Palssons Maskiner AB

Svetsdatablad WPS SS-EN ISO 15609-1

Plats/Location. Lilla Harrie g;ﬁﬁff;jtiﬁzztagggsrgan/
g hody.

Tiltverkarens svetsprocedur/Manufacturer's welding procedur TRK Kontroltadministration AB

Referens ng/Reference no PMAB 133-8.1-01

WPQR ar/WPOR no. 871 KAB 1360 Melod for fogberedning och rengdring/ S§ipning
Method of preparation and cleaning.
) Specifikation for grundmaterialet/ Grupp 8.1
Tillverkare/Manufactuser. palssons Maskiner AB Parent material specification. PP ©.
Giltighet/extent of approval

Svetsmetod/Welding 135 Materialtjockiek ( mun )Material thicknes. 3.0-7.2

r0OCESS.
P Yiterdiameter { mm }Outside diameter. _

Svetstyp/Joint type FW Kilsvets Svetskige/Welding position. PA.PB

Fogberedning { skiss )/ Weld preparation details {skeich)

Fogutformning/loint designe. Svetsfoljder/Welding sequences.

Svetsdata/Welding details.

Strang/ Metod/ Tillsatsmaterial din fSuwém/  [Spanning/ | Stromtyp/ Tradmatnings- Framforings- Varmetitiforsel*/
Run. Process. Size of filer metal. (Current  [Voltage Polaritet hastighet®*/Wire feedl  hastighet*/Travel Heat input.
A v Current/pol speed. speed. arc efficiency = 1,0
i 135 1,0 100-14030-31 DC + 240-280 mm/min 0,75-0,93 kl/mm

Beteckning fur tilisatsmaterial och handelsnamn/

Designation of welding consumables and trade name. ENISO 14343 G 19 12 3 LSi/ ESAB OK Autorod 316LSi
Sarskild varmning eller torkning/ Anaan infermation*/Qther information
special baking or drying.
Skyddsgas / pulver - toppsidan/ Mison 2 He t ex pendling { maximal siréngbredd)e.g. 2x D
Gas/thux. Shielding weaving ( max. width of run ).

~rotsidan Osgillering: amplitud, frekvens, halltid/

backing. Qscillation: amplitud, frequency, dwell time.

Gasflode/Gas flow rate -toppsida/shielding] 4.1 |/min

-rotsidan/backing Pulssvetsning detaljer/Puls welding details.
Wolframelektrod typ / dimension/ Kontakirér / munstyckeavstand/ 17 mm / t4-16 mm
Tungsten electrode typ/dim. Distance contact tube/work pisee.
Rotmejsling / rotstod, detaljer/ Plasmasvetsning, detaljer/Plasma welding det.
Dretails of backing gouging/acking
Forhojd arbetstemperatur/ 15° Brinnarvinkel/Torch angel. 70-80 °

Prehet temp.
Mellanstrangstemperatur/
Interpass temp,

Efterfoijande varmebehandling och/ eller dldring/Post-weld heat. treatment and/or ageing.

Tid, temperatur, metod/time, temp, method

Uppvilrmnings- och svalaingshastigheter®/
[eating and ¢cooling rates,

Tillverkare/Manufacturer, ] o Granskare eller granskande organ/ Examiner or examining body,
Namn , datum och namnteckning/Name, date and signature. Namn. datem och namnteckning/ Name, dat and signature.
Joakim Pélsson 2008-09-01 Hans-Ake Kristiansson 2008-09-01

* Om sa erfodras/ If required.



PROTOKOLL FOR KVALIFICERING AV SVETSPROCEDUR/
WELDING PROCEDURE QUALIFICATION RECORD FORM

SHUED4,

WPQR nr, Sida nr. A AS
WPQR No. 87T1KAB1360 Page No. 1/3 (;: PO 5
Peprre”
1218
[SO/IEC 17026(A)
(WPQR)

Tillverkarens svetsprocedur ref, ny:
Manufacturer's welding procedure ref. no:

PMAB 135-8.1-01

Tillverkare/Manufacturer:

Palssons Maskiner AB

Adress/Address:

Gamla viigen 40, 244 91 Kivlinge

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

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

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

Svetstyp/Joint type

FW, se tabell 5 och 6 i/see table 5 and 6 in SS5-EN IS0 15614-1

Grundmaterial grupp/Parent material group (s)

CR ISO 15608:2000 grupp/group 8.1 (1.4404)

Grundmaterial tjocklek/Parent Material thickness (mm)

3-72

Svetsgodstjockiek/Weld metal thickness (mm)

3-7.2

a-matt/Throat thickness (mm)

2,6-5,25

Enkelstring/Flerstring/Single run/Multi run

Enkelstring / Singelrun

Ytterdiameter ror/Outside pipe diameter (mm)

> 150

Beteckning tillsatsmaterial/Filler material designation

ENISO 14343: G 19 12 3 Lsi

Fabrikat tillsatsmaterial/Filler material make

ESAB OK Autorod 316 Lsi

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

Beteckning skyddsgas/pulver/Shictding gas/flux designation Mison 2 He, EN 439-M12
Typ strém och polaritet/Type of welding current and polarity DC+

Sitt for droppoverging/Modc of Metal transfer Sprey / Spray
Viirmetillforsel/Heat input (kJ/mm) 0,8

Svetsliigen/Welding positions PA, PB

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

Mellanstringstemperatur/interpass temperature °C)

Viteutdrivning/Post-Heating. (°C)

Efterfoljande viirmebeh, och/eller aldring
Post-weld hest treatment and/or ageing (°C}

Annan upplysping/Other information

Hirmed intygas att provsvetsar bereddes, svetsades och p
fordringarna i ovan angivna foreskrift/produkt-/provni

rovades med tillfredsstillande resultat enligt

ngsstandard.

1t's hereby certified that test welds were prepared, welded and tested satisfactorily in accordance with the requirements of the regulation/

codeftesting standard indicated above,

Plats/ Utskriftsdatum/
Location: Date of issue:
Stenungsund 2008-08-29

edmt och godtagit enligt AES 19994
(PED 7 97/23/EC} bilaga 1, avsnitt 3.1.2./

Judged and accepted according to AFS 1996:4
(PED / 97/23/EC) annex I, section 3.1.2

Industrigatan 6, 8-461 32 Teolihiittan, Tetefor/Phone: +46 520 12535 Fax: +46 520 81789 E-mail: info@kvalitetsteknik.com

Granskare eller granskande organ/
Examiner or examining body:

Kvalitetsteknik NDT AB

Erkiint tredjeparts organ, ETO 9723/EG
{iRecognized third-party organization 97/23/EC

Namn, datum och signatur
Name, date and signature /
/%%Wﬁ

Magniis Denzier / 2008708-29

Bilaga: T19.8.6 B7, utg, 0
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Detaljuppgifter om svetsarprov/ Record of weld test SONEC 1702008)
Plats/ Location Kavlinge
T. . o ) " A
:l."\f'(.fl'k&l‘t:ns; svgtspmcedur refnr./ PMAB 135-8.1-01
Manufacturer's welding procedure
Tiliverkare/ . Metod for foghered. o rengbring/
i Pils Mask AB ipni indi
Manufacturer Sons askiner Method of preparation and cleaning Slipning/Grinding

Svetsarens namn/
Welder's name

I.ars Pettersson

Specifikation for grendmaterialet/
Parent material specification

3161, / 14404 (ch:356574)

Svetsmetod/

Materizitjocklek {mm)y/

Made of Metal Transfer

Welding position

N 135 ., .
Welding process Material thickness (mm) 6
Svetstyp/ W Yiterdinmeter (mm)/
Joint type Qutside diameter (ram)
Droppiverging/ Svetsii
ppovergang Spray / Spray Svetslige/ P

Fogberedning/Fogutformning/Weld preparation/) oimt design

Svetsfiljder/Welding sequences

__> -
6mm &ha3s
6mm i e
A
Svetsdata / Welding details
“Striing Metod Tillsatsmat. | Strémstyrka Spinning Stromtyp Tridmatn. Hast Svetshast/ | Virmetillf./
Run Process Fitier metal Current Voltage Type of curr. Wire speed * Travel speed *| Heat input *
. A v mAnim. mm/min. kJ/rom.
1 135 1,0 120 30 DC+ - 260 0.8

Tilisatsmat, Klass., handelspamn/
Filler metal class, and trade name

ESAB Autorod 316LSi, EN
ISO 14343: G 1912 3 Lsi
(Lot: PV7460716430)

Annan information *)/

Other information

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

Verkningsgrad ljusbige/
arc efficiency = 1,0

Ingen pendling/no weaving

| SHrskild viirmning el. torkning/

Oscitlering: amp, Trekv. halliid/

Preheat temperatere (°C)

Fime, temperature, method

Special baking or drying } Oscillation: amp. freq. dwell time
Pulssvetsning detaljer/
Pulse welding details
to?psx.da/ Mison 2 He, EN 439-M 12 Knntaktré.rfmunstyckcavstﬁnd/
Skyddsgas/pulver shietding Stand off distance
. F17mm [ 15mm
Gas/flux rotsida/ )
hacking
toppsida/ . Plasmasvetsning detaljer/
. 15 V/min . |
Gasflide shielding Plasma weiding detaiis X
Gas flow rate gasrotsttd/ )
) backing
Walframelekérod, typ/dimension/ Brinnarvinkel/ i
Tungsten glectrode type/size Torch angel
Rotiejsting/rotsttd detaljer/ Efterfilj. viirmebeh. o/el. ildring/ .
Deetails of gouging/backing Post-weld heat treatn. and/or ageing
Ftirhdjd arbetstemperatur/ Min +15 Tid, temperatur, metod/ i

Mellanstringstemperatur/
Interpass temperature (°C)

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

Viiteutd:'ivning/
Post-Heating (°C)

Annan applysning/
Other information

*) om sé erfordras/if required

Tillverkare/Manufacturer:

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

Industrigatan 6, $-461 32 Trolthiittan, Telefon/Phone:

+46 S20 12535 Fax: +46 520 81789 E-mail: info@kvalitetstekrik,.com

Granskare eller granskande organ/

Examiner or examining body: Kvalitetsteknik NDT AB

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

Magnus Denzler/2008-08.39

Bilaga: T! 9.8.6 B7, utg, 0
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ISO/IEC ITI2KA}

Provningsresultat/Test results

Ti ki : d i . i [y
Tll.!verlfa.r.gm’i svetsgrocedur ref. nr/ PMAR 135-8.1-01 Rad.mgraﬁsk pre\.fnm‘gf } i
Minufacturer’s welding procedure ref no. Radiography examination
- ; - - —
Visuell kontroll/Visual examination Enligt kf-aw’ ace. to Ultral_]u.dsp mw.““g.[ ) -
requirement Ultrasonic examination

Penetrant, magnetpulverprove./ *} Enligt krav/ ace. to
Penetrant, magnetic particle test requirement
Dragprov/Tensile test Temperatur/Temperature °C

Typ nr/ Type no Rp 6,2/ ReH/ Rm/ A z Brottstiilie/ Anmirkning

N/mm? N/mm? N/mm? % % Fracture location Remarks
Fordran/Requirement
N/A

Bockprov/Bend Test Dorndiameter/Former diameter xt

Typ nr/ Bockningsvinkel/ Férlingning/ *) Resultat/ Makrounderstkning/ Enl. krav/ace. to

Type No Bend angle Elongation Resuit Magcro examination req

N/A
Mikrounderstkning */
Micro examination
Tyvp/ Stork/ Fordran/
Slagprovning*)/ Impact test Type Size Requirement -
Anv. Hge/rikining/ Temperature °C/ ! Medelviirde J/ Anmirkning/
Lo drden 3/ Values J
Notch Jocation/directions Temperature °C/ Virden alues Average J Remarks
1 2 3
N/A

Hardhetsprov/Hardness test*)
Metod/belastning/ Mitpunkter ligen (skiss)*)l Rapport/report
Method/load Loc. of measurements (sketch) -
Grundmaterial/Parent metal -
Virmep#verkad zon/HAZ, .
Svetsgods/Weld metal
Andra prov/Other testing -
Anmiirkningar/Remarks -

Proven utf, enl. fordringar ang. ifav/

. . . . SS-EN ISO 15614-1 :2004,. 97/23/EC (PED)
Tests carried out in acc. with the req, of

Labovatorierapport, referens nr./

16302, 16/51/16517
Laboratory report, reference No.

Provaingsresuitat/

Enl. krav/ace, to re
Test result ¢

Provning utftrd i niirvare av/
Test carried out in the presence of
*) om s4 erfordras/if required

John Ivarssen

Granskare eller granskande organ/ Namn, datum och sign./
Examiner or examining body: Name, date and signature

Kvalitetsteknik NDT AB f{&;y{

Industrigatan 6, 5-461 32 Trollbiirtan, TelefonPhone: +46 52012535 Fax: +46 520 81789 E-mad; info@kvalitetsteknik.com Bilaga: T19.8.6 B, utg. 0



TRK | Kontrolladministration. AB

Thrninghohmig 2 207 51 Malmd | 04-280524 | wonv rhab com

Utl#rdad av ackrediterat laboratlorium

Report issued by an aceredited laboratory

TRK nr/TRK no.

WEDA
:?uc ‘“Qh 16302

W LU Best. nr./Order no.
IS Y Y A4
??? Witi Q\: .

€piTh Sida/Page

1178

ISONEC 17 025 i-1

Visuell kontroll/ Visual examination

Bestallare/Purchaser

KARB

PToviing entgl 1 esting acp 10

Pravningsdatum/Testdate

PS 6.1.0 rev 1/ SS-EN 970 2008-08-19
Tilverkare/Manufacturer

Pélssons Maskiner AB
Foremal/Object

Procedurprov 8§71 KAB 1360
Ritnings nr./Crawing no. Material/Materiai Hogtyp/ Type of joint

1.4404 Kilsvets

RentrolmomeniyConcerning Svelsmetod/VVEld memnod

Visuell kontroll 135
Cmifattning/Extent of testing

100%

RGC grans/Aceept A

SS5-150 5817 B/C

lAnmarkning/Remarks

Provningsresultat/ Testresult

Uppfviler krav

"Laboratorier ackrediteras av Styrelsen for ackredrienng och teknisk
kontrol] (SWEDAC) endigt svensk lag. Den ackrediterade verksamheten
vidlaboratotierna uppfyvller kraven i 88-EN ISO/LEC 17 023 (2000).
Denna rapport far endast dterges i sin helhet, om inte SWEDAC och

ulftrdande laboratoriom | forvag skeiftligen podkdnt annam, "

“Laboratories are accredited by the Swedish Board for Accreditation and
Conformity Assessment (SWEDAC) under the terms of Swedish
tegisiation. The accreditef laboratory activities meet the requirements in $8-EN
ISOAEC 17 025 (2000).

This repont may rot be reproduced other than in fuil | except with the

prior writlen approval of the issuing laboratory.”

iAnm&rkninga’Remarks
Ort/Flace Datum/iDate Undgerskrift/Signature
Malmé 2008-08-19 —

Kontrolt ©1987 TRK




TRK | Kontrolladministration. AB

24 vy arkaineein

Penetrerande / Drye Penetrant Examination

EDs, RAPPORT
»08¢08¢ O Utfirdad av ackrediterat laboratorium
G oyed =
7}) - < Report issued by an accredited laboratory
£p iTS% "
117

ISOAEC 17 (23

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

- 2008-08-19

Kund nr. / Customers no. Sid.nr. / Page no of

£.0r. { Commission o,

16302 1-1

Provning enl. / Testing acc.to

Uppdragsgivarens ref. [ customers ref.

Magnus Denzler

‘Fyp av vétska / Type of liguid
Bycosin

Uppdragsgivare / Customer

KAB

Ytkondition / Surface condition

Svetsat

= Rengoring / Cleaning Charge

o0 o

Eglco 1867

‘E é Torkn. metod / Drying method Foremal / Object

2 T

= rasa

E 15614-1 procedurprov
[ -

:L§ & | Torkiid/ Drying time Ritnings ar. / Drawing no.
A 15 min o

v & | Appliceringsmetod / Application method Charge Titlverknings nr. / Manufacturing no.

oo

£ £ | Spray RP 20 130 871 KAB 1360

= E Appheenngstid / Application ime Skiss / Sketch

= -

&% 13 min -

<(& —g Temp, Grundmateriat / Base material Svetsmetod / Welding proc
< i20° 1.4404 135
= | Metod / Method Svetsmaterial ¢ Filler materiat

s = .

@-z | Vatten / Trasa 316LSi

=
=]

= Temnp. Virmebehandling / Heattreatment

25 2

adl e 120° D Ja!¥Yes Nej / No

o S0} Maed/ Method Charge

= =

B Spray D30 683

= 5 [ Fortid: Dev

E % Torktid / Drying time

= A | 0-30 min

Resultat / Result

Enligt Krav / According to demand

1 Ejenligt Krav / not according to demand

Anm / Notes

100% av svets samt virmepdverkande zon

Acceptansgrins enh.SS-EN 1289 Acceptans niva |

Skiss / Sketch

Ovanstdende bedomning avser obiekiet vid provaingstllatle

Diajum £ Date

2008-08-19

Operatér / Operator

Hans-Ake Kristiansson <

-

$8-EN 473/Nordtest ievel




RAPPORT ety
utfardad av ackrediterat laboratorium SO Z
REPORT issued by an Accredited Laboratory Fep it
!SOI}EZC?C}?OES
Datum / Date Reg.nr/ Reg. no Sidnr / Page
08-08-26 16/51/16517 1(3)
Férfattare / Report by Sektion / Section Medarbetare / Assistants
John Ivarsson Héllfasthetsprovning

Mechanical testing
Lits&ndning / Distributed to

Kvalitetsteknik NDT AB, Hantverkareg. 14, 444 32 Stenungsund, M Denzler

384 JOIV

Uppdrag inkom Dat. prov utfért
Bestaliare / Ordered by Date of order Date of test Kaikylnr / Crder No.
Kvalitetsteknik, nr. 8700141 08-08-19 08-08-26 55519002

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

WPAR: 871KAB1360
Svetsare: Lars Pettersson

Rapportens omfatining/Contents of report

DDragprovning anligt $S-EN 10002-1 utg. 2/ Tensile test acc. to 88-EN 10002-1 iss. 2

DSIagseghetsprovning enligt 88-EN 10045-1 utg. 1/ Impact test acc. fo SS-EN 10045-1 iss. 1

DHérdhetsprovning enligt SS-EN ISO 6506-1 utg. 2 (Brinell) / Hardness test acc. to SS-EN IS0 6506-1 iss. 2 (Brineil)
[:]Hérdhetsprovnéng enligt SS-EN 150 6507-1 utg. 2 {Vickers) / Hardness test acc. to SS-EN IS0 6507-1 iss. 2 (Vickers)
DHérdhetsprovning enligt S8 11 25 16 utg.6 {HV5 - HY100)/ Hardness test acc. to S5 11 25 18 iss.6 (HV5 - HV100)
DHérdhetsprovning enligt 85 11 2517 utg.2 (HV0,2 - <HVS) Hardness test ace. to S5 11 25 17 iss.2 (HV0.2 - <HVE)
Bockprovning enligt SS-EN 910 utg. 1/ Bend test ace. to SS-EN 910 iss. 1

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

Dragprovning ldngs svets enligt SS-EN 876 utg. 1/ Longitudinal tensile test on weld metal acc. to SS-EN 876 iss. 1
Dragprovning tvars sveis enligt SS-EN 895 utg. 1/ Transverse tensile test on weld metal acc. to SS-EN 895 jss. 1
Slagprovning av svets enligt $S-EN 875 utg. 1/ Impact test on weld metal acc. to SS-EN 875 iss. 1
Mikro-/makroundersdkning av svets enligt EN 1321 utg. 1/ Micre-/macro examination of weids acc. to EN 1321 iss.1
Hardhetsprovning av svets enligt S5-EN 1043-1 utg. 1/ Hardness test on arc welded joints acc. to SS-EN 1043-1 iss. 1

I OO < O

Anmdérkning/Remarks

"Laborstorium ackrediteras av Styrelsen 16r ackreditanng ach leknisk kontroll (SWEDAC) enligt svensk lag. Verksamheten vid de svenska ackredilerade laboratonerna uppfylier kraven
ISQNEC 17025,

Denna rapport f4r endast &erges | sin Aainet am inte SWEDAC och uifiirdande laboratorium i forvdg skrifligen godkant annat”

"Laboratories are accradited by the Sweaish Board for Accreditation and Conformity Assessment (SWEDAC) under ihe terms of Swedish legisiation. The Swedish accradited laboratories meet

reguiraments in ISOAEC 17025.
This report may not be reprocuced other than in full, excepl with the pnor written approval of SWEDAC and the issuing laboratory.”

Kockums AB

Postadress/ Postal address: SE-203 55 Malmg, Sweden
Telefon/Telephone: +46 40 34 80 00. Telefax/Telefax: +46 40 34 83 53
Bankgiro/Banking Account: 606-1253. Postgiro/Postal Account: 71 02 89-0. VAT No: SE5356205562301






