Palssons Maskiner AB

Svetsdatablad WPS SS8-EN IS0 15609-1
Plats/l.ocation. Lilla Harrie
Tillverkarens svetsprocedur/Manufacturer’s welding procedur

Referens nr/Reference no PMAR 135-1.1-02

WPOR ni/WPQR no, 871 KAB 1362

Tillverkare/Manufacturer. Palssons Maskiner AR

Svetsmetod/Welding 135
Process.
Svetstyp/oint type FW Kilsvets

Fogberedning ( skiss )/Weld preparation details {sketch)

Granskare ¢ller granskande organ/

Exami ining body. .. .
Examinier or examining body TRK Kontrolladministration AB

Meted for fogberedning och rengdsing/ Slipning
Method of preparation and cleaning.

Specifikation for grundmatertalet/ 1

Parent material specification. Grupp L1
Giiftighet/extent of approval

Materialtjocklek { mm ¥Material thicknes. 7.5-18.0

Yterdiameter ( mm )/Outside diameter.

Svetslage/Welding position. PA.PB

Fogutformaing/Joint designe. Svetsfolider/Welding sequences.
z s 2 [ e Vo S
1 i H i, rs
Lobl I SN
Svetsdata/Welding details.
Strang/ Metod/ Tillsatsmaterial dimStrdm/  [Spanaing/ | Stromtyp/ Tradmatnings- Framforings- Varmetillforsel*/
Ran. Process. Size of filer metal.  Cuwrent  [Voltage Polaritet hastighet®/Wire feedd  hastighet*/Travel Heat input.
A v Cugrent/pol speed. speed. arc efficiency = 1,0
1 135 1,0 230-260124-26 DC + 9-10 m/min 280-310 mm/min 1,18-1,3 kJ/mm

Beteckning for tillsatsmaterial och handelsnama/

Designation of welding consumables and trade name. EN 440-G4Sil/ GB 76

Sérskild varmning elier torkning/
special baking or dryving.

Skyddsgas / pulver - toppsidan/ Mison 18
Gas/flux, Shielding

-rolsidan

backing.

Gasflade/Gas flow rate -toppsida/shieldingg_ {2 |/mm
~rotsidan/backing

Wolframelektrod typ / dimension/

‘Tungsten electrode typ/dim,

Rotmejsling / rotstad, detaljer/

Details of backing gouging/backing

Forhojd arbetstemperatur/ 159
Prehet temp.

Mellanstrangstemperatur/

[nterpass temp.

Annan information*/Other information

t ex pendling ( maximal stringbredd)/e.g. 2xD
weaving ( max. width of run ).

Oscillering: amplitud, frekvens, halltid/

Oscillation: amplitud, frequency,dwell time.

Pulssvetsning detaljer/Puls welding details.
Kontakiror / munstyckeavstand/ 17mm/ 114-16 mm
Distance contact tube/work piece.

Plasmasvetsning, detaljer/Flasma weldiag det.

Brannarvinkel/Torch angel. T0-80°

Efterftjande viirmebehandiing och/ eller aldring/Post-weld heat. treatment and/or ageing.

Tid, temperatur, metod/time,temp,method

Uppvarmnings- och svalningshastigheter®/
Heating and cooling rates.

Tillverkare/Manufacturer,
Namr , datum och namnteckning/Name, <ate and signaturc.

Joakim Paisson 2008-09-01

* Om sé erfodras/ If required.

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

Hans-Ake Kristiansson 2008-09-01
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WELDING PROCEDURE QUALIFICATION RECORD FORM

Manufacturer's welding procedure ref. no:

PMAB 135-1.1-02

_ Tillverkare/Manufacturer:

Pillssons Maskiner AB

: Adress/Address;

Gamla viigen 40, 244 91 Kiivlinge

“Foreskrift/Produki-/ Provningsstandard/
__Regulation/Code/testing standard:

8S-EN ISO 15614-1:2004, 97/23/EC (PED)

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

Svetstyp/Joint type W, se tabell 5 och 6 i/see table 5 and 6 in 8S-EN ISQ 15614-1
Grundmaterial grupp/Parent materiat group (s) CR ISO 15608:200¢ grupp/group 1.1 {S235IR)
Grundmaterial tjocklek/Parent Material thickness (mm) 7.5-18
Svetsgodstjocklek/Weld metal thickness (mm) 7,5-18

_ a-matt/Throat thickness (mm) 5,25-10,5
Enkelstring/Flerstriing/Single run/Multi run Enkelstriing / Singelrun
Ytterdiameter riir/Outside p.ipc diameter (mm) > 150

B-eteckr_:_ing tillsatsmaterial/Filler material designation

IS0 14341-A-G 42 2 M G4Sil

Fab‘rikﬁt tillsatsmaterial/Filler material make

GRYTGOLS BRUK, GB 76

Piameter tillsatsmaterial/Filler material size (mm) Alla /all

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

Siitt for droppbvergéng/Mode of Metal transfer Sprey / Spray
Viirmetilforsel/Hear input (kc3/mm) 1,2

SvetsEigen/Welding positions PA, PB

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

Mellanstringstemperatur/interpass temperature {°C)

Viteutdrivning/Post-Heating. (°C)

Efterftljande virmebeh, och/eller aldring
Post-weld hest treatment and/or agf;ing (°C)

Annan upplysning/Other information

Hiirmed intygas att provsvetsar bereddes, svetsades och provades med tillfredsstillande resultat enligt
fordringarna i ovan angivna {reskrift/produkt-/provringsstandard.
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.

Granskare eller granskande organ/

Plats/ Utskriftsdatum/ Examiner or examining body:
Location: Date of issue: Kvalitetsteknik NDT AB
Stenungsund 2008-08-29 Erkiint tredjeparts organ, ETO 97/23/EG

Bedtmt och godtagit enligt AFS 1999:4

udged and accepted according to AFS 1998:4
PED / 87/23/EC) annex I, section 3.1.2

Industrigatan 6, 8-461 32 Trolthitian, Telefon/Phone: +46 520 12535 Fax: 446 520 8178% E-mail: info@kvalitetsteknik.com

Recognized third-party organization 97/23/EC

Namn, datom och signatur
Name, date and signature 7/

plpr L7

Magnus Denzler / 2008-08-29

Bilaga: T19.8.6 BY, utg, &
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Detaljuppgifter om svetsarprov/ Record of weld test ISOMEC IT0AA)
[Plats/ Location Kiviinge
'lfl.il\.rerkarens, svets;?recedur ref.nr./ PMAB 135-1.1-02
Manufacturer's welding procedure
Tillverkare/ , . Metod f8r fogbered. o renglring/ . .
il Maski AB d
Manufacturer Paissons Maskiner A Method of preparation and cleaning Slipning/Grinding

Svetsarens namn/
Welder's name

Lars Pettersson

Specifikation fir grendmaterialet/

. . . S235JR (chi32046E2)
Parent material specification

Svetsmetod/

Materialtjocklek (mm)/

Mode of Metal Transfer

. 135 . . 15
Welding process Material thickness {(mm)
Svetstyp/ o~ Ytterdiameter (mm)/
Joint type Qutside diameter (mm)
Droppiivergin |
roppoverging/ Spray / Spray Svetsliige/ PA

Welding position

Fogberedning/Fogutfoimming/Weld preparation/Joint design

Svetsfliljder/Welding sequences

—

15mm lr

15mm

%

R

ry
Svetsdata / Welding details

Striing Metod Tillsatsmat. | Stromstyrka Spinning Stramtyp Tridmatn. Hast Svetshast./ | Virmetilif./
Run Process Filler metat Current Voltage Type of curr, Wire speed * Travel speed *|  Heat input *
mm. A vV m/mim. mo/mir, k/mm.
1 135 1,0 240 25 DC+ - 300 1,2

Tillsatsmat. Kiass,, handelsnamn/
Filler metal class, and trade name

GRYTGOLS BRUK, GB 74,
18O 14341-A-G 422 M
G481 (Chnr: 732680)

Verkningsgrad Husbhige/
arc efficiency = 1,0

Annan information *)/
Other information
Te.x. Pendling (string max. bredd.)

I fing/ i
E.g. Weaving (max, with or run) ngen pendiing/no weaving

Savskild viirmning el. torkning/

Oscillering: amp. frekv. haltid/

Preheat temperature (°C)

Special baking or drving ~ Oscillation: amp. freq. dwell time
Puissvetsning detaijer/
Pulse welding details )
to*}ps!daf Mison 18, EN 439-M21 Kontaktrﬁf'/munstyckeavstﬁnd/
Skyddsgas/pulver shielding Stand off distance
. Z17mm / 15mm
Gag/flux rotsida/
backing )
toppsida/ 10 Vmin Plasmasvetsoing detaljer/
Gasflide shielding Plasma welding details
Gas flow rate gasrotstid/ )
_ backing i
Woiframelektrod, typ/dimension/ Brinnarvinkel/
Tungsten electrode type/size i Torch angel )
Rotmejsiing/rotsttid detaljer/ Efterfilj. viirmebeh, o/el. dldring/
Details of gouging/backing Post-weid heat treatm. and/or ageing i
Forhoid arbeistemperatur/ Min +15 Tid, temperatur, metod/ i

Time, temperature, method

Mellanstringstemperatur/
Interpass temperature {°C)

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

Viteutdrivning/
Post-Heating (°C}

Annan upplysning/

Other information

*) om sd erfordras/if required

Tiltverkare/Manufacturer;

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

Industrigatan 6, S-461 32 Trollvittan, Telefon/Phone; +46 520 12535 Fax: +46 530 81789 E-mail; infai@kvalitetsteknitueom

Granskare elfer granskande organ/
Examiner or examining body: Kvalitetsteknik NDT AB

/%z?%w g&

& .

Namn, datem och sign./
Magnus Denzler/2008-08-29

MName, date and signature

Bilaga: TI 9.8.6 BT, utg. 0
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ISO/IEC 17020(A)
Provningsresultat/Test results
'_lfli.lverkar.gm? svetsl?rocetiur ref. nr/ PMAB 135-1.1.02 Rad-lografisk pre\fnm.g/ } i
Minufactyrer’s welding procedure ref. no. Radiography examination
- - ; s
Visuel kontroll/Visual examination Enligt k."“’ ace. to Ultraijufispmvymg/ ) -
requirement Ultrasonic examination
Peneirant, magnetpulverprovn./ *) Enligt krav/ acc, to
Penetrant, magnetic particle test requirement
Dragprov/Tensile test Temperatur/Temperature *C
Typ nr/ Type no Rp 0,2/ ReH/ Rm/ A Z Brottstille/ Anmirkning
N/mm? Nimm® Nmm? % % Fracture location Renarks
Fordran/Requirement
N/A
Bockprov/Bend Test Dorndiameter/Former diameter xt
Typ ar/ Bockningsvinkel/ Forliingning/ *) Resultat/ Makrounderstkning/ Eni. krav/ace. to
Type No Bend angle Elongation Result Macro examination req
N/A
Mikrounderstkning */
Micro examination
Tyvp/ Storl./ Fordran/
Slagprovning*)/ Impact test Type Size Requirement )
Anv. lge/riktaing/ Temperature *C/ Medelviirde J/ ' Anmiirkning/
L Vi / Values J
Notch location/directions Temperature °C/ rden J/ Values Average ] Remarks
1 2 3
N/A
Hirdhetsprov/Mardsess test®)
Metod/belastning/ HY 10 Miitpunkter liigen (skiss)*){ Rappert/report
Method/load Loc. of measurements (sketch) 16/51/16519
Grundmaterial/Parent metal 157-163 HY
Virmepverkad zon/HAZ 330 -354 BV
Svetsgods/Wetd metai 253 - 266 HY

Andra prov/Other testing

Anmilrkningar/Remarks

Proven utf, enl. fordringar ang, i/av/
Tests carried out in acc. with the req. of

SS5-EN IS0 15614-1:2004, 97/23/EC (PED)

L:iboratorierappnrt, referens nr./
Laboratory report, reference No.

16302, 16/51/16519

Provningsresultat/
Test result

EnlL krav/acc, to reg

Provning utfird i niirvare av/
Test carried out in the presence of

John Ivarsson

*) om s erfordras/if required

Granskare eler granskande organ/
Examiner or examining body:

Kvalitetsteknik NDT AB

Industrigatan 6, $-461 32 Troflhiittan, Telefon/Phone: +46 520 12535 Fax: +46 520 81789 E-mall: info@hvalitetsteknik.com

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

j{;{é&i@ S &’é ? o

p/ ;
Magnus Denzler/2008-68-29

Bilaga: TI 9.3.6 B7, uig. ¢




TRK | Kontrolladministration. AB

Thramghoimsg 9 217 51 Matmao | 040-260924 | wwwithab.com

Utfdrdad av ackrediteral laboratorium

Report issucd by an accrediled laboratory

TRK ni./TRK ro,

WED4
& O-n 16302
P Y YRY Y

s Best. nr./Qrder no.
O ved =
vép el ‘;g" e

LpITy i

Db Sida/Page

{SOAEC 17 025 1-1

Visuell kontroll/ Visual examination

Bestaliare/Purchaser

KAB

Frovning enligl/Testng acp to

Provningsdatum/T estdate

PS 6.1.0 rev 1/ 88-EN 970 2008-08-19
iverkare/Manufacturer
Palssons Maskiner AB
Faremal/Object
Procedurprov 871 KAB 1362
Ritnings nr./Drawing no. Material/Material Fogtyp/Type of joint
Kilsvets
Rontrolimomenyeencerning svelsmetod/vveld method
Visuell kontroll 135

Omfatining/xtent of testing
100%

IAcc.grans/Accept imil

sa-150 5817 B/C

IAnmarkning/Remarks

Provningsresuitat/ Testresult

Uppfyller krav

"Laboratorier acksediteras av Styrelsen [or ackreditering ach teknisk
kontrolt (SWEDALC) enligt svensk lag, Den ackrediterade verksambeter
vidiaboratorterna uppfyller kraven i $S-EN ISOAEC 17 025 (2000}
Dnna rapport far endast dterges 1 sin helhet. om inte SWEDAC ach

utfrdande laboratorium i forvag skriftligen godkint annat.”

"Laboratorics are aceredited by the Swedish Board for Accreditation and
Conformity Assessment {SWEDAC) under the terms of Swedish
legislation The acereditel laboratory activities meet the requirements in $5-EN
1SO/HEC 17 025 {2000).

This report may not be reproduced other than in full | except with the

prior written approval of the issuing laboratory.”

Anmarkningar/Remarks
Ori/Place Datum/Date Underskriftisignature
Malmo 2008-08-19 '

Kontroll ©1597 TRK




TRK | Kontrolladministration. AB SNEDA, RAPPORT
) et . > Lef 98¢ 5 Uifiirdad av ackrediterat laboratorium
Farmnghotmsg Y217 31 Mabno | B40-260034 D avawskab.oom @] X X =
o . .
& Report issued by an accredited laborator:
# LpiTh P Y Y
1178

Magnetpulver / Magnetic Particle Examination ISOAEC 17025
Bestnr. / Chient's order no, Best.datun / Date of order E.nr. f Comimission no Kund or ¢ Cusiomers no Sid.ne. / Page no.of
- 2008-08-19 16302 1-1

Provning enl, / Testing ace, o

TREK PS5 3.1.0 Rev. 3/S5-EN {290

TUppdragsgivarens ref. / customers ref’

Indikernnygsnedsi / Ferro particles Charge Uppdragsgivare / Custonzer

Bycotest 103 1482 Kvalitetsteknik NDT AB

Tillverkare / Marufacturer Firg { Colour

Bycosin Svart

Yikondition / Surface condition

Svetsat

Forbehandling / Pre-examination Foremdl / Object

Rengdoring Procedurprov

Apparat / Equipment Ritnings ne. / Drawing no.

Y6 nr9 —

Provaingsmetod / Testing method Tiverknings ne. / Manufacturing noe.

Vat 771 KAB 1362

Typ av magnetisering / Type of magnetization Skiss / Sketch

Okmagnetisering ——

Provningsampere / Magnetization current Grundmaterial / Base material

- S235JR

Avstand mekan kontakidon / Prod spacing Svetsmaterial / Filler material Sversmetod / Welding proc
100-160 mm GB76 135

Avmagnetiseringsampere / Demagnetization current

Virmebehandling / Heattrestment

Ja/Yes §XE Ng/No
X

Omfanning ! Renge of test
3 2

100 % av svets och virmepaverkande zon

Resultat / Result

Enligt Krav / According to demand

[] Eienligt Krav / not according to demand

Anm { Notes

Acceptansgriing enl. S5-EN1291 Godkinnandeniva ]

Skiss [ Skewch

Ovanstacnde bedomning avser abjektet vid proviingsullfitlet

Datum / Date Operator / Opeeator

2008-08-19 Hans-Ake Kristiansson

SE-EN 473/ Nordtest level
-




RAPPORT SuEnte
utfardad av ackrediterat laboratorium G et g
REPORT issued by an Accredited Laboratory epire
SonEC 11023
Datum / Date Reg.nr/ Reg. no Sidnr/ Page
08-08-26 16/51/16519 1(4)
Férfatiare / Report by Sektion / Section Medarbetare / Assistanis
John Ivarsson Hallfasthetsprovaing

Mechanical testing

Utsandning / Distributed to
Kvalitetsteknik NDT AB, Hantverkareg. 14, 444 32 Stenungsund, M Denzler

384 JOIV

Uppdrag inkom Dat. prov utfort
Bestéliare / Crdered by Date of order Date of test Kalkyinr / Order No.
Kvalitetsteknik, nr. 8700141 08-08-19 08-08-26 55519002

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

WPAR: 871KAB1362
Svetsare: Lars Pettersson

Rapportens omifattining/Contents of report

DDragprovning enligt SS-EN 10002-1 utg. 2/ Tensile test acc. to SS5-EN 16002-1 iss. 2

DSiagseghetsprovning enligt 88-EN 10045-1 utg. 1/ Impact test acc. to SS-EN 10045-1 iss. 1

DHérdhetsprovning eniigt SS-EN 150 6506-1 utg. 2 (Brinell) / Hardness test acc. to SS-EN [SO 6506-1 iss. 2 (Brinell)
DHérdhetsprovning enligt $S-EN ISC 6507-1 utg. 2 (Vickers) / Hardness test acc. to SS-EN 1SO 6507-1iss. 2 (Vickers})
E]Hérdhetsprovning enligt S5 11 25 16 utg.6 (HVS - HY100)/ Hardness test acc. to S8 11 25 18 iss.6 (HV5 - HV100)
DHérdhetsprovning enligt S8 11 25 17 utg.2 (HV0,2 - <HV5)/ Hardness test acc. to S8 11 25 17 iss.2 (HV0.2 - <HVE)
DBockprovning enligt SS-EN 910 utg. 1/ Bend test acc. to SS-EN 910 iss. 1

DBrytprovning enligt $S-EN 1320 utg. 1/ Fracture test acc. to SS-EN 1320 iss.1

DDragprovning langs svets enligt $S-EN 876 utg. 1/ Longitudinal tensile test on weld metal acc. o SS-EN 876 iss. 1
]:]Dragprovning tvirs svets enligt SS-EN 885 utg. 1/ Transverse tensile test on weld metal acc. to SS-EN 885 iss. 1
DSiagpmvning av svets enligt SS-EN 875 utg. 1/ Impact test on weld metal acc. to SS-EN 875 iss. 1
Mikro-imakroundersékning av svets enligt EN 1321 utg. 1/ Micro-/macro examination of welds acc. to EN 1321 iss.1
Hérdhetsprovning av svets enligt $3-EN 1043-1 utg. 1/ Hardness test on arc welded joints acc. to SS-EN 1043-1 iss. 1

HEN RN

Anméarkning/Remarks

“Labaratorium ackrediteras av Stycelsen & ackraditering cch teknisk xantroll (SWEDRAC) enligt svensk fag. Verksamheten vid de svenska ackrediterade isboraterierna uppfytier kraven

ISOAEC 17025,
Denna rapport far endast Aterges i sin hethet om inte SWEDAC och utfdrdande laboratorium | firvag skriffigen goakant annat.”

"Laboratories are accredited Dy the Swedish Board for Accraditation ang Conformity Assessment (SWEDAC) under the terms of Swedish legistation. The Swedish accredited laboratories meet

requirements in ISOHEC 17025,
This report may not be reproduced other than in full, except with the prior weitten approvai of SWEDAC and the issuing laboratory.”

Kockums AB

Postadress/Postal address. SE-205 35 Malmé, Sweden
Telefon/Telephone: +46 40 34 80 00. Telefax/Telefax: +46 40 34 83 53
Bankgire/Banking Account: 636-1253. Postgiro/Postal Account: 71 02 89-0. VAT No: SES56205562301






