Palssons Maskiner AB

Svetsdatablad WPS SS-EN IS0 15609-1

Plats/Location, Granskare eller granskande organ/

Lilla Harrie . =
Examiner or examining body.

Tillverkarens svetsprocedur/Manufacturer's welding procedur TRK Kentrolladministration AB

Referens nr/Reference no PMAB 135-5.1-02

WPOR n/WPOR no. 271 KAB 1363 Mctod fur fogheredning och rengtring/ Slipaing
Method of preparation and cleaning,

Specifikation for grundmateriatet/

Tillverkare/Manulacturer. Palssons Maskiner AB Parent material specification. Grupp 5.1
Giltighet/extent of appraval

Svetsmetod/Welding 135 Materialtjocklek { mm yMaterial thicknes. 7,5-18.0

Process.

Ytterdiameter { mm )/Outside diameter.

Svetstyp/ioint type FW Kilsvets Svetslige/Welding position. PA,PB

Fogberedning ( skiss ¥Weld preparation details (sketch)

Fogutformning/Joint designe. Svetsfoljder/Welding sequences.
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Svetsdala/Welding details.
Strang/ Metod/ Tiltsatsmaterial dimfStrom/  [Spanning/ | Stomiyp/ Tradmatnings- Framforings- Virmetillforset®/
Run. Process. Size of filer metal. [Current  [Voltage Polaritet hastighet*/Wire leedl  hastighet*/Travel Heat input.
A V Current/pol speed. speed. arc efficiency = 1,0
1 135 1,0 230-260125-27 DC + 5-10 m/min 300-330 mm/mind 1,15-1,28 kJ/mm
Beteckning for tillsatsmaterial och handelsnamn/ . .
Designation of welding consumables and trade name. EN 12070 G CrMo1Si/ ESAB OK AristoRod 13.12
Sirskild varmaing cller torkning/ Annan information*/Other information
special baking or drving.
Skyddsgas / pulver - toppsidan/ Mison 18 tex pendling { maximal strangbredd)/e g. %D
Gas/flux. Shielding weaving { max. width of run ).
-rotsidan Oscillering: amplitud, frekvens, halltid/
backing. Oscillation: amplitud. frequency, dwell time.
Gasflode/Gas flow raie -toppsidafshieldingg_ 12 /min
-rotsidan/backing Pulssvetsning detaljer/Puls welding details.
Wolframelekirod typ / dimension/ Komtakerdr / munstyckeavstind/ 17mm/ 10-14 mm
Tungsien electrode typ/dim. Distance contact tube/work piece.
Roumejsling / rotstéd. detaljer/ Plasmasvetsning, detaljer/Plasma welding det.
Details of backing gouging/backing
Forhajd arbetstemperatar/ 200 ° Briinnarvinkel/Torch angel. T0-80 °
Prehet temp.

Mellanstrangstemperatur/
Interpass temp.
Eflerfoljande varmebehandling och/ eller ldring/Post-weid heat, treatment andfor ageing.

Tid, temperatur, metod/Aime.temp, method

Uppvirmnings- och svalningshastigheter*/
Heating and cooling rates.

Tiflverkare/Manufacturer. _ ' ' Granskare elier granskande organ/ Examiner or examining body.
Namn . datus: och namnteckning/Name, date and signature, Namn, datum och namnteckning/ Name, dat and signature.

Joakim Palsson 2008-09-01 Hans-Ake Kristiansson 2008-09-01

* O sd erfodras/ [T required.
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ISOAEC 17020(A)

(WPQR)

" Tillvérkarens svetsprocedur ref. ar:
‘Manufacturer’s welding procedute ref. no:

PMAB 135-5.1-02

Tillverkare/Manufacturer:

Paissons Maskiner AB

Adress/Address:

Gamia viigen 40, 244 91 Kiivlinge

Foreskrift/Produkt-/ Provningsstandard/
Regulation/Code/testing standard:

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

Datum for svetsning/Date of welding; 2008-08-19
Giltighetsomré&de/Range of qualification
Svetsmetod/Welding process 135

Svetstyp/Joint type

FW, s¢ tabell 5 och 6 i/see table 5 and 6 in SS-EN I1SO 15614-1

Grundmaterial grupp/Parent material group {s)

CR IS0 15608:2000 grupp/group 5.1 (13CrMo44)

Grundmaterial tjocklek/Parent Material thickness (mm)

7,5-8

Sv'etégodstjucklek/wmd metal thickness (mm) 75-18

a-matt/Taroat thickness (mm) 45-9
Enkelstriing/Flerstring/Single run/Multi run Enkelstriing / Singelrun
Yiterdiameter rér/Outside pipe diameter (mm) > 150

Beteckning tillsatsmaterial/Filler material designation

EN 12070: G CrMolSi

Fabrikat tillsatsmaterial/Filler material make

ESAB OK Aristorod 13.12

Diameter tillsatsmaterial/Fifier material size (mm) Alla / all

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

S#tt fir dropp8vergang/Mode of Metal transfer Spray / Spray
Viirmetillforsel/Heat input (kl/mm) 1,2

Svetsligen/Welding positions PA

Forhsid arbetstemp./Preheat temp.(°C) +260°C

Mellanstringstemperatur/interpass temperature (°C)

Viteatdrivning/Post-Heating. (°C)

Efterfoljande viirmebeh. och/eller didring
Post-weld hest treatment and/or ageing (°C)

Annan upplysning/Other information

Hirmed intygas att provsvetsar bereddes, svetsades och prevades med tilliredsstallande resuitat enligt
fordringarna i evan angivna foreskrift/produkt-/provningsstandard.
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/ Cxaminer or examining body:
Location: Date of issue: Kwvalitetsteknik NDT AB
Stenungsund 2008-08-29 Erkiint tredjeparts organ, ETO 97/23/EG

Bedtmt och godtagit enligt AFS 1999:4
PED [ 97/23/EC) bilaga 1, avsnitt 3.1.2./

Judged and accepted according to AFS 1999:4
PED / 97/23/EC) annex I, section 3.1.2

Industrigxtan 6, 5-461 32 Trollhiittan, Telefon/Phore: +46 520 12535 Fax: +46 520 81789 E-maik infol@kvalitetstebnik.com

Recognized third-party organization 97/23/EC

Namn, datum och signatur
Name, date and signature

"
mersy

Jbiias Denzlér L2608

P

08-29

Bilaga: T1 9.8.6 B7, utg. 0
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Detaljuppgifter om svetsarprov/ Record of weld test HSOMEC 70008,
Plats/ Location Kavlinge
.Ttl_lverkarens: svetsprocedur refunr./ PMAR 135-5.1.02
Manufacturer’s welding procedure
Tiliverkare/ R Metod ftir fogbered. o rengdring/ L .
Pal Maski AB i
Manufacturer ssols askner Method of preparation and cleaning Stipning/Grinding

Svetsarens namn/

i Lars Pettersson
Welder’'s name

Specifikation for grundmaterialet/

. . . 13CrMod4 {chi46350)
Parent material specification

Svetsmetod/ 135 Materiaitjockiek (mm)/ 15
Welding process Material thickness (mm) )
Svetstyp/ W Ytierdiameter {mmnt)/
Joint type Qutside diameter (mm)
Droppiiverging/ Svetshige/
/
Mode of Metal Transfer Spray / Spray Welding position PA
Fogberedning/Fogntformning/Weld preparation/Joint design Svetsfoljder/Welding sequences
—P
15mm [ ab
15mm l 7
'y

Svetsdata / Welding details

Striing Metod Tillsatsmat. Stromstyrka Spinning Strismtyp Tridmatn, Hast Svetshast/ | Vilrmetilf/

Run Process Fitler metal Current Voltage Type of curr. Wire speed * Travel speed *| Heat input *
ML A v m/mim. mm/min. kJ/mm.
1 135 1,0 242 26 bDC+ - 320 1,2

Tillsatsmat. Klass., handelsnamn/

. ESAB istor A2,
Filler metal class, and trade name SAB OK Aristorod 13.12

EN 12070 G CrMolSi (Lot
PV642037012B)

Verkningsgrad ljusbige/
arc efficiency = 1,0

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

I dling/ j
E.g. Weaving (max. with or run) ngen peadiing/no weaving

Sarskild virmning ¢l. torkning/
Special baking or drying

Osciliering: amp. freky, halltic/
Oscillation: amp. freq. dwell time

Pulssvetsning detaljer/
Pulse welding details

toPpSI'da/ Mison 18, EN 439-M21 Kontaktfdf/mnnstyckeavstﬁnd/

Skyddsgas/pulver shielding Stand off distance
. @17mm / 15mm

Gas/flux rotsida/ )

backing

tu?ps@a/ 10 Vmin Piasmasvets.nmg (ie.taljer."
Gasilide shielding Plasma welding details )
Gas flow rate gasrotstid/

backing
Wolframelektred, typ/dimension/ Brinnarvinkel/
| Tungsten electrode type/size Torch angel )
Rotmejsling/rotstbd detaljer/ Efterfdij. viirmebeh. o/el. dldring/
Details of gouging/backing Post-weld heat treatm. and/or ageing )
Farhbjd arbetstemperatur/ 200 Tid, temperatur, metod/

Preheat temperature (°C)

Time, temperature, method

Mellanstriingstemperatur/
Interpass temperature (°C)

Uppvirmnings- o kyln. hastigh.*}
Heating and cooling rates ¥)

Viitentdrivning/
Post-Heating {°C)

Annan upplysning/

Other information

*) om sé erfordras/if required

Tillverkare/Manufacturer;

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

Industrigatan 6, §-461 32 Trollhdttan, Telefon/Phone: +46 520 12538 Fax: +46 520 §1769 E-mail: infoiikvalitetsteknik.com

Granskare eler granskande orgsn/
Examiner or examining body: Kvalitetsteknik NDT AB

e b

Namn, datum gch sign./ G i
/Aonas Dénzler/7008-

Name, date and signature

s

Bilaga: T1 9.8.6 87, utg, 0




WPQR No. 871KABI1363 Page No. 3/3 C% Y] 5
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ISOAEC 17020(A)
Provningsresultat/Test results
" H M t
Tlllverkareus" svets;froeedur ref. nr/ PMAB 135-5.1-02 Rad‘wgraﬁsk pm\imn-g/ ) i
Manufactuser's welding procedure ref. no. Radiography examination
Visuell kontrofl/Visual examination Enligt krav/ ace. o lJitralJufispmw.nng/ ) -
requirement Ultrasonic examination

Penetrant, magneipulverprovn./ *) Enligt krav/ acc. to
Penetrant, magnetic particle test requirement
Dragprov/Tensile test Temperatur/Temperatuse °C

Typ nr/ Type no Rp 0,2/ ReH/ Rm/ A Z Brottstilte/ Anmirkning

Nfmm?® N/mm? N/mm® Yo Y% Fracture {ocation Remarks
Fordran/Requirement
N/A

Bockprov/Bend Test Dorndiameter/Former diameter xt

Typar/ Bockningsvinkel/ Forliingning/ *) Resuitat/ Makroundersiikning/ Enl, krav/ace, to

Type No Bend angle Elongation Resuit Macro examination reg

N/A
Mikrounderstikning */
Micro examination
Typ/ Storl./ fordran/
Slagprovning*)/ Impact test Type Size Requirement i
Anv, lige/riktning/ Femperature °C/ . Medelviirde J/ Anmiirkning/
e Virden J/ Val
WNotch location/directions Temperature °C/ raen alues J Average ] Remarks
I 2 3
N/A

Hérdhetsprov/Hardness test*)
Metod/beiastning/ HY 10 Mitpunkter ligen (skiss)*)f Rapport/report
Method/load Loc. of measurements (sketch) 16/51/16520
Grundmaterial/Parent metal 185 . 191 BV
Viirmepéverkad zon/HAZ 330-351 HV
Svetsgods/Weld metal 247 . 251 HV
Andra prov/Gther testing -
Anmirkningar/Remarks -

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

SS8-EN ESO 15614-1:2004, 9723/EC (PED)

Laboratorierapport, referens nr./
Laboratory report, reference No.

16302, 16/51/16520

Provningsresuitat/
Test result

Eni, krav/acc. to req

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

John bvarsson

*) om sa erfordras/if required

Granskare cller granskande organ/
Exarniner or examining body:

Kvalitetsteknik NDT AB

Industrigatan 6, 8-461 32 Trollhiittan, Tetefon/Phone: +46 820 12535 Fax: +46 520 81789 E-mail: info@kvalitetsteknik,com

Namn, datum och sign./
Name, date and sigrnature
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TRK ! Kontrolladministration. AB

Tamvngholmeg 3 207 %4 Malmo | 040-26002:¢ | wwaw Fkab com

Utfiirdad av ackrediterat laberatorium

Report issued by an accredited laboratory

TRK nr./TRK no.

WED 4
}cjl!f ‘.(Q" 16302
a “Ta?' ; Best. nr./Order no.
’F/:_. Wty Q_--?4 e

EnrTe Sida/Page

1178

ISO/EC 17 025 1-1

Visuell kontroll/ Visual examination

Hestallare/Purchaser

KARB

Frovning enlig/Testing acp ©

PS 6.1.0 rev 1/ 8S-EN 970

Provningsdatum/Testdate

2008-08-19

Tillverkare/Manufacturer

Palssons Maskiner AR

Foremal/Cbject
Procedurprov 871 KAB 1363

Ritnings nr./Drawing no.

Material/Material

13CrMo45

KonEroEImomenE?Concermng
Visuell kontroll

ogtyp/ Type of joint
Kilsvets
svetsmetcd/Weld metho
135

Omiattning/Exterit of tesfing
100%

ATC GraTSIACEEDT I
58-150 5817 B/C

Anmarkning/Remarks

Provningsresultat/ Testresult

Upptyller krav

"Laboratorier ackrediteras av Styrelsen tor ackreditering och teknisk
kontroll (SWEDAC) entigt svensk lag. Den ackrediterade verksambeten
vidlaboratorierna uppfyiler kraven i S5-EN 1SOMEC 17 025 {20007
Denna rapport f&r endas) drerges i sin hethet, om inte SWEDAC och

utfiirdands tboratorium i forviig skrifiligen godkint annar.”

"Laboratories are acuredited by the Swedish Board for Accredisation and
Cornfarmity Assessment (SWEDAC) under the terms of Swedisk

legislation The accreditef laboratory activities meet the requirements in 85-EN
ISOMIEC 17 025 (2000).

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

prior wiitten approval of the isswing laboratory ”

Anmarkningar/Kemarks

Ort/Place Datum/Date
Malmé 2008-8-19

UnderskriftSignature

Kontroll ©1987 TRK




TRK ! Kontrolladministration. AB

Tarninghelmsg ¥ 217 53 Malma | 040-280028 | wvw i

Magnetpulver / Magnetic Particle Examination

Bestne, / Clieat's order o, fest. datum / Bate of order

- 2008-08-19

EDs,  RAPPORT
g | LT T G Utfardad av ackrediterat laboratorium
% ! E R issued b dited lab

L Eny T?ﬁ& ¢port 1ssued by an accredited laboratory

1178

ISOAEC 17 (23

P.or. / Commission no Kund nr. / Customers no. Sid.ar { Page no of

16302 i-1

Provaing eni. / Testing ace. to

TRK P5 3.1.0 Rev. 3/8S-EN 1290

Uppdragseivarens ref. / customers ref’

Indikeringsmede! / Ferro paricles Charge Uppdragsuivare / Customer

Bycotest 103 1482 Kvalitetsteknik NDT AB

Tillverkare ! Manufactures Fiérg ¢ Colour

Bycosin Svart

Yikondition / Surface condition

Svetsat

Faorbehandling / Pre-examination Foremél [ Object

Rengéring Procedurprov

Apparat / Equipment Ritaings nr. / Drawing no.

Y6 nr.9 .

Brovingsmetod / Testing method Tilbverknings ar. / Mamudactusing no

Vat 771 KAB 1363

Typ av magnetisering / Tvpe of magnetzation Skiss / Skeech

Okmagnetisering —

Provningsampere / Magnetization current Grindmaterial / Base material

3 13CrMo45

Avstand mellan kontaktdon / Prod spacing Svetsmaterial / Filler material Svetsmetod / Welding prog
100-160 mm OK Aristorod 13.12 135

Avmagnetiseringsampere / Demagnetization current

Varmebehandling / Heattreatment

D Ja/Yes Nej f No

Omfatening / Ranye of test

100 % av svets och virmepaverkande zon

Resultat / Resubt

Eniigt Krav / According to demand

1 FEjenligt Krav / not according to demand

Anp / Notes

Acceptansgrins enl. S8-EN1291 Godkidnnandeniva |

Skiss / Sketch

Ovanstéende bedomning avser objekter vid provningstilifitlet.

Datun / Date Qperatdr / Operator -

2008-08-19 Hans-Ake Kristiansson °

SS-EN 473/Nordrest level




RAPPORT E0ac

FRY )
utfardad av ackrediterat iaboratorium o M 2
REPORT issued by an Accredited Laboratory e D;ﬂ‘f"ﬁ
ISOAEC 17025
Datum / Date Reg.nr / Reg. no Sidnr / Page
08-08-27 16/51/16520 1(4)
Forfattare / Report by Sektion / Section Medarbetare / Assistants
John Ivarsson Héllfasthetsprovning
Mechanical testing
Utséndning / Distributed to
Kvalitetsteknik NDT AB, Hantverkareg. 14, 444 32 Stenungsund, M Denzler
384 JOIV
Uppdrag inkom Dat. prov utfort
Bestallare / Ordered by Date of order Bate of test Kalkylnr / Order No.
Kvalitetsteknik, nr. 8700141 (38-08-19 08-08-27 55519002
Uppdrag/investigation

Procedurprov enligt EN ISO 15614-1 och PED.
WPAR: 871KAB1363
Svetsare: Lars Pettersson

Rapportens omfatining/Contents of report

DDragprovning enligt SS-EN 100021 utg. 2/ Tensile test acc. to SS-EN 10002-1 iss. 2

DSlagseghetsprovning enligt S8-EN 10045-1 utg. 1/ Impact test acc. to SS-EN 10045-1 iss. 1

DHérdhetspmvning enligt S8-EN 150 6506-1 utg. 2 (Brinell) / Hardness test ace. to SS-EN 1SO 5508-1 iss. 2 {Brinell}
DHérdhetsprovning enligt SS-EN ISO 6507-1 utg. 2 (Vickers} / Hardness test acc. to SS-EN 1SO 6507-1 iss. 2 (Vickers)
[:]Hérdhetsprovning enligt $3 11 25 16 utg.6 (HV5 - HV100)/ Hardriess test acc. to SS 11 25 16 iss.6 (HVS - HV100)
DHérdhetsprovning enligt 85 11 25 17 utg.2 (HV(,2 - <HVS)/ Hardness test agc. to SS 11 25 17 iss.2 (HV0.2 - <HV5)
DBockprovning enligt S8-EN 910 utg. 1/ Bend test acc. to SS-EN 610 iss. 1

DBrytprovning enligt S8-EN 1320 utg. 1/ Fracture test acc. to $S-EN 1320 iss.1

DDragprovning I&ngs svets enligt SS-EN 876 utg. 1/ Longitudinal tensile test on weld metai acc. to SS-EN 876 iss. 1
DDragprovning tvérs svets enligt SS-EN 895 utg. 1/ Transverse tensile test on weld metai acc. to SS-EN 895 iss. 1
DSIagprovning av svets enligt S5-EN 875 utfg. 1/ Impact test on weld metal acc. to SS-EN 875 iss. 1
&Mikro-lmakroundersﬁkning av svets enligt EN 1321 utg. 1/ Micro-/macro examination of welds acc. to EN 1321 iss.1
@Hérdhetsprovning av svets enligt SS-EN 1043-1 utg. 1/ Hardness test on arc welded joints acc. to SS-EN 1043-1 iss. 1

HERENN

Anmarkning/Remarks

“Laboraterium ackiediteras av Styrelsen for ackreditering och teknisk KOAtrall {SWEDAG] eniigl Svensk [ag. Yarksamhetan vid ce svenska sohadierade ‘aboratoserna ugpfyller kraven
ISCHIEC 17025,

Benna rapport fr endas: terges | sin hethet om inte SWEDAC och wifrdande labaratorium | foredg siniftigen godkidnt annat.”

"Laboratonies are accredited by the Swedish Board for Accreditation and Conformuty Assessment {BWEDAQC) under the tarms of Sweadish legislaian. The Swedish accredited laborataries mee!

requirements in ISOAEC 17025,
This repert may not be reproduced otfier than in full, except with the prior written appraval of SWEDAC and the issuing laboratory.”

Kockums AB

Postadress/Postal address: SE-205 55 Malmg, Sweden
Telefon/Telephone: +46 40 34 80 00. Telefax/Telefox: +46 40 34 83 53
Bankgiro/Banking Account: 606-1253. Postgiro/Postal Account: 71 02 89-0. VAT No: SE556205562301






