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2OAHNEXZ EYOEIAZ PA®HZ
LONGITUDINALLY WELDED STEEL PIPES



EXT DIAMETER INCHES

EXT MM in MM
E=QOT AIAMETPOZ INTZEX  EZQT XIAZT ZE MM

THICKNESS IN MM
MAXOX E MM

MINAKAL BAPQN KAI MIEXEQON XQAHNQON EYOEIAYX PAOHL
LONGITUDINALLY WELDED STEEL PIPES

WEIGHT PER METER IN KGS
BAPOX ANA METPO

YE KGS

ATM FUNCTION PRESSURES
MNIEZEIX AEITOYPTIAL ATM

1 3/4° o1 2,0 2,42 -
51 3,0 3,95 -
91 4,0 4,64 -
51 5,0 5,68 -
2° 60,3 2,0 2,88 13
60,3 3,0 4,24 33
60,3 3,5 4,91 42
60,3 4,0 5,96 52
60,3 4,5 6,20 62
60,3 5,0 6,82 71
21/2" 76,1 2,0 3,66 11
76,1 3,0 5,41 26
76,1 3,5 6,27 34
76,1 4,0 7,12 41
76,1 4,5 7,95 49
76,1 5,0 8,77 56
3" 88,9 3,0 6,36 22
88,9 3,5 7,38 29
88,9 4,0 8,38 35
88,9 4,5 9,37 42
88,9 5,0 10,35 48
88,9 9,9 11,32 95
88,9 6,0 12,28 61

41/2° 114,3 3,0 8,24 17
114,3 3,9 9,57 22
114,3 4,0 10,89 27
114,3 4,5 12,19 32
114,3 5,0 13,49 38
114,3 5,5 14,77 43
114,3 6,0 16,04 48
51/4° 133 3,0 9,63 15
133 3,5 11,19 19
133 4,0 12,74 24
133 4,5 14,27 28
133 5,0 15,80 32
133 5,9 17,31 37
133 6,0 18,81 41
51/2° 139,7 3,0 10,12 14
139,7 3,5 11,77 18
139,7 4,0 13,40 22
139,7 4,5 15,02 27
139,7 5,0 16,62 31
139,7 9,9 18,22 35
139,7 6,0 19,80 39
61/4"° 159 3,0 11,55 12
159 3,5 13,43 16
159 4,0 15,30 20
159 4,5 17,16 23
159 5,0 19,00 27
159 5,5 20,84 31
159 6,0 22,66 34
159 6,3 23,74 36
159 7,1 26,65 42



65/8" 168,3 4,0 16,22 19
168,3 4,5 18,19 22
168,3 5,0 20,15 26
168,3 5,9 22,10 29
168,3 6,0 24,03 32
168,3 6,3 25,19 34
168,3 7,1 28,29 40
75/8“ 193,7 4,0 18,73 16
193,7 4,5 21,01 19
193,7 5,0 23,29 22
193,7 5,9 25,55 25
193,7 6,0 27,80 28
193,7 6,3 29,14 30
193,7 7,1 32,74 35
193,7 8,0 36,67 40
85/8" 219,1 4,0 21,24 14
219,1 4,5 23,83 17
219,1 50 26,42 20
219,1 5,2 27,25 20
219,1 5,5 28,99 22
219,1 6,0 31,56 25
219,1 6,3 33,09 26
219,1 7,1 37,20 31
219,1 8,0 41,68 35
219,1 8,5 44,18 38
103/4° 273 4,0 26,56 11
273 4,5 29,82 14
273 4,8 31,77 15
273 5,2 34,37 17
273 9,9 36,31 18
273 6,0 39,54 20
273 6,4 41,79 21
273 7,1 46,53 25
273 8,0 52,32 28
273 8,5 55,49 31

123/4"°

323,8 4,0 31,57 26
323,8 4,5 35,46 31
323,8 4,8 37,79 34
323,8 5,0 39,34 36
323,8 5,2 40,89 38
323,8 5,6 43,98 42
323,8 6,0 47,06 45
323,8 6,4 49,75 49
323,8 7,0 54,73 55
323,8 7,1 55,57 56
323,8 7,9 61,74 64
323,8 8,0 62,35 65
323,8 8,2 63,87 67
323,8 8,3 64,78 68
323,8 9,0 69,92 75
323,8 9,6 74,44 80
323,8 10,3 79,69 87
323,8 11,1 85,89 95
323,8 12,7 97,51 110






1.TYNOl
METAAAQON

2. [TAXOX TOIXQMATOX
XAAYBAOZOAHNQON

3. TAABANIZMA

EN GEPMQOTIA
AIKTYA NYPOXBEXHX
LYMOONA ME

DIN 2444

4. TPAMMEX
EMENAYXHX
XAAYBAOZOQAHNON

EMKAAYWEIZ ZOAHNQON

1.1. EYOEIA PAOH ERW/HF:

ST 37,2 kata DIN 17100 (S235JRG2 - EN 10125) & ST 44 kata DIN 17100
(S275JR - EN 10125)

1.2. EAIKOEIAHX PAOH SAW:

ST 37,2 kata DIN 17100 (S235JRG2 - EN 10125) ST 44 katd DIN 17100
(S275JR - EN 10125) ST 52 katd DIN 17100 (S355J2G4 - EN 10125)

2.1. TNa xaAuBdoowAnveg euBeilag pagpng nou napdyovtal cUp@wva pe ERW/
HF ELECTRIC RESISTANCE WELDED

(HIGH FREQUENCY METHOD) kat DIN 1626/2458 and AWWA C200. Ano
®60,3 (2 ivtoecg) - 88,9 (3 ivtoeg) 3

mm £€w¢ 5 mm Ano ®114,3 (4 V2 ivioeg) - ©168,3 (6 5/8 ivioeg) 3 mm £wg
6,35 mm Ano ®193,7 (7 5/8 ivtoeg) - ®406,4 (16 ivioeg) 3mm £€wg 7,11 mm
2.2. Ta xaAuBdoowAnveg eAikoeldolg papng nou napayovial cUPPWVA HE
SAW/HF (Submerged Arc

Welded Method) kat DIN 1626/2458 and AWWA C200 Ano ©323,8 (12 ivtoeg)
- ®609,6 (24 ivtoeg) 5 mm €wg 13 mm. And ®711,2 (28 ivtoeg) - ®2032 (80
ivtoeg) 6 mm €wg 14,3 mm.

Yndpxet n duvatdtnta yia Grooved ends oe Siapétpoug ano 60,3 (2 ) - ®219,1(
85/8 ) yia auvbéopoug tunou Victaulic.

4.1, EMENAYZH ME MOAYEBGYAAINIO EZOTEPIKA KATA DIN 30670

H duvatotntd pag kata v napoloa ¢aocn tng e€wTtepIKNgG enéviuong twv
xaAuBdoowAnvwy katd DIN 30670 pe noAuaiBuAévio xaunAng nukvatntag eivat: ano ©
88,9 (3" ivtoeg) €wg kat @ 1625,6 (64" ivioeg) npog 1o napdv.

4.2. EMENAYZH ME TZIMENTOKONIA EXQTEPIKA KATA DIN 2614

H duvatotntd pag katd v napoloa pAcn TNG ECWTEPIKNG ENEVOUONG TWV
xaAuBdoowAnvwy katd DIN 2614 pe tolpeviokovia eivat: and O 168,3 (6 5/8” ivioeg) €wg
Kat @ 1625,6 (64" ivioeg).

4.3. EMENAYZH ME ALOAATIKA MEZA KAI EZQ KATA BS 4147/80

Kata BS 4147/80 (ao@aAtikn paotixn) ano @114 (4 ivioeg) éwg kat 2000

(80 ivtoeg).

4.4, EMENAYZH MONO EZOTEPIKA ME NIXZA KATA BS 4147/80

Kata BS 4147/80 (ao@aAtikn paotixn) 1o ®60 (2 ivioeg) kat to 88,9 (3 ivioeg) biott
E0WTEPIKA €lval avéPIKTn n enévduon toug e niooa.

4.5. EMENAYZH ME PRIMER TAXEIAL ZHPANZEQX TYPE C

Eite eowtepikd Kal eEwTePIKA, (1€ HOVO E0WTEPIKA, €lte povo e€wtepikd. And ©88,9(3
ivtoeg) €wg kat ©2000 (80 ivtoec).

YHMEIQXH: 01 2” ivtoeg ®60,3 povwvetal e primer Hovo e§wTepIkg,
S10T eival avéQIKTo e0WTEPIKA.

1. FORMING
& WELDING

2. TESTING
& CLEANING

3. ANTI-CORROSIVE
PROTECTION
COATING

4. QUALITY
CONTROL
INSTITUTIONS

MANUFACTURING PHASES OF PIPES

Steel pipes are produced from coils of various widhts and metal thicknesses
and the grades of steel

mentioned in the previous table. After completion of the forming and welding
processes the steel

pipes are thoroughly tested and further processed for PROTECTION AGAINST
CORROSION.

2.1. Dimensional and other controls. Weld soundness testing.
2.2. Hydraulic Test
2.3. Blast Cleaning of steel surface

Internal and external protection and coating in accordance to AWWA C 203 (COAL
TAR ENAMEL), BS4147/80 (BITUMEN TAR ENAMEL), AWWA C 210 (EPOXY
RESIN), specifications.

INTERNALLY

Application of fast-drying PRIMER, then application of Coal or Bitumen Tar
Enamel coat; the thickness of which being in accordance to pipe diameter. EPOXY
RESIN COAT applied when requested.

EXTERNALLY

Application of fast-drying PRIMER, then follows application of COAL OR BITU-
MEN TAR ENAMEL COATS in combination with FIBER-GLASS TISSUE WRAP-
PING. Outside coated with WHITE-WASH. Coating must have

a minimum thickness of 3 mm with increasing pipe diameter and thickness.

THE GOOD WORMANSHIP IN THE APPLICATION OF THE INTERNAL ENAMEL
LINING AND THE EXTERNAL COATING OF THE PIPE AS WELL AS THE STRICT
OBSERVANCE OF THE ABOVE MENTIONED SPECIFICATIONS GUARANTEES A
PRODUCT FREE OF DEFECTS ESPECIALLY WITH RESPECT TO THE PEELING
DEFECT.

LENGTH OF PIPES
Can be produced from 6 to 14 m.

METAL QUALITY

Steel of quality shown in the previous table is used in standard production. Other
steel compositions, commercially available, can be used when so specified by the
designer.

4.1. ATHENS POLYTECHNIC INSTITUTE: For the control of coatings.
4.2. K.E.D.E: For the control of metal and weld quality.



