Palssons Maskiner AB

Svetsdatablad  WPS SS-EN ISO 15609-1

Plats/Location. Granskare eller granskande organ/

Lilla Harrie ; o
Examiner or examining body.

Tilkverkarens svetsprocedur/Manufacturer's welding procedur TRK Kontrolfadministration AB

PMAB 135-1.1-01

Referens ar/Reference no

WPQR ni/WPQR no. 871 KAB 1361 Metod for fogberedning och rengtring/ Stipning
Method of preparatien and cleaning.
Specifikation for grundmateriale/ Grupn 1.1
Tillverkare/Manufacturer. Pilssons Maskiner AB Parent material specification, pp 1.
Gillighet/extent of approval
Svetsmetod/Welding 35 Malerialtjocklek { mm »Material thicknes. 3,0-7.2
CESS.
process Ytterdiameter { mpa )/Outside diameter.
Svelstyp/Joint type FW Kilsvets Svelslige/Welding position. PA,PB

Fogberedning ( skiss )/Weld preparation details (skelch)

Fogutformning/Joint designe, Svetstoljder/Welding sequences.
; { !z e
e Fa
H ?\V
Svetsdata/Welding details.
String/ Metod/ Tillsatsmaterial dim|Strom/  [Spanning/ | Stromeyp/ Tradmatnings- Fram[brings- Varmetillforsel*/

Run. Process, Size of filer metal. |Current  {Vollage Polaritet hastighet*/Wirc {eedl  hastighet*/Travel Heat input.
A Vv Current/pol | speed. speed, arc efficiency = 1,0
1 135 1,0 170-200124-26 DC+ 9-10 m/min 250-290 mm/min 0,97-1,08 kJ/mm

Beteckning for tillsatsmaterial och handelsnamn/
Designatien of welding consumables and trade name.

EN 440-G4Sil/ GB 76

Sérskild varmaing efler torkning/ Annan information*/Other information

special baking or drving.

Skyvddsgas / pulver - toppsidan/ Mison 18 tex peadling ( maximal stringhredd)/e.g. Tx D
CGas/flux. Shiclding weaving ( max. width of ran ).

-totsidan Oscillering: amplitud, frekvens, halltid/

tacking. Oscillation: amplitud,frequency dwell time.

Gasflode/Gas flow rate -toppsida/shicldingg_j2 I/min

-rotsidan/backing Pulssvetsning detaljer/Puls welding details.
Kontaktrér / munstyckeavsténd/

Distance contact tube/work picce.
Plasmasvetsning, detaljer/Plasma welding det,

Wolltamelekirod tvp / dimension/

Tungsten electrode tvp/dim.

Rotmejsling / rotstéd, detalier/

Details of backing gouging/backing

Forhajd arbetstemperatur/ 15°
Prehet temp.

Mellanstrangstemperatur/

Interpass temp.

Efterfoljande virmebehandling och/ ciler aldring/Post-weld heal. treatment and/or ageing.

17mm/ 114-16 mm

Brénnarvirkel/Torch angel. 70-80 °

Tid, temperatur, metod/time, iemp, method

Uppvirmnings- och svalningshastighetert/
Heating and cooling rates.

Tillverkare/Manufacturer,
Namn , datum och namnteckning/Name, date and signature.

Joakim Pélsson 2008-09-01

* Om sd erfodras/ 1 required.

Granskare efler granskande organ/ Examiner or examining body.
Namn, datum och ramnteckning/ Name, dat and signature.

Hans-Ake Kristiansson 2008-09-01




PROTOKOLL FOR KVALIFICERING AV SVETSPROCEDUR/
WELDING PROCEDURE QUALIFICATION RECORD FORM

SNEDA

WPQR nr. Sida nr, A AL RS
WPOR No. STIKABLIGL |0 No, L A 5
*ep i1t
1218
ISOMAEC 17020(A)
(WPQR)

Tillverkarens svefsprocedur ref, nr:
Manufacturer's welding procedure ref. no;

PMAB 135-1.1-01

Tillverkare/Manufacturer:

Palssons Maskiner AB

Adress/Address:

Gamla viigen 40, 244 91 Kivlinge

~ Foreskrift/Produkt-/ Provringsstandard/
Regulation/Code/testing standard:

SS-EN ISO 15614-1:2004, 97/23/EC (PED)

Datum fir svetsning/Date of welding: 2008-08-19
Giltighetsomrade/Range of qualification
Svetsmetod/Welding process 135

Svetstyp/ioint type

FW, se tabell 5 och 6 i/see table 5 and 6 in SS-EN ISO 1561441

Grundmaterial grupp/Parent material group {s)

CR ISO 15608:2000 grupp/group 1.1 (5235JR)

Grundmaterial tjocklek/Parent Material thickness {mm)

3-72

Svets_gﬁd'_stjeckiek/Weld metal thickness {mm)

3-72

_a-mﬁtt/Throat thickness (mm)

3,75-7,5

Enkelstriing/Flerstring/Single run/Multi run

Enkelstriing / Singelrun

Yiterdiameter rér/Cutside pipe diameter (mm)}

> 150

Beteckning tillsatsmaterial/Filler material designation

ISO 14341-A-G 42 2 M G4Sil

Fabrikat tillsatsmaterial/Filler material make

GRYTGOLS BRUK, GB 76

Diameter tillsatsmaterial/Fitter material size {mm) AHa / all

Beteckning skyddsgas/pulver/Shiclding gas/fiux designation Mison 18, EN 439-M21
Typ strém och polaritet/Type of welding current and polarity DC+

Sitt for droppdverging/Mode of Metal transfer Spray / Spray
Virmetillforsel/Heat input (kimm) 1,0

Svetsliigen/Welding positions PA

Forhojd arbetstemp./Preheat temp.(°C) Min 15°C

MeHanstrﬁngstemperatu r/Interpass temperature (°C)

Viiteatdrivning/Post-Heating, (°C)

E’fterfﬁijande virmebeh, och/eller Aldring

Post-weld hest treatment and/or ageing (°C)

Annan upplysning/Other information

Hirmed intygas att provsvetsar bereddes, svetsades och
fordringarna i ovan angivna fireskrift/produkt-/provnin

provades med tillfredsstillande resuitat eniigt
gsstandard,

It's hereby certified that test welds were prepared, welded and tested satisfactorily in accordance with the requirements of the regulation/

code/testing standard indicated above,

Plats/ Utskriftsdatum/
Location: Date of issue:
Stenungsund 2068-08-29

|[Bedomt och godtagtt entigt AFS 1995.4
| (PED/ 97/23/EC) bilaga 1, avsnitt 3.1.2./

|| Judged and accepted according to AFS 1999:4

Industrigatan 6, $-461 32 Trollhiittan, Telefon/Phone: +46 520 12535 Fax: +46 520 81789 E-mail: info@kvalitetsteknilk.com

Granskare eller granskande organ/
Examiner or examining body:

_ Kvalitetsteknik NDT AR

Erkiint tredjeparts organ, ETO 97/23/EG

Recognized third-party organization 97/23/EC
Namn, datum och signatur

Name, date and signature / T
At iggrer oy T

Magnusﬁzler /£ 2008-08-29

Bilaga: T1 9.8.6 B7. ute.




&WED4q

WPQR nr. Sida nr,
LR T TR Y YN
WPQR No, 8TIKABIS6L 23 |2 L.!.L.! g
& 3, W
Pep Tt
1218
Detaljuppgifter om svetsarprov/ Record of weld test IEO/EC 1702004
Plats/ Location Kiivlinge
Tlllverkarens: svetspmcedur refar./ PMAB 135-1.1.01
Manufacturer's welding procedure
illverk . iri
Tillverkare/ Pilssons Maskiner AB Metod f6r fogbered. o rengfring/ Slipning/Grinding

Mamufacturer

Method of preparation and cleaning

Svetsarens namn/
Welder's name

L.ars Pettersson

Specifikation f6r grundmaterialet/
Parent material specification

S235IR (ch:36485)

Svetsmetod/ 135 Materialtjocklek (mm)/ 6
Welding process ) Material thickness (mm)
Svetstyp/ W Ytterdiameter (mm)/
Joint type Outside diameter (mm)
Propptverging/ Svetslige/
S / PA
Mode of Metal Transfer pray / Spray Welding position
Fogberedning/Fogutformning/Weld preparation/Joint design Svetsfiljder/Welding sequences
__> v S
6mm D as
6mm i S
VN
r

Svetsdata / Weiding details

Striing Metod Tillsatsmat, Stromstyrka Spiinning Strémtyp Tridmatn. Hast Svetshast./ Virmetiflf.,/

Run Process Filler metal Curzent Voltage Type of curr, Wire speed * Travel speed *|  Heat input *
mm, A V m/mim. mm/min. kl/mm.
i 135 1,0 180 25 DC+ - 270 1.0

Tillsatsmat. Klass., kandelsnamn/
Filler metal class, and trade name

GRYTGOLS BRUK, GB 76,
ISO14341-A-G 422 M
G4Sil (Char: 732680)

Annan information *)/

Other information

Te.x. Pendling (striing max. bredd.)
E g Weaving (max. with or run)

Verkaingsgrad ljushdge/
arc efficiency = 1,0

Ingen pendling/no weaving

Sirskild vrmning el. torkning/
Special baking or drying

Osciliering: amp. freky. halitid/
Oscillation; amp. freq. dwell time

Pulssvetsning detaljer/
Pulse welding details

Prehieat temperature (°C)

Time, temperature, method

tu%}psi.da/ Mison 18, EN 439-M21 Kentaktrﬁr/munstyckeavstﬁnd/
Skyddsgas/pulver shiclding Stand off distance B17mm { 15mm
Gas/flux rotsida/

backing )

toppsida/ 10 Vmin Plasmasvetsning detaljer/
Gasfilide shielding Plasma welding details
Gas flow rate gasrotstid/ )

] backing i

Walframelektrod, typ/dimension/ Brinnarvinkel/
Tungster electrode typefsize ) Torch anget i
Rotmejsling/rotstid detaljer/ Efterfsl]. viirmebeh, ofel. Aldring/
Details of gouging/backing . Post-weld heat treatm. and/or ageing )
Farhtijd arbetstemperatur/ Min +15 Tid, temperatur, metod/ )

Mellanstriingstemperatur/
Interpass temperature (°C)

Uppviirmnings- o kyin. hastigh.*)
Heating and cooling rates *)

Viltettdriviing/
Post-Heating (°C)

Annan upplysaing/

Other information

¥} om s erfordras/if required

Tillverkare/Manufacturer:

Granskare eller granskande organ/

Examiner or examining body: Kvalitetsteknik NDT AB

Namn, datum och sign./ o
Magnus Denzler/2008-65-29

Name, date and signature

Namn, datum och sign./
Name, date and signature

Industrigatan 6, S-461 32 Trofthiittan, Telefon/Phane: +46 520 12535 Fax: +46 520 81789 E-mail: info@hvalitetsteknik.con Bifaga: T1 9.8.6 B7, utg. 0



EDA,
WPQR nr. Sidanr, P oy &
WPQR No. 871KABI1361 Page No. 3/3 (% Y] 5
fep1ve
1218
ISO/EC 17026(A)

Provningsresultat/Test results

[Tillverkarens svetsprocedur réf, nr/ PMAB 135-1.1-01 Radiografisk provaing/*)
Manufacturer’s welding procedure ref. no. ) ’ Radiography examination
— Titealt ——s
Visuell kontroll/Visual examination Enligt "Ta"’ acc. 1o ftraljufispruv?mg‘/ ) -
_ requirement Ultrasonic examination
Penetrant, magnetpuiverprovn, *) Enligt krav/ acc. to
Periefrant, magnetic particie test requirement
Dragprov/Tensile test Temperatur/Temperature *C
Typor/ Type no Rp 6,2/ ReHy/ Rm/ A Z Brottstiille/ Anmiirkning
Nime N/mm® Nfmm® % % Fracture location Remarks
Fordran/Requirement
N/A
Bockprov/Bend Test Dorndiameter/Former diameter xt
Typ ar/ Bockningsvinkel/ Firlingning/ *} Resuftat/ Makrounderstkning/ Enl, krav/acc. to
Type No Bend angle Elongation Result Macro examination req
N/A
Mikrounderstkning */
Micro examination
Typ/ Storl./ Fordran/
Slagprovning*)/ Impact test Type Size Requirement -
Anv. lige/rikining/ Temperature °C/ : Medelviirde J/ Anm#rkning/
R Virden J/ J
Notch location/directions Temperature °C/ rden J/ Values Average J Remarks
1 2 3
N/A
Hardhetsprov/Hardness test®)
Metod/belastning/ HV 10 Miitpunkter ligen (skiss)*)[ Rapport/report
Method/toad Loc. of measurements (sketch) 16/51/16518
Grundmaterial/Parent metal 115 -120, HY
Vitrmepéaverkad zon/HAZ 138 - 151 HY
Svetsgods/Weld metal 227 - 233 HY
Andra prov/Other tésting -
Anmiirkningar/Remarks -
Proven utf. enl. fordringar ang, i/av/ SS-EN ISO 15614-1:2004, 97/23/EC (PED)
Tests carried out in acc, with the req. of
Laboratori¢crapport, referens nr./ 16302, 16/51/16518
Laboratory report, reference No.
Proviiigsresuliat/ Enl. kraviace. to req
Test resuit
Proveing utford i niirvaro av/
- . John Fyvarsson
Test carried out in the presence of

*) om sa erfordras/if required

Granskare efler granskande organ/ Namn, datum och sign./
Examiner or examining body: Narme, date and signature o
. s , s
Kvalitetsteknik NDT AB yy é
: P
f e

Magnu$ Denzler/200846%

Industrigatan 6, 5-461 32 Trotthiittan, Telefon/Phone: +46 520 12535 Fax: +46 520 81789 E-mail: info@kvalitetsteknik.com Bilaga: T1 9.8.6 B?, uig, ¢



TRK

Kontrolladministration. AB

Tampgholas, 9217 81 Malmd  040-240934 , waava irkabcom

Utfardad av ackrediterat laboralorium

Report issued by an accredited laboratory

TRK nr./TRK no.
e’y 1630
a a-;-e?w ; Best. nr./Crder no.
'f:p e Q?‘ ——
EpTe Sida/Page
1178
ISOAEC 17 025 I-1

Visuell kontroll/ Visual examination

Besidllare/Furchaser

rovning enligl/ Tesiing acp to

P§ 6.1.0 rev 1/ SS-EN 970

Frovningsdatum/Testdate

2008-08-19

Tillverkare/Manufacturer

Palssons Maskiner AB

Foremai/Object
Procedurprov 871 KAB 1361

SS-I1SO 5817 B/C

Ritnings nr./Drawing no. Material/Material Foglyp/Type of joint

e S235JR Kilsvets
onfrolimemenyConcerning svetsmelodiVeld memod
Visuell kontroll 135

Omfatining/Extent of lesting
100%

[ACC.grans/Accept limit iAnmarkning/Remarks

Provningsresultat! Testresult

Uppfyller krav

"Labaratorier ackrediteras av Styrelsen ot ackreditering och teknisk
kontroll (SWEDAC) enlipt svensk lag. Den ackrediterade verksamheten
vidiaboratorierna uppfylier kraven i 85-EN ISOQ/EC 17 025 (2000).
Denna rapport f3r endast dterges i sin helhet, om inte SWEDAC och

utfirdande Jaboratortum | forvig skriftligen godkant annat.”

“Laboratories are aceredited by the Swedish Board for Accreditation and
Conformity Assessment (SWEDAC) under the terms of Swedish

legistation The accreditef [aboratory activities meet the requirements in SS-EN
1SOMEC 17 025 (2000)

This report may not be reproduced other than in full , except with (he

prior written approval of the issuing laboratory "

Anmarkningar/Kemarks

Ori/Place
Malméo

Datum/Date

2008-08-19

Under}akriﬂ/&ignature

Konfroll ©1897 TRK




TREK | Kontrolladministration. AB

Tirninghoimsy 9 207 31 Melmd | G40-280924 | wavw irkab com

Magnetpulver / Magnetic Particle Examination

WED4,, RAPPORT

- 2008-08-19

Best.nr. / Client's order no Beat datum { Date of order

) &
-g vas el ; Uitfirdad av ackrediterat laboratorium
"’fpwif Report issued b dited laborat
>pOoTt 155Ue an aceredite 13%
EpITe ep ¥ ed laboratory
1178
ISOMEC 17 023
P.or. / Commission 00 Kund nr./ Customers no Sid.nr. 7 Page no.of
16302 i-1

Provning enl. / Testing acc. to

TRK PS 3.1.0 Rev. 5/85-EN 1290

Tppdragsgivarens ref. / customers ref’

Indikeringsmede! / Ferro parnctes Charge Uppdragsgivare / Customer

Bycotest 103 1482 Kvalitetsteknik NDT AB

Tiflverkare / Manufacutrer Farg / Colour

Bycosin Svart

¥tkondition / Surface condition

Svetsat

Férbehandting / Pre-examination Yoremal / Object

Rengoring Procedurprov

Apparat / Equipmen Ritnings nr / Drawing no

Y6 nr.9 —

Provningsmetod / Testing method Titlverknings nr. / Manufacturing no,

Vit 771 KAB 13061

Ty av magnetisering / Type of magnenzation Skiss [ Sketch

Okmagnetisering -

Provningsampere / Magnerization current Grundmaterial / Base material

- S235JR

Avstind mellan kontaktdon / Prog spacing Svetsmaterial / Fitler materiat Svetsmetod / Welding proc
100-160 mm GB76 135

Avmagnetsermnysampere / Demagnetization curren

Varmebehandting / Heattreatment

[ saive Nej ! No

Omfatming / Range of test

100 % av svets och virmepdverkande zon

Resultat / Result

Enligt Krav / According to demand

[l Ejenligt Krav / not according te demand

Anm f Notes

Acceptansgriins enl. 85-EN1291 Godkiinnandeniva |

Skiss / Sketch

Ovansthende bedomaning avser objekiet vid provningstififallet,

Datum / Date Operator 7 Operator

2008-08-19 Hans-Ake Kristiansson

13

88-EN 473/ Nordtest fevel




RAPPORT SR

; . . R LIS
utfardad av ackrediterst iaboratorium G wa 5
REPORT issued by an Accredited Laboratory Fepire
ISOI}EZCT%GJS
BDatum / Date Reg.nr/ Reg. no Sidnr / Page
08-08-26 16/51/16518 [{4)
Forfattare / Report by Sektion / Saction Medarbetare / Assistants
John Ivarsson Hallfasthetsprovning

Mechanical testing
Utsandning / Distributed fo
Kvalitetsteknik NDT AB, Hantverkareg. 14, 444 32 Stenungsund, M Denzler

384 JOIV

Uppdrag inkom Dat. prov utfért
Bestiliare / Ordered by Date of order Date of test Kakyinr / Order No.
Kvalitetsteknik, nr. 8700141 (08-08-19 08-08-26 55519002

Uppdrag/investigation
Procedurprov enligt EN ISO 15614-1 och PED.

WPAR: 871K AB1361
Svetsare: Lars Pettersson

Rapportens omfattning/Contents of report

DDragprovning endigt 38-EN 10002-1 utg. 2/ Tensile test acc. to SS-EN 10002-1 iss. 2

DSIagseghetsprovning enligt 885-EN 10045-1 utg. 1/ Impact test ace. to SS-EN 10045-1 iss. 1

DHérdhetsprovning enligt 83-EN IS0 6506-1 utg. 2 (Brinell) / Hardness test acc. to SS-EN SO 8506-1 iss. 2 {Brinell)
DHérdhetsprovning enligt 38-EN I1SO 6507-1 utg. 2 {Vickers) / Hardness test acc. to SS-EN SO 6507-1 iss. 2 (Vickers)
DHérdhetsprovning enligt 33 11 25 16 utg.6 (HV5 - HV100Y Hardness test acc. to 35 11 25 16 iss.6 (HV5 - HV100)
DHérdhetsprovning enligt 88 112517 utg.2 (HV0,2 - <HVS5) Hardness test acc. to SS 1125 17 iss.2 {MV0.2 - <HV3)
[_IBockprovning enligt SS-EN 810 utg, 1/ Bend test ace. to SS-EN 910 iss. 1

[:]Brytprovning enligt 88-EN 1320 utg. 1/ Fracture test acc. to SS-EN 1320 iss.1

DDragprovning ldngs svets enligt SS-EN 876 utg. 1/ Longitudinal tensile test on weld metal acc. to SS-EN 876 iss. 1
DDragprovning tvars svets enligt SS-EN 895 utg. 1/ Transverse tensile test on weld metal acc. to SS-EN 895 iss. 1
DSEagprovning av svets enligt SS-EN 875 utg. 1/ Impact test on weld metal acc. to $S-EN 875 iss. 1
E]Mikro-lmakroundersékning av svets enligt EN 1321 utg. 1/ Micro-/macro examination of welds acc. to EN 1321 iss.1
%Hérdhetspmvning av svets enligt SS-EN 1043-1 utg. 1/ Hardness test on arc welded joints acc. to SS-EN 1043-1 iss. 1

HEENNN

Anmaérkning/Remarks

‘Laboratarum ackrediteras av Styreisen {Gr ackredilenng och {eknisk kontror: (SWEDAC) enligt svensk iag. Verksamheten vid de svenska ackregitarads taboratorierna uppfylter kraven

ISOAEC 17025,
Denna rapoort tAr endast dlerges | sin helhet ominte SWEDAL och uifardande faboratodum i férvag swiffigen godkant annat.”

"Laberatories are accredited by the Swedish Board for Accreditation and Canformity Assessment {SWEDAC) under the terms of Swedish iegisialion. The Swedish accredited lanoratories mest

requirements in ISQNEC 17025,
This report may not be reproducad ather than in full, except with the prior writlen approval of SWEDAC and the issuing laboratory.”

Kockums AB

Postadress/Postal address: SE-205 55 Malmg, Sweden
Telefon/ Telephone: +46 40 34 80 00. Telefax/Telefux: +46 40 34 83 53
Bankgiro/Banking Account: 636-1253. Postgiro/Postal Account: 71 02 89-0. VAT No: SES56205562301






