uttéwn Katd tnv
€mmAoyn / £yKpion TOU CUCTAUATOG ETTIOTEYOAONG.

2 € TTEPITITWON TToU €QappocBei oAokANpwPEVO aUoTNUa ETTIKAAUWNG OUYKEKPIUEVOU Oikou, TOTE Ba
£papuolovTal ETTOKPIBWG O TTPOdIaYPAPES TOU OIKOU TTApAYwYrG TOU GUCTHHATOG.

XPONOZ ENAP=HZ EPIrAZION

O1 epyaaieg emKAAUYNG NTTOPOoUV va Eekiviioouv, OTav £Xouv OAOKANPWOEN OI Epyacieg KATAOOKEUANG
TOU avTioToIXOoU PEpovTa opyaviopou (o€ Trepimtwaon ®.0. amd okupoddepa PETE TNV TTapéAeuon 28
NUEPWV atTd TNV OKUPOSETNON). Oa TTPETTEI va £€X0UV OAOKANPWOET OI EPYAOIES KATAOKEURG TOIXWV
KAl ETTIXPIOPATWY, KOTTVOOOXWY, AEPAYWYWY, CWANVWOEWY SIKTUWV Kal AOITTWV OTOIXEIWV TTOU
diépxovTal aTTd Ta ETTTEdA TNG OTEYNG KAI VA £€XOUV ATTOPAKPUVOE Ta UTTOAEiuPaTa KAl T axXpnoTa
UAIKA TwV EPYACIWV QUTWV.

OTrou atraiteital (CUPQwva pe TNV MeAETN 1) KaTd Tnv Kpion Tou Avadoyou), Ba agrivovTal €00XEG
oTa EMYXPICPOTA YIA TNV CWOTH £QApPPOYr udpoppowV K.AT., YeTd O Tnv TOTTOBETNCN TOug Ba
CUUTTANPWYVOVTaI HJE TIPOCOXN TG ETTIXPIOUOTA, WOTE VA WNV. uTTooToUV: BAGBN R/ @Bopég ol
ETMOTEYAOEIG KOI Ol CUVAQPEIG EPYOTIES.

Tuyxov BAGBeg i pBopég Ba atrokabioTavral amod Tov AvAdoxXo Xwpig 1I81aiTepn atrolnuiwan.

XAPAZH - EAEr'X0z - A[TOAOXH

Me Baon 10 €@appolOuEvo eKAOTOTE €i00G OTOIXEIWV. ETTIKAAUWNG, PeYYITWY, Bupidwv eTTiokeywng
K.ATT. OTOIXEIWV TTOU EVOWHATWVOVTAI OTN 0TEYnN, Ba kaBopiletal n B£on Tmou Ba emKaBAcouv Ta
aToixeia emKAAUYNG Kal ol BonbnTikoi OKEAETOI yia Ta TTapaBupa, TIG Bupideg, TIG BACEIG NAIOKWY
OUAAEKTWV, KEPAIWVY KATT.

MapdAAnAa Ba eAéyxetal n KATAAANASTATA TWV ETTIQPAVEIWY Kal TwV GAAWV KATOOKEUWV TToU Ba
€MKOAUPOOUV, WOTE Vva KABopIoTOUV O aTTAITOUUEVEG ETTEPPACEIS O QUTEG TTPOKEINEVOU va
€MTEUXOOUV OI TIPORBAETTONEVEG OTTO TNV MEAETN QVOXEG Twv TEAIKWV em@aveiwv. H xdpaén Oa
uAoTrolgital he pAPMATA Kal GAPAvVen TTAVW OTOV EKAOTOTE OKEAETO £dpacng (TEyidES K.ATT.).

O1 epyaoieg Ba apxidouv PETA Tov €AgyX0O Kal TRV aT1TOdOXN TWwV Xapdéewv atmmd Tnv EmipAeywn. O
€PYOAGBOG Ba TTapdaoxel O, TI ATTAITEITAI YIO TOV EAEYXO QUTO.

2YNTONIZMOZ

O ouvTOVIOPOG TWV TTAPATTAEUPWY EPYOOIWV EVTACOETAl OTIG UTTOXPEWOEIG Tou Avaddyxou Tou
£pyou.

Ava@épovTal eVOEIKTIKA Kal OXI TTEPIOPICTIKA Ta akOdAouba:
— Toixol TTupodIauEPIOUATWY TTOU EETTEPVOUV TNV aTEYN Ba €xouv OAOKANPWEEI.

— TAcicioa  avolyydtwy, OTNPEIiyPaTa  UTTEPKATAOKEUWYV (T1.X. Kepaieg TnAedpaong, nAIOKOI
OUAAEKTEG) TTpOCBeTa oTOIXEiO TTAVW KAl yUpw aTrd  TOiXOUug, KATTVOOOXOI, QEPAYWYOI,
OWANVWOEIG K.ATT. TTOU €QATITOVTAI ] EETPUTTOUV TN 0TEYN Ba TOTTOBETOUVTAI KATA TNV KATAOKEUN
NG €MMKAAUWNG, OIOQOPETIKA O Epyaaieg Ba BIAKOTTTOVTAI UEXPI va €TTITEUXOEI O atmapaiTnTog
OUVTOVIOUOG.
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3.6.

3.7.

3.8.

KOIlEZ, 2YITKOAAHZEIZ, OlNEZ

H diadikaoia KOTAG Twv JETAAAIKWY OToIXEIWV Ba akoAouBei Ta TTPOTUTTA:

EN ISO 9013:2002:Thermal cutting - Classification of thermal cuts - Geometrical product
specification and quality tolerances (ISO 9013:2002) -- O¢puiky ko) - Tagivéunon BepuIkKwv
KOTTWV - EWMETPIKA TTPOdIaYPA®r TTPOIOVTOG KAl AVOXEG TTOIOTNTAG. KAl

EN 12584:99: Imperfections in oxyfuel flame cuts, laser beam cuts and plasma cuts - Terminology -
- ATéAeieg o€ KOTTT) e oEuudpIKA QAGYQ, e akTiveg AéiIlep kal pe TTAGoua - OpoAoyia.

O1 KOTTEG TWV TPATTECOEIdWYV / KUPOTOEIDWY K.ATT. QUAAWV PE TPOXO KOTING, O10NPOTIPiovo 1 @Adya
oguyovou dev ouvioTwvTal. AvTiBeTa ouvioTdtal n xprijon oidnpotrpiovou (céya), n otroia &ev
TTPOKOAEI KATAOTPOPN] KAl arivel Kabapr| ETTIQAVEIA KOTTAG.

O1 ouykoAAAoEIg, epooov atraitouvTal, Ba yivovtal atmd TMOTOTIOINKEVOUG GUYKOAANTEG, oUP@wva
ME Ta KATWOI TTpdTUTTA:

EN 287-1:2004 Qualification test of welders - Fusion<welding - Part 1: Steels -- lNpocdvra
OUYKOAANTWYV. ZuykoAAnoeig TNEEwG. MEpog 1: XAAUBEG.

EN 1418:1997 Welding personnel - Approval testing of welding operators for fusion welding and
resistance weld setters for fully. mechanized and automatic welding of metallic
materials

EN 287-2:2004 Qualification test of welders - Fusion welding - Part 2: Aluminium and alloys --
MpoodvTa cuyKOAANTWY. ZUuyKoANACEIG TASEWS. MEPOG 2: AAoupivIO KAl KpAuaTa.

leviKWG o1 ouykoAAroeig Ba atrogedyovTal kai 8a XPnOoIYOoTIoloUvTal TUTTOTTOINUEVA TTETACUATA
ETMKAAUYNG HE TA EIDIKA TEUAXIO CUVOAPUOABYNONG / aTTOANENG QUTWV.

O1 ouvdéaeig diatopwy UG ywvia Ba yivoviar Katd Tn OIXoTopo, pe €1dIKa Tepdyia (kar Kar
eCaipean, YeTa atmd éykpion Tng EmifAewng, pe nAekTpoouykdAAnon). Opatd patiopyata dIaTopwyY
O¢ev Ba yivovtal deKTA AV Ta PUAKN TWV JIATIBEPEVWY OTO EUTTOPIO DIATOPWY ETTAPKOUV YIa TO PAKOG
TNG UTTOWN KATAOKEUNG, (€0TW Kal av €XOUV-EKTEAECTEI e aKpPIBEI).

O1 otmég KoxMwaoewv Bar eivar euBuypappiopéveg PETOEU TOug Kal Ba €Xouv TIG OTTAITOUUEVEG
avoxég, oUpewva pe 1o mpoTuTmo EAOT EN 20273:1994 (Fasteners-Clearance holes for bolts and
SCrews: 2 TEPEWTIKA-AIGKEVA OTTWV YIa PTTOUASVIa Kal KoxAieg). OAol o1 koxAieg Ba trapouaidlouv
OHOAEG emipdvelieg kal OTou eival duvatov Ba cival @pelapiaTtoi. OTIEG, €yKOTTEG Kal AOIMTEG
UTTODOXEG YIa EAPTHAUATA, GTPOPEIC KATT., O SIAPOPPWVOVTAI PE T AVTIOTOIXO MNXAVAHOTA KOTTAG
Kal OIaPOP@WONG Kal JE TNV JEYOAUTEPN dUVATH QKPIBEIA, WOTE N EQAPUOYNA Va €ival aTTOAUTN Kal N
KOTOOKEUR VO eP@aviCeTal aioOnTIKA Kal KATAOKEUAOTIKA ApTiaL.

NMPOETOIMAZIA ZTOIXEIQN EMIZTErAZHZ IA TAKTQZH

MeTaAAIKG oToixeia TTou dev @EpouV epyoTadliokd YaABAvIoPa Kal TTPOKEITAI VO EVOWUATWOOUV o€
OKUPOOEUa, TOIXOOOMEG, UTTOOTpwUOTO Oammédwy  K.AT., Ba  kabBapifovrar (yuaAoxdapTioua,
QUMOBOAR, K.ATT.) Kal Ba BAagovTal ue XpWHa ACQAATIKAG BAoNG.

OEPMOMONQTIKA 2TOIXEIA EIMIZTETAZHZ

Ta oToixeia  emoTéyaong dTmopei  va  Trapadidovral  Pe  BIOPNXAVIKEG  TTPOETOINOCUEVES
BEPUOPOVWTIKEG OTPWOEIG.

Emmonuaivetal ev TTpokeIuéVW 611 01 Bacikoi TpOTToI BEpUOPOVWONG OTEYWV gival 01 €ENG:
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3.9.

1. H Bepuopdvwon epapudletal oTa QUAAG ETTIKAAUWNG TWV OTEYWV («Bepun» oTéyn: 0 OYKOG TNG
oTéyng BeppaiveTal Kal gival opaTodg atmod KATw).

TNV TTEPITITWON AUTH ITTOPOUV VA XPNOCIUOTTIOINBOoUY TTETACHATA ETTIOTEYAONG UE BEPUOPOVWON.

2. H Bepuopdvwaon epapudletal oto opIfOVTIO €TTITTEDO TTOU OPICOUV Ta KATWTEPA ONUEIa TNG
oTéyNG («Wuxpr» oTéyn: 0 OYKOG TNG aTEYNG Oev BepuaiveTal kal dev gival opatdg atrd KATw).

3TNV TIEPITITWON auTh atraiteital 181aitepn Slapdpewaon Bepuoudvwong TTou EKQEUYEl TOU
avTiKeIgévou TNG TTapoucag METET.

TNV TTEPITITWON BEPUONOVWTIKWY TTETOATUATWY TTPETTEI va diveTal IBIAITEPN TTPOCOXNA:

- 2NV €€ao@ANION TNG OUVEXEIDG TNG BEPPOPOVWONG TG OTEYNG ME TOUG TOIXOUG YIa va pnv
dnuioupynBouv BepuoyEPUPEG,

- ZTOV KOAO aepiOPO HETAEU Twv OIOPOPETIKWY OTPWHATWY TNG E£TMOTEYOONG YIG VA PNV
eykKAwpifovral udpaTuoi Kal CUPTTUKVWUATA TTOU WPTTOpoUV va odnyrioouv oTnv dnuioupyia
ouvONKWY avaTTuéng MUKATWVY Kal EKKOAGWNG EVTOUWY. TTOU JTTOPOUV va TTPooAAAOUV Ta UAIKA
Kal 1B1aitepa Ta EUAa, (TTepimTwon EUAIvou okeAeToU OTEYNG). H xprion TTpodiauop@wuévwy
panels pe BepuopovwTIKA OTPWOT TTEPIOPICEl KATA TTOAU Ta EVOEXOUEVA AUTA:

- 2TV €mAoynl OepuopOVWTIKOU UAIKOU, ME-TNV KATAAANAN Tupavtoxn, 101aitepa otav Ogv
TTpooTaTeUETAl (TTEPITITWOEIG HOVOTTAEUPNG ETTIKAAUWNG Tou ue Aapapiva). O kabBopioudg Twv
OXETIKWY ATTAITHOEWY ATTOTEAE AVTIKEINEVO TNG PEAETNG.

EPrAZIEX TONNOOGETHZHZ ZTOIXEIQON EMNIKAANYWHX
3.9.1. Ogppopévwon KATW atréd TR OTEYN («PuxPen» oTéEYN)

H TtommobéTnon Twv MPETAANIKWY QUMWY EeKIVA attd Tnv udpoppor] TTPOG TOV KOPPIA WE TIG
QUAGKWOEIG KABETESG (TTPOG TNV, KAION TNG OTEyNG Kai pe AAANAOETTIKGAUWN Twv QUAAWYV, OTTWG
opiCeTal aTTd TOV KATOOKEUAOTA Kal avaAoya Pe Tnv KAion Tng oTtéyng. Ta @UAAa OTEPEWVOVTAl GTO
OKEAETO pE TTPWTEUOVTA CUVOETIKA UAIKA (BiBEC auTodIATPNONG 1} AUTOKOXAIWONG) KAl PETAEU TOUG
pE SeUTEPEUOVTA OUVOETIKA UNIKA. ZTIG ETMIKOAUWEIG €iBioTal TO Bidwpa va yiveTal 0TV KOPUPH Twv
TPATTECIWV ] AUACKWOEWV.

H _oteydvwon OTa onueia Twv OTTWV  OTEPEWONG  ETITUYXAVETAl ME  METOANIKEG POOEAEG
ETTEVOEQUNEVEG PE VEOTTPEVIO 1] AAAO KOTAAANAO UAIKS. Ze TTepITITWwOnN TTou TTpodiaypd@eTal atrd Tov
KOTOOKEUOOTH Twv QUAAWY, Ba xpnaoigotrolodvTal Ta €18IKG Tepdxia oluvdeong (KaBaAdpndeg) Twyv
QUAAWV (PETAEU TOUG A UE TOV OKEAETO).

O1 appoi TWV eVWOEWY TWV QUAAWV PETAEU TOUG, PE TA €IOIKA TEPAXIA 1] JE TO OKEAETO, EQOCOV TO
ouoTnua emoTéyaong Oev oupTreEPIAUBAvEl 101K SIaNOPPWON TwV GKPWY Twv QUAAwV (TT.X.
TUTTOU TOPUOU - EVTOPIaG), Oa aTeyavwvovTal P KATAANAG OTeEyavwTIKE apuwy, T OTToia TTPETTEI
va diatnpouv TIg 1I816TNTEG TOUG yia pia TTEPiodo TouAdyioTov 10 eTwv (TTapdywya OIAIKOVNG K.ATT.
UAIKG, oupgwva pe TNV MeA£TN 1 / Kal TG eykpioewg NG ETiRAewng).

>1a onpeia aAAayAg KAioewv, OTIG ATTOAAEEIC TNG ETTIOTEYOONG, YUPW ATTO KATTVODOXO0UG, avoiyuata
1 CWANVEG TTOU EETPUTTOUV TNV ETTIOTEYAON, OTIG PUETWTTEG, OTOUG VEPOOTAAANGKTEG, OTIC USPOPPOES
K.ATT. XpnoigotrolouvTal €1I9IKA TEPdyia TTou TrTapdyovTal atmmd Tov TTapaywyod Tng €mMoTEyacns n
dlapopwvovTal £TTi TOTTOU, €dv auTo TuyxAvel Tng atmodoxrig Tou Kupiou Tou ‘Epyou.

3.9.2. Ogppopdévwon oTo emiTedo TNG oTEYNG («OePUN» OTEYN)

H diapopoewaor Tng dev atroTeAei avTikeigevo TG TTapoucag MNETETT.

8/10

NETEMN:03-05-02-01



4.1.

4.2.

5.1.

AMAITHZEIZ MOIOTIKQN EAEIMXQN I'A THN NMAPAAABH

YINOBOAEZ

Ta petaAAikd @UAAa Ba eykpivovtal péow PUAAwv YTORoAAG YAikwv (P.Y.Y.), Ta otoia Ba
TepIAauBavouv TOUAdXIOTOV Ta £EAG:

IMANpPoO@OpPIEG TOU KOTAOKEUAGTH| YIA TO TTPOIOV Kal Ta EI0IKA TEPAXIA.

AtroteAéopata SOKIHWY €AEyXOU, OUPQWVA PE TOUG OPOUG TNG TTAPOoUCag TTPOdIAYPaPNG aTrd
avayvwpiopévo epyaoTripio katd EN ISO/IEC 17025:2005-08: General requirements for the
competence of testing and calibration laboratories -- 'evikég amQITACEIG yIa TNV ETTAPKEIA TWV
epyacTnpEiwyv OOKIPWY Kal SIAKPIBWOEWY.

MaoToTroINTIKG CUPPOPPWAONG UTTOYEYPANUEVO OTTO TOV KATAOKEUAOTH).

Agiypara Twv TTPOoIOVTWY, TWV EIBIKWYV TEPAXIWV KAl TWV HECWV OTEPEWONG.

ANOXEZX

- O1 avoxéG OTO YEWUETPIKA OTOIXEIO TWV PETAAIKWY KATOOKEUWY TWV TTPOEPXOUEVWY aTTO KOTTA
Ba TTANpouv TIG atraitioelg Twv TTpoTuTTWV EN.ISO 9013:2002: Thermal cutting - Classification
of thermal cuts - Geometrical product specification -and quality tolerances (ISO 9013:2002) --
O¢epuikn Kot - Tagivounon BepPIKWY KOTTWY = MeWUETPIKI TTpodiaypa®n TTPOoidVTOS Kal avoxXEG
ToI6TNTAG. KOl EN 12584:99.

- Kapid yewpetpikr) avoxr &€ Ba yiveral atrodekTA yia Ta TUTIOTTOINUEVA CTOIXEIA.

- ®UMa Tou €xouv umtoOTEl OTpeRAWOEIS, Pubiouata f ekdopég katd Tnv TOTTOBETNON, Oa
atrokaBioTavral.

OPOI & AMNAITHZEIZ YTIEINHZ & AZOAAEIAZ & NMPOXTAZIAZ

NMEPIBAAAONTOXZ

METPA YTIEINHZ KAl AZPAAEIAZ

Ta ouvepyeia Katd TNV EKTEAETN TWV £PYATIWV OPEIAOUV va TnpoUv Ta akdAouba:

a) va gupgpopewvovTal TIPOg Tnv odnyia 92/57/EE «EAGxiIoTeG ammaiThoelS YYIEIVAG Kal aOQAAEIag

TTPOCWPIVWV Kal KIvATwV EpyoTtagiwv» kaBwg kail otnv EAAnvikA NopoBeaia oe Bépata uyieivig
kal ao@aAciag (M.A. 17/96 kai M.A. 159/99 K.ATT.).

B) va dlabETOUV Kal va XpnoIuoTrolouv Yéoa atopikAg Trpoataaiag (MAI). AnAadn:

- [pooTtateuTikA evdupacoia: EN 863:1995: Protective clothing - Mechanical properties - Test
method: Puncture resistance - NMpooTateuTikr evoupaaia. Mnxavikég 1616TnNTeG. AoKIMN
avtoxAg o€ diaTpnaon.

- TpooTaacia xepiwv kai Bpaxidovwyv: EN 388:2003: Protective gloves against mechanical risks
-- [avTia TTpooTaciag EvavTi unXavikwy KIvouvwy.

- [NpooTacia kepaAiou: EN 397:1995: Industrial safety helmets (Amendment A1:2000) --
Kpdvn tTpooTaciag.
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- MNpooTtacia modiwv: EN 345-2:1996: Safety Footwear for Professional Use - Part 2.
Additional Specifications Superseded by EN ISO 20345:2004 - YmodAuarta ac@aAciag yia
eTTayyeAUATIKN XpHon (avTikataotdnke atrd 1o poTutro EN 1ISO 20345:2004).

5.2. KAGAPIZMOZ XQPQON EKTEAEZHZ EPIrAZION

O1 xwpol ekTéAEONG Twv gpyaciwv Ba diatnpouvTal kabapoi yia va e§aa@aAifovral ol CuvOrKeg
ao@AAoUG, OJOAAG KAl CWOTHG EKTEAECNG TWV EPYACIWV.

Ta Tmédong @uoewg TAgovdalovia Kal axpnoTta UAIKG (TuAuata @UAAwV, QUAAa pe @Bopég
akatdAAnAa TTpog evowpdTworn, UAIKG cuokeuacoiag), 6a cuAéyovtal kal Ba TTpowBolvTal TTPog
OpPIOTIKA atmmdBeon, oUp@wva Pe Ta KaBopildueva oToug TTePIBAANOVTIKOUG 6poug Tou €pyou 1 Ta
Aoitrd cupBaTika TeUxn TTEPi DIAXEIPIONG OTEPEWV OTTORANTWV.

6. TPOMNOZ EMNIMETPHZHZ EPrAZIAZ

H empétpnon Twv gpyaciwv Trou mrepidauBavovtal otny mapouca FMETEN yivetar cUpgwva pe Ta
kaBopiouéva oTa CUMPBATIKA TeUxn Tou €pyou, ME PBdAon Ta. avtioToixa--Gpbpa Twv Eviaiwv
AvoAuTikwv TigoAoyiwv Tou YIEXQAE.
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