DOCUMENTATION COVER PAGE

VENDOR:

EXION ASIAPTE LTD

CUSTOMER:

JACOBS ENGINEERING SINGAPORE PTE LTD

OWNER / END USER:

HUNTSMAN (SINGAPORE) PTE LTD

PROJECT NO.: 1726

PROJECT TITLE: APEX: RUSHMORE DEBOTTLENECK
PO NO.: 47221726-00111082

PACKAGE: DIAPHRAGM METERING PUMP

TAG NUMBER(S):

P-A-2A

VENDOR DOCUMENT NO.

440200419-028

JES CATEGORY CODE

MO04

DOCUMENT TITLE:

B+L STANDARD WELD PROCEDURE SPECIFICATIONS

REV. NO.

DATE BY

22 JUL 2015 JOLENE

Document No:

A

B

C
D
F

Permission to proceed does not constitute acceptance of design details, calculations,
analysis, test methods or materials developed or selected by the vendor, and does not
relieve the vendor from full compliance with contractual obligations

By: _[ REVIEWED 1 Date:
By RJayager at 1:06 pm, Aug 20, 2015)

JACOBS ENGINEERING SINGAPORE PTE LTD
VENDOR DOCUMENT STATUS DECAL

47221726-00111082A-M04-00001 0
R

ev:

Tag No: Route Sheet No:

0481

I:I Approved with comments, revise and resubmit; work may
proceed subject to incorporation of comments

I:' Comments as Indicated, revised and resubmit; work may
not proceed

I:I Review not required; work may proceed (for information only)
Approved without comments

I:I Certified Final / Record Copy



edtecson
Vendor Decal

edtecson
Typewritten Text
47221726-OO111082A-M04-00001

edtecson
Typewritten Text
0

edtecson
Typewritten Text
0481

RJayager
Reviewed

RJayager
Accepted


>Bran+Luebber

B+L Document ID = WPS 2018779

Coversheet

Welding Procedure Specification (WPS)

Customer Huntsman (Singapore) PTE LTD
Customers P.O.
Project Name
Equipment Tag / Item no. P-A-2A
Manufacturer SPX Flow Technology Norderstedt GmbH
(Deutschland)
Brand BRAN+LUEBBE
Manufacturers Job no. 2018779.10
Manufacturers Serial no. 20000063
Equipment name NOVAPLEX N-0801-3D
00 [for Information UA 14.07.2015 |UA 14.07.2015
Rev |Description Prepared [Date Checked |Date Approved |Date




S PX 2Bran+Luebbe:

WELDING-PROCEDURE

Materialgroup 10.1

1.4462; X2CrNiMoN22-5-3
SA 790, UNS S31803

RANGE DIAMETER: >=25mm

RANGE WALLTHICKNESS: 3 mm - 10 mm

Issue Date : 2015/ REV.00

SPX Flow Technology Norderstedt GmbH, Werkstrasse 4, 22844 Norderstedt, Tel. (040)52202-0, Fax (040)52202-395
NS 9013500 Erev4 _C
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WELDING-DOCUMENTATION
WELDING PROCEDURE SPECIFICATION

WPS
WPSNO: 003 ASME 1.4462 Rev.01
MATERIAL:  Materialgroup 101

1.4462: X2CrNiMoN22-5-3
- SA790, UNS S31803

RANGE DIAMETER:  s=25mm

RANGE WALLTHICKNESS: 3 mm - 10 mm

NS 90 135 00 BR¥Fipw Technology Norderstedt GmbH, Werkstrasse 4, 22844 Norderstedt, Tel. (040)52202-0, Fax {040)52202-385



SCHWEIRVERFAHRENSVORSCHRIFT

WPS

WELDING PROCEDURE SPECIFICATION WPS

Company Name

SPX Flow Technology Norderstedt GmbH

Specification / Rules

ASME CODE SEC.IX, QW-200
ENISOQ 15614-1 / PED 97/23/EC / AD 2000-HP 2/1

Enctosure No.
o Ceriificate

‘Welding Coordinator

B - 22844 Nord

NS 9013500 Erev4_C

o7 202 AZc1 ZOSESZ /24/&/@&?3

WPE- No.: 003 ASME 1.4462 / Rev.01 PQOR No. (QW483). 86332058360-14609-04
Woeiding Process / Type:  manual WPQR No. (EN IS0 15614-1):  Z0583-VP0O03
GTAW / 141
BASE METALS (QW-403)
Brand Name: EN 10086 Spec., type and grade P-No. Group No.
1!;462 SAI-TQO 10 H-1 to 10 H-1 similar to UNS 31803
o o
1.4462 SA-790 1010 10 !
Thickness of Testcoupon Diameter of Test Coupon
5.0 mm & 48.3 mm
FILLERMETALS (QW 404)
Brand Name / Diameter AWS-No. (Class) Spec. No. (SFA) F - No. A - No.
Biihier GN 22/8 N-IG 2.0 mm ER 2209 589 ) g
iSO 14343-A W 22 0 3 NL
VATUV-Kennblat: 0448404
GAS (QW-408)
Brand Name Percent Composition Gases Flow Rate (/min.)
Shielding: GA 260/ Argon 99.9 99.99%, ISO 14175-11-Ar 8-12
Backing: GA 236 / Fo Ga 90/10 90%N./10%H; ISO14175-N5-NH-10 | 8-10
WELDING CONDITIONS
Joint design Position {QW-405)
. . 2G(PC), 5G (PH)
Jeint design -
5 g Technique (QW-410) | irole pass 0
<->' | Both sides in one pass | [}
f _\! I I Multipass h4
g - :?&l‘;‘:x L]B [.;] String bead 0
5=5mm Backing 0
- ermanent backin i
Welding sequence P ing stip | L1
= removable backing strip | [}
{ Initial and interpass cleaning {free of oil. rust ans scale etc.)
[ S 1 grinding and brushing
Notes
None
ELECTRICAL CARACTERISTICS (QW-409)
Current Polarity |- jweld Sequence GTAW /141 | GTAW /141 | GTAW/141 | [|Preheating Qw406 N /A
DC negative fLayer (s} 1. (Root} 2. 3. Interpass Temp. <120
Tungsten Electrode Amperage Range 98- 105 A 116 -154 A N/ A PHT (QW-407) N/A
Type 2% thoriated Voltage Range 11-12V 12-13V N/IA Cocling Conditions
@ 2.4 mm N/A
Notes Travel Speed 0,7-085mmfs] 0,9-1,0 mm/s N/A
Nonhe iE%e'c'trode Wire Speed N/A N/A N/A Notes
lHeat Input 0,8 - 1,1 kdimm |1,0 - 1,3 kJ/mm N/A None
Data.04.02.2014 Sign L Sign
FUVROFD systems SPX Flow Teshriglogy Norderstétt GmbH | Third party
Gmbit & Co. KG ' Warksiralte 4




WELDING-DOCUMENTATION

PROCEDURE QUALIFICATION RECORD

PQR NO.:
~ WPQRNO.:

“MATERIAL:

~ RANGE DIAMETER:

RANGE WALLTHICKNESS:

PQR/WPQR

- 3037ST09630-30

Z0583-VP003
Materialgroup 10.1
1.4462; X2CrNiMoN22-5-3

'SA 790, UNS S31803

 sesem

3mm-10mm

PX ﬁé% Technology Norderstedt GmbH, Werkstrasse 4, 22844 Norderstedt, Tel. (040)52202.0, Fax (940)5220'2;395

: 'N39013500§rev4
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QW-483 PROCEDURE QUALIFICATION RECCORD (PQR}
{See QW-201.2, Section IX, ASME Boiler and Pressure

Vessel Code)

Record Actual Conditions Used to Weld Test Coupon

Company Namae: Bran + Luebbe GmbH, 22844 Norderslegt
Procedure Qualification Record No.: 2037ST08830-30
WPS Mo DD3ASME {01628T14300-3)

Welding Process: GTAW

Types {enual, Aulomatic, Semi-Auls.): Manus!

Dale; 2003-08.12

JOINTS {OW-402)
Jolnt design Welding sequence
-
—— g |
b $M max,
5= 5 mnm

Groove Design of Tes! Coupon
{For combinalion qualifcations, |he deposited weld metal thickness shall be recorded for each filler metal or Lrocess usad.)

BASE METAL {1W-403}

POSTWELD HEAT TREATMENT {QW-407)

Malerial Spac.; SA-T90(1.4462) Temperalure: NFA

Type of Brade: simifar o UNS 531803 Time: Mif,

PNo.:  10H1 to P-No.10H-1 Clhet: NiA

Thickness of Test Coupon: 5.0 mm

Diamefer of Test Coupen: 48,3 mm

Cther; NIA,

FILLER METALS (GW-404) GAS (Q15-408)

SFA Bpecificalion: 5.0 Percen? Composilion
AWS Specification: ER2209 Gas {Mixlure) Flow Rale
Filer Msalal F-No.: 8 Shiglding: Argon 85,85% 9,2 ¥min,
Weid Molat Analysis A-No.: 8 Traling: NIA

Size of Filler Melal: 2.0 mm Backlng: Nz 90 %/ Hy 10 % 9,0 ¥min.
Olher Nia

Deposited Weld Melal; NiA

POSITION (GW-405)

ELECTRICAL CHARACTERISTICS {QW-409)

NS 9013500 Erev4_C

Position of Groeve: 205{PCY; 5G(PF) Current; 3.8
Weid Progression (Uphill, Down- MiA Liphiil Polarily: negalive
hilly:
Qtfer MNi& NIA Amps.:  BO-70A Volis: 20-21V
Tungsien Elecirode Size: 24mm, 2 % thoriated
Olher: NIA
| PREHEAT {GW-406) TECHNIQUE (QW-410)
Preheal Temp.: NIA Travel Speed: Manual
Interpass Ternp.: 100 —120°C | String of Weave Bead: siing
Chhers N/A Osciltalion: NA
Mulfipass or Single Pass {per Single Pass
Side):
Single or Muiliple Eiectrodes: Single
Olher: WA
SI05B 3040




&
=¥

WSR02.E

QW-483 {Back)

Tensile Test (QW-150)

Page; 2 of 2

PQR Ne.: 30375TE9E30-30

Type of
Ultimale Uilimate Faiture &
Specimen No.: Width Thickness Area Total Load ib Unit Stress PS! Location
APSZA bAT2in 0,173 10n 3,082 @7 9507 .8 | 115548 HAZ
AP102Z2 DA7EIn 0,168 1n ©,0B0 I 9251,6 116074 HAZ
Guided-Bend Tasts {QW-160)
Type and Figure No. Resulls
APQ FFA/B1  [ace bend 180" no defents  salisfactory
AF10  FFBIB2  {dca bend 180" nodefects  =allsfasiory
AP3 RBHIB3  rool band 186" nodefects  salisfactory
AP10  RBB/B4  root hend 1B0°  nodefecls  salisfastory
Toughness Tests (QW-170)
Sperimen Notch Noleh Test tmpact Lateral Exp. Drop Weight
No. Localion Type Temp. Values % Shear Mis Break o Break
Flilet-Weld Test (QW-180)
Resul - Satisfactory: Yes; [0 Nor [ Penetration inlo Parent Metals: Yes: [0 no 2
Macro - Resuiis;
Other Tests
Type of Tost: Macro examination Result: without retmarks
Deposit Analysis: WA
Othet: a} Radiographic Test Resnil: without remarks
1) Liguid Penalrant Test Resull: without remerks
Welder's Nams; Relnhard Weillerd Clock No.: RW Stamp Mo, RW
Tes! conducted by:  TUV Nord eV, Laboratory Test Mo,:  3037STORE30-C

We cerilfy that the statements in {his record are correel and that the les{ welds were prepared, welded and lested in acoordance with

the requirernents of Section IX of the ASME Code.

Date: 12 August 2003

Hle:Feierlar)

TOV Neld e,V., 22525 Hamburg
W. Schbhin

& §

. :
: ,IM

des Technischee Ubziwachaiigs
Verzing Mosd eV,

{Delaf of record of lests are Husirative enly and mav be modifled o eonferm 1o the fype snd number of tests required by the Code )

NS 9013500 Erev4_C




QW-4B3 (Back)

Tensile Test (QW-150)

Page: 2 of 2

POR No.: 30378T08630-30

Type of
Ulirmnate Ulmaie Fallure &
Spacimen No.: Widih Thickhess Area Tolal Load Unit Stress Location
APYS 12.0 mm 4.4 mm 52,8 mm® 42,203 KN 801 Nimm® HAZ
AP10/22 12,1 mm 4,3t 52.0 mm? 41 288 KN 794 Nfimm® HAZ
Gulded-Bend Tests (QW-180)
Type and Figure No. Resulis
APS  FFBIB1  face bend 180°  nodefecls  ealisfactory
AP10  FFB/BZ  face hend 180" mnodefects  salisfagtory
APS RBB/B3  reot bend 1B0*  nodefects  satisfaclory
AP10  REB/B4  root bend 1B0°  nodelects salisfaclony
Toughness Tests {QW.-170}
Specimen tdoteh Notch Test tmpact Lateral Exp, Drop Weight
No, Location Type Temp, Values % Shear Mis Break No Break

Fillet-Weid Test {QW-180)

Yes; [0 Noo [J  Penelralioninio Parent Metals: Yes: I3 wnoo OO

Result - Snlisfaciony:
Macro - Results:

Qther Tests
Type of Test: Macre exarmination Resull: without remasks
Deposl Analysis:  MNA
Other; a) Radiegrephic Test Resuit; withou! remarks
b} Liguid Fenefrapl Test Resulf: withoul remarks
Weider's Name: Reinhard Weilerd Clock No.: RW Slamp Ne. Rwy
Testconducied by: TV Nord e V. Laboratory Test No.:  30378TORG3C-C

We cedily thal lhe stalements in this record are correst and thatl the test welds were prepared, welded and lested in accordence with
the requirements of Section IX of the ASME Code,

TOV Mord 2.V, 22525 Hamburg
W. Schoning

( .r
ey Sm

e3 Teclinischen Uberwachungs-
Veraing Hord e,V

Cater 12 August 2003

sIGOG3030a

{Deta# ol record of fests are iifusiralive only and may be modified o confonn to the type and number of tesis required by the Coda )

NS 9013500 Erev4_C




Wil ol IV UD.U7 oo

WS_30_02 E 01

10
11
12

13
14
15

16
17
18
19
20
21
22
23

24

25

26

27

28

29

30

31
32

33

TuV NORD

QUALIFICATION OF A WELDING PROCEDURE (WPQR)

CERTIFICATE 07 202 120120045/15/V003
Insp. Authority:  TUV NORD Systems GmbH & Co. KG

WPS No.: 003 ASME 1.4571 / Rev.01 File No.: 12012058315-003

Manufacturer: SPX Flow Technology WPQR-No.: Z0583-V003 Revision: 0
Norderstedt GmbH

Address: Werkstralle 4, D-22844 Norderstedt

Requirements: PED 97/23/EC / AD 2000 - HP 2/1/ DIN EN ISO 15614-1

RANGE OF APPROVAL DIN EN ISO 15614-1 AD 2000 - HP 2/1

Welding Process:
Weld type/execution®:
Groove shape:

Parent Material / Group

Pipe Outside Diameter:

Filler Material Type/
Designation:

Gas/ flux

Type of Welding Current:
Heat Input:

Welding Positions:

Parent Material Thickness:

EN ISO 4063 — 141 (GTAW)
P, T, BW, ss, nb, and FW (sl)

Type of joint, acc. to DIN EN ISO 9692-1

X2CrNiMoN22-5-3 (1.4462),
CR ISO/TR 15608, group 10.1

(5,0 mm) t=3,0to 10 mm
(48,3 mm) D =250mm
ISO 14343-A-W 22 9 3 NL

ISO 14175-11-Ar / -N5-NH-10

DC/-

(see WPS)

PA, PB, PC, PD, PE, PF, PH and H-L045

EN ISO 4063 — 141 (GTAW)
P, T, BW, ss, nb, and FW (sl)

Type of joint, acc. to DIN EN ISO 9692-1

X2CrNiMoN22-5-3 (1.4462),
AD 2000-W2, AD 2000-HPO, group 8

t=3,0to 10 mm

D =25,0 mm

Suitability tested according to VdTUV 1153
ISO 14175-11-Ar / -N5-NH-10

DC/-

(see WPS)

PF, PH and PC

Preheat Temperature:
Interpass Temperature:
Post-Weld Heat-Treatment:

(acc. to the respective WPS)
< 120°C, (acc. to the respective WPS)

without

(acc. to the respective WPS)
< 120°C, (acc. to the respective WPS)

without

REMARKS:

TEMPERATURE LIMITA-
TION:

This certification (WPQR) is based on:
1. WPQR acc. to TUV-File-No. 1201Z058314-003,

dated 2014-03-20

2. Las production test acc. to TUV-No. 1201Z2058315-002, dated 2015-04-24
Impact test has not been conducted. Temperature restrictions according to the used parent and filler
metal (see AD 2000 Mbl. W and VdTUV-datasheet of welding consumables) have to be considered,

but maximal +250°C

SCOPE EXTENSION/

Parent and filler material has to be in accordance to European Standards -
filler material acc. to EN 13479, if so AD 2000 and acc. VdTUV Mbl. 1153

LIMITATION:

SPECIAL ADVICE FOR See instructions of EN 1011 ,Recommendations for welding of metallic materials”, Part 1 “General
MANUFACTURING guidance for arc welding” and Part 3 “Arc welding of stainless steels”

EVIDENCE FOR QUAL- For low temperature applications, testing of toughness has to be conducted additional by procedure
ITY ASSURANCE qualification test and / or production test.

Note: Supplementary testing and repetition of procedure test are specified in AD 2000-Merkblatt HP 2/1 chapter 8. If the specified condi-
tions are altered to any appreciable extent, a supplementary test is required. The supplementary test can be performed as a production
test. In the event of the production of pressure vessels or pressure vessel components being discontinued for a period of excess of one

year, procedure testing shall be repeated. It is temporal limited until: March 2016

Certified that test welds were prepared, welded and tested satisfactorily in accordance with the requirements of the code / testing stan-
dard indicated above.

Hamburg, 24.04.2015

J. NuR

Enclosure: 1. WPS No. 002 ASME 1.4571 / Rev.01 Notified body for Pressure Vessels
of TUV NORD Systems GmbH & Co. KG
Identification No. 0045

*Abbreviations see back page

TUV NORD Systems GmbH & Co. KG * Technikzentrum « Competence Center Material- und Welding Technology-
NS 9013500Erev4d C . GrolRe BahnstralRe 31 « 22525 Hamburg
Telephone +49 40 8557-0 « Fax +49 40 8557-2710 « E-mail: technikzentrum@tuev-nord.de

Ubersetzung des vorgedruckten
Formblatt-Textes auf der Riickseite

Translation of printed text

on the reverse side au verso

Traduction des rubiques imprimées
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Deutsch

29

30
31
32

QUALIFIZIERUNG EINES
SCHWEISSVERFAHRENS

Zerlifikat-Nr

Hesstalier - Schweillanwsisung:

Prifsielie

WEFS-Nr.:

WPQR-Nr.:

Revisiors

Herstelier:

Akte-Nr

Anschrifi:

Vorschrift! Pridnorm:

GELTUNGSBEREICH:

Schweilprozess:

Nahtart / Ausfihrung:

Fugenform;

Werkstoff / Grupps:

Grundwarkstoffdicke:
Rohraufisndurchmesser;

Zusatzwerkstofh:

Schutzgas 7 Pulver:

Stromart:

Wérmesinbringung:

Schweifipositionen:

Vorwirmtemperalur:
Zwischeniagentemperatur:
Warmenachbehandlung:

ERWEITERUNG 7 ABGRENZUNG:
Temperaturbegrenzung:.

BESONBERE HINWEISE FUR DIE FERTIGUNG
NACHWEISE ZUR QUALITATSSICHERUNG
Hinwais:

Hiermit wird bestiligt, dass die
PrifungsschweiBungen in Obersinstimmung mit
den Anforderungen der vorbezeichneten
Varschriften bzw, Prifnormen zufriedenstefiend
vorbereilel, geschweillt und geprail wurden,
Ort

Datum der Ausstelitng

Name und Unterschrift

Prirfstells

Anlagen

Abklrzungen:

T Rofr

P Biach

BW. Stumpfnaht

FWw.©  Kehinaht

T Stuizennaht

55; einsaitig

bs: beidseitig

ni: ohne Badsicherung

mb; mit Badsicharung

ag: Ausfugen oder Ausschleifen
ng: ohne Ausfugen oder Ausschielfen
st einlagig

mi mehrlagig .

NS 9013500 Erev4_C

English
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QUALIFICATION OF AWELDING PROCEDURE

Cenrtificate No.:

Matwufacturer's Welding Procedure
Inspecting Authority

WPS No:

WPAR No.:

Revision;

Manufacturer:

File No,

Address:

Code / Testing Standarg:

RANGE OF APPROVAL

Welding Process:

Weld type / execution of weld

Grotve shage

Perent metal / group

Parent Metal thickness:

Pipe Outside Diameter:

Filler Metat Type Designation:

Gas! flux

Type of Welding Current:

Heat input:

Welding Pesitions:

Preheat temperature:

Interpass lemperature:

Post Weld Haat Treatment:

SCOPE EXTENSION / LBATATION:
Temperalure limitation:

SPECIAL ADVICE FOR MANUFACTURING
EVIDENCE FOR QUALITY ASSURANCE
Nate:

Certifiad thai test welds were prepared, welded
and tested satisfactorily in accordance with the
requirements of the code 7 testing standard
indicated abova.

Location
Date of Issue
Mame and Signature

Inspscting Authority
Enclosure
Abbreviations:

T Pipe

P Plate

By, Buil weid
FWW: Fillet weld
TIP: Nozzle weld
58! singie side
bs: both: side
nb: wilhout backing

mb: with backing
g gauging or grinding

ng: wilhout gauging or grinding
sl singte layer
ml muiti Jayer

| Frangais

28

30
3
32

QUALIFICATION DE UN MODE OPERATOIRE
GE SQUDAGE
Certificat no.
fiescriptif ¢° un mode opéraleire de scudage
Drganisme de contrdle
DOMS N°
PV QMOS N*
Reévigion :
Fabricateur:
Dossigr N°
Adresse:
Code ¢ Norme d” essal;
DOMAINE DE VALIDITE
Procédé de soudage
Type da joint / exéculion:
Face:
Matériel / groupe:
paissewr du matériel
Diamatra extérisur:
Caractéristiques du métal d'apport:
Gaz / Fiux:
Nature de courant de soudage:
Apport de chaleur
Positicns de soudage:
Préchauffage température;
Température entre passes:
Traiternent thermique aprés scudags:
EXTENSION ! LIMITATION
Température limitation:
INDICATION POUR FABRICATION
PREUVE OF QUALTEE ASSURANCE
Note:
Nous certiflons que les essals de soudage ont
€ préparés, scudés et contrdies avec succas,
conformément aux exigences du code cu de la
rorme d'assal ¢l. dessus mentionné {e).

Lieu

Date d"émission

Nom et signature
Organisme de Controle
Annexes

Abréviation;
T: Tuyau

P: Tole

BW:  Soudure bout a bout
FW:  Soudure d angle
TiP:  Soudure de raccord
88, seul cote

bs: Double cote

nb: 58NS support

mb: avec support

ge avec affiler

ng: sans affiler

sl soudage monopasse
ml soudage multilayer
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Welder Qualification (WQ)

Customer Huntsman (Singapore) PTE LTD
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Project Name
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(Deutschland)
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WELDER QUALIFICATION

Materialgroup 10

RANGE DIAMETER: >=25mm

RANGE WALLTHICKNESS: 3 mm - 10 mm

NS 90 135 08BElPyv Eechnology Norderstedt GmbH, Werkstrasse 4, 22844 Norderstedt, Tel. (040)52202-0, Fax (040)52202-395




Wik ol IV Uog.Us goe

Designation

WPS-Reference
Welder’s Name:
Identification

Method of Identification
Date and place of birth
Employer

Code/testing standard
Remarks

Job knowledge

Welder qualification ISO 9606-1 141 T BW FM5 S s5,0 D48,3 PH/PC ss n

: 003 ASME 1.4462 / Rev.01

* Weilert., Reinhard (RW)

- 0437093417

. Identity Card

: 19.03.1954, Neuenkirchen

. 8PX Flow Technology Norderstedt GmbH
: 97/93/EG, AD 2000-HP3 / DIN EN 1SO 9606-1

: Die Schweilerprifung wurde im Rahmen einer Arbeitspriifung mit dem Aktenzeichen12012058315-A002

CERTIFICATE 07 202 1201Z0045/15/S/003
TUVNORD

: Priiflaboratorium fiir Druckgeréte
TUV NORD Systems GmbH & Co. KG

- 12012058315-S003

Examining body

Reference No.

geschweildt

: bestanden

Weld test details Range of qualification

Welding process 141 141, 142, 143, 145
Transfer mode
Product type (Plate or pipe) T BT
Joint type BW BW
Parent material group(s) 8.1 1-11
Filler material group(s) FM5 FM5
Filler material (W2293NL) S\ M
Gas / flux ISO 14175 -11-Ar e
Aucxiliaries ISO 14175 -N5-NH-10 e
Type of current and polarity DC (-) —menee
Material thickness
Deposited thickness 5 3-10
Outside pipe diameter (mm) 483 R
Welding position(s) PH/PC PA, PC, PE, PF, H-L045
Weld details ss nb ss nb, ss mb, bs, ss gb, ss fb
Single layer/multi layer
Additional information: keine
Type of test Performed and accepted Not tested
Die Zertifizierungsstelle fur Druckgerate
Visual testing X der TUV NORD SYSTEMS GmbH & Co. KG
Hadiogheghy temng - notifiziert unter 0045
Fracture test X
Bend test X
Notched specimen X Place, Date: Norderstedt, 04.02.2015
Macroscopic examination X Revalidation acc.: Date of welding: 04.02.2015
Additional tests™ X = Validity of approval 03.02.2018
.3a

Revalidation for qualification by examiner or examining body for the

following 2 years (refer to 9.3.b)

Confirmation of the validity by welding coordinator for the following 6 month
(refer to 9.2)

Date Signature

Position or title Date Signature Position or title

NS 90 13500 Erev4_B
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WSQ-03-E 3/99

QW-484 Record of Welder or Welding Operator Qualifica-

tion Tests {See QW-301)

Welder's Name; Reinhard Weiflert Clock Number; Stamp No.. Rw
Welding process used: GTAW Type: Manual
Identification of WPS followed by welder during welding of test coupon: 003 ASME

Base Material welded: SA=780 Thickness: 5,0
Manual or Semiautomatic Variables for Each Process {QW-350) Actual Values Range Qualified
Backing (metal, weld metal, welded from both sides, fiux, etc QW-402) without with an without
ASME P-No.: 10H-1 to ASME P-No. 10H-1 {QW-403) 10H-1 10H-1

(1 Plate Xl Pipe  (enter diameter, if pipe) 483 mm 2 25,4 mm
Filler metal specification (SFA): 5.8 Classification {QW-404) 5.9 58

Filler metal F-No.: 6 6 6

Constmable insert for GTWA or PAW: N/A N/A

Weld deposit thickness for each welding process: 5,86 mm < 10,0 mm
Welding position {1G, 5G, etc.) (GW-405) 2617 56 FH !/ FV0
Progression (uphill/downhifl): N/A N/A

Backing gas for GTAW, PAW or GMAW, fuel gas for OFW (QW-408): S0%N, f 10%H; with

GMAW transfer mode {QW-408): N/A NIA

GTAW welding current type/polarity: DC/- Ber- DC/-

Machine Welding Variables for the Process Used {QW-360) Actual Values Range Qualified
Direct/remote visual control: - —
Automatic voltage control (GTAW): - —
Automatic joind tracking: — —
Welding position {1G, 5, etc.): - —
Consumable insert: — —

Backing {metal, weld metal, welded from both sides, flux, etc.): e -
Guided Band Test Resuits
Guided Band Test Type _ QW-462.2 (Side] Results QW-462.a) {Trans. R& F} Type QOW-462.3(b} (Long. R & F} Results

Radiographic test results {QW-304 and QW-305) satisfactory

{For afernative qualification of groove welds by radiography) (see record no. 86332058360, enclosure APS-12,
dated 2006-01-27)

Fillet Weld Fracture Test satisfactory N/A Length and percent of defects without in.

Marco test fusion N/A Fillet leg size in. x in. Concavity in.

Name: A. Siilau

Laboratory test no.  B633Z058360 / AP9-12

Welding test conducted by TOV NORD Systems GmbH & Co. KG
Mechanical tesl conducted by  TUV NORD Systems GmbH & Co. KG
We certify that the statements in this recard are correct ant that the test coupons were prepared, welded and tested in accor-
dance with the requirements of Section IX of the ASME Code.

Organisation:  TUV NORD Systems GmbH & Co. KG

by: Reinhard Steuck

Date: 2006-02-14

NS9013500Erev4 B




7 ghe

WQ St 1V 06.0

- O © O N O ;5

- b

12
13

14

15
16
1L

18

19
20
21
22
23
24

25

26
27
28
29
30
3

32
33

34

35
36

7

CERTIFICATE 07 202 120120583/14/S/003 TV NORD
Designation  Welder qualification EN 287-1 141 T BW 10.1 S t5 D48,3 PC/PH ss nb

WPS-Reference
Welder's Name
Identification

Method of Identification
Date and place of birth
Employer

Code / Testing Standard
Remarks

Examining - Priflaboratorium fir Druckgeréte
TUV NORD Systems GmbH & Co. KG
: 003 ASME 1.4462 / Rev.01 Reference No.  :1201Z058314-S003
: Kaven, Dennis (DK)
121840231

. Identity Card

© 19.05.1966, ltzehoe

. Bran + Luebbe GmbH, 22844 - Norderstedt

. 97/23/EG, AD 2000-HP 3, EN 287-1

. Welded as a mock up, see test-report-No. 140222.

Job knowledge . acceptable

Weld test details Range of qualification
Welding process 141 141, 142, 143, 145
Product type (Plate or pipe) T TP
Joint type BW BW
Material group(s) 1.4462 (10.1) (X2CrNiMoN22-5-3) 8.9.2, 93,10
Welding consumable(s) S root: S; rest: S, M, nm

Gas / flux

Auxiliaries

Material thickness (mm)
QOutside pipe diameter (mm)
Welding positions

Weld details

I1ISO 14175 -11-Ar
ISO 14175 -N5-NH-10

b

48,3 »>= 25
PC/PH PA, PC, PE, PF, PH
ss nb ss nb, ss mb, bs

Additional information:  According to AD 2000-HP3 in Clause 3.1.2(2): The Groups 9.2 and 9.3 are included only, if welding fillers of the
Groups 8 or 10 are used.

Date of issue :04.02.2014
Performed
Type of test und Not Place :Hamburg

accepted required Validity of approval until :03.02.2016
Visual testing X
Radiography testing X
Macroscopic examination X _
Fracture test X Die Zertifizierungsstelle fur Druckgeréte
Bend test X der TUV NORD SYSTEMS GmbH & Co. KG
Notched specimen X Kennnummer 0045

PROLONGATION OF QUALIFICATION FOR THE FOLLOWING 2 YEARS PROLONGATION FOR APPROVAL BY EMPLOYER/COORDINATOR

BY TUV CERT-CERTFICATION BODY (refer 9.3)

FOR THE FOLLOWING 8 MONTHS (refer 9.2)

Date Signature Position or title Date of Signature Position or title
=gy BN = T rSh. S =Y S0
EB oY et ’5"5f i
o~ i e =
22047 L8
RIFF Weldd4TNS Version 12.0.8.7
NS 90 13500 Erev4_B
Ubersetzung des vorgedruckten Translation of printed text Traduction des rubigues imprimées
Formblatt-Textes auf der Riickseite on the reverse side au verso



WSQ-03-E 3199

QW-484 Record of Welder or Welding Operator Quaiifica-

tion Tests (See QW-301)

Welder's Name: Dennis Xaven

Welding process used: GTAW
ldentification of WP5S followed by welder during welding of test coupon:

Base Material weided: SA-790

Manual or Semiautomatic Variables for Each Process {QW-350)
Backing (mstal, weld meial, weldad from both sides, fiux, etc )(QW-402)
ASME P-No.: 10H-1 to ASME P-No. 10H-1 (QW-403)

D riate E3Pipe  (enier diameter, if pipe)

Filier metal specification (SFAY. 5.5 Ciassification (QW-404)

Filler metal F-No.: 6

Consumabte insert for GTWA ar PAW!

Weld deposhl thickness for each welding precess:

Welding positicn {1G, 5G, et} (QW-405}

Progression {uphili/downhill):

Backing gas for GTAW, PAW or GMAW; fuel gas for OFW (QW-408):
GMAW iransfer mode (QwW-408)

GTAW weiding current {ype/polarity. DC/-

Machine Welding Vatiables for the Process Used (QW-380)
Direclfremote visual control:

Automalic voilage control {(GTAWY):

Automatic joint tracking:

Weiding position (16, 56, elc.):

Consumable inser:

Backing {metal, weld metal, welded from both sides, flux, ete.);

Gutided Band Test Results
QW-462.3{a} {Trans. R & F) Typy

Guided Band Test Type QW-452.2 (Sitdo} Results

Clock Number:

TUV NORD

Stamp Ne.: DK

Type:
003 ASME

Manual

Thickness: 5,0

Actual Values
withoat

10H-1

48,3 mm

58

B

NiA

5.0 mm

26/ 5G

NIA

80%Ng F 10%H;
NA

[alel s

Actual Values

Range Qualified
with an without
10H-1

2254 mm

5.9

8

NIA

< 16,0 mm
FH{FVOC
N/A

with

NiA

DCH-

Range Qualified

OW-462.3{b} l.eng. R & F] Results

Radiographic lest results (QW-304 and QW-305)

salisfactory

(For aiternalive qualification of groove weids by radiography)  (see record no. 1201Z058380-16735-03, dated 2008-03-04)

Filet Weld Fraclure Tesl satisfaclory NfA
Marce test fusion N/A Fillel leg size . X

Welding tesl conducled by TUV NORD Syslems GmbM & Co. KG

Mechanical iesi congducted by  TUV NORD Systems GmbH & Co. KG

Laboralory tesi no.

Length and percent of defects without
Concavily in.

Name: A. Sillay

in.

1201Z058380-167356-03

We cerfify thal the statements in this record are correct ant that the les! coupons were prepared, welded and tested in accor-

dance with the requirements of Section IX of the ASME Code.

Date: 2008-03-11
by:

NS 90 13500 Erev4 B

Organisation:

TUV NORD Systems GmbH & Co, KG
Reinhard Sieuck



D BK F FIN
1 SCHWEISSLR.PRUFUMNGS- 1 SVEISERCERTIFIKAT 1 CERTFICAT HE OUALIFICATICN OF T HITIAARJAN PATEVYYETODISTUS
BESCHEINIGUNG 2 Belegnelse SOUREUR ¢ Koheen meskints
2 Bergichnunyg 3 inspeklionstima 2 Dasgnation 3 Tenhastuslales
3 Profstesiy 4 Framsiillsrans Svejsearicegure 3 Organisme de conlifie 4 Vasmistajan bitsausohje
4 Herslallar-Schweilanwmsung Spatlikalion (WES) 4 Mote spératoire de soudaae du 5 Viila o [lsnvillaessa)
5 Belegie {ieits verdoghar) 5 Jowrnal nn {om mutigly Gensiucteur 8 Hitszajan nimi
£ hame des Schweibers B Bvgjserens navn 5 Wo. de réfgrence {si appicable) 7 Tunnrus f Valokuva
7 Laglimpiion / Folografiz 7 Lagilimalion / Feln 6 Nom tu studsur B Tunmisiamisiaga
8 Af dor Legitimatien 8 Legihmationans arn 7 Idenliication / Fholagraphie & Syntyrndalka ja -palkka / (tarvitiaessa)
8 Geburisdaiom und -on (sl nblig) 8 Fedselsdglo og -sled 7 o nodvendigl 8 hgthode didentificalion 10 Tybriamaja
10 Baschiffig bei 10 Beshefigal hos 9 Dale of licw de naissasce / {51 desandén}| 11 SaSands/ Teswaussiandzidi
31 Vorsend#l f Pelifno:m 11 Standard / notm 10 Employter 12 Huomauius
12 Bemerkung 1% Bemeerkninger i1 Tooe s Normn e’ essai 13 Tielapuollnen koe
13 Fachhundepriiung 13 Jobkendskal 12 Aemargque 14 Hllsauskokesn yksitylshohds! /
14 Prifdalen-Angaben / Goliengshargich 14 Variabier anvandt ved proven f 13 Virilication des cennaissances Patevyysalue
15 Belweifproziessie) Godiendeisesomrdis 14 Elémenls d'essai/ Qomaine de valwité 18 Hitsausprosesst {t)
16 Blech ocer Rohr 1% Svejsemetode{r) 1% Prooédé(s) de soudage 16 Lavy mi putk
17 HNahlan 16 Plage eller ror 16 Tdle ot jube 17 Litosmuble
18 Werkstollgruppein) 17 Semiype 17 Type dajoint 18 Perusaincoyhond (1)
18 Zusaiz f Besithnung 8 Gruntmelariala{s) (Materialegrupps) 18 Groupe du méwsl de base 15 Lisaaine { Tunnisie
24 Bohiszgas § Pulver 18 Tisalsmatsrale / klazsificalion 18 Type du métst d'apport 20 Bunjeksasi ) Jauks
[ 21 Hillesiolie 20 Beskylleisesgss / Pulver 20 Gaz oe protection f Poltrs de soudags 21 Apusinesi
22 Werksiplidicke (rom) 21 Andel (Hjmipemidler 21 buxlaires de soucaps 22 Angenpaksims (mm
24 Roehrauliendurchmessor {mm) 22 Goedstykkelse {mm} 22 EpnissEuf gl maténayu {mm 23 Pulken uvikohatkasije (mmi}
24 SchweiBposiion{sn} 23 Ruorels udvendige diametar {mm} 23 Diamilre exldrigvr du tebe () 24 Hitsausaseniy {-asennot)
25 Ausfugen/ Badsicherung 24 Begsesliting(er) 24 Position{s) de soudags 25 Juuten avaus f Juuntuki
26 Zusitdiche Hinweige sighe 25 Oplugning f Backing 25 [Gougengs / Peprise envers 28 Lisfohjesl hiissusohjeesta aro
Schwilanweisung Ny 28 Yderhigare optysningor | WHS N 26 Dot inlarmalions supplémeniairas sont 7 Yobhty f PhivEmasra
27 ABSé]Eiﬁhﬂ i Tag der Avsgabe 27 Ldior/ Ar f dsto donndes sur la spicilication de 28 TestausmenatelmB / ja § e}/ palitka
2B At dor Privfung 7 und F night § Ori 28 Provnings melode { oy / ikke / sled soudape Mo, 28 Hyvaksytly ] vaaditlr / Hyvaksynnan
28 beslanden fvadangt / Galtigheil der 25 Besthel [ kravel / Gyldiy 6 {daln) 27 Realisfe / Dets d'émmision volmassadloalks
Priifuny 3¢ Visual kontre! 28 Type d'essal [ st/ Non/ Licy 20 BimarmbArginen 1arkastus
30 Sichlpiunyg 21 Radioprafisk pravning 23 acceplabie f requis f Cenifics! valalis 31 Radicgrafia
31 Durchsirahlungsprifung 32 Magnetpulver / peneirant proviing fusgu'au 22 Pinlasaritarkasiug
32 Obedléchentissprofung 33 tdakro- f Mikroshil 30 Visusi 33 Maelro- f Mikeohie
33 Mokio- f Mikeoschlitf 24 Brodprever 31 Badiographis 34 Muorokos "
34 Bruchpridung . 45 Belepaver f Eksaminator 32 Contale nop-destrc des fissures de 35 Taivituskos / TUV Nord GmbH
35 Biegepriung / Snchversiandiger dey 36 Andre prover©) / TUV Nord GmbH sutlace 36 Liskkoken! / Tarkastals
38 Zusaizprifenger ) TUV Nord GmbH 37 *) om rodvendlg, yderligere oplysainger | 83 Macro- / Microscopie 3¥ Tarvitlaessa lisdod fisdlehgeild
37 folis nobwendig, Angoben auf Zusalzblall se b 34 “fexlura 38 Ilybnanlawn / <valvofan onjarnan
38 HestdMigung des regeimiiivan Sinsalzes | 38 Dekreefielse al wrclsorens kortinuerede | 35 Plinge / D%mmissaire-experi da 32 Vaimassacion jsthaminen
gt asbejde irdunfor sortilikatols 35 Aulres [ TUV Notd GrbH 40 Phivays [ Alfskijollus § Asemna tef Brvo
38 Arbeitgeber oder Aufsichispersen gyldighadsomids {7 sur feusille A joindra Bi ndcessaire 41 Tarkasiusiailoksen antaman
48 Daturi/ Unisrschril f Dienstalsiung 38 Arbe;n‘;grver eller Sysisatilsyn a8 A len dp traval regulié A2 Voimassaolan Jatkeminen
Dtfer Tiel 40 Dato ) Underskill / Silling allar el a2 par {'employeur au agent de surveiflance | 45 Pavays | Aliekijoluss / Asema lai srvo
41 Verfangerung der GOlgkeitsdauer 41 Forimnpelse af certifiketels gyldighad 40 Datg  Signalwe 7 Position o lilre
42 der Beschemigung durek Prifsiels 42 2l ekgamialor aller Ins?ai:hons e #1 Prolongafion ga validile
43 Datuntf Untersohiift / Dienstsleiung 43 Dato f Underskilt f Stitling elier ltat 42 par forganisme de conirdle
ader Titel 43 Datef &gns}ura 1 Postilon ou titra

GB PL RUS 8
1 WELDER APPROVAL TEST GERTIFICATE] 1 ‘mwiadettwo spawarze i Vmeragepense aliapmisson 3 INTYG OVER SVETSARPROVNING
2 Daslgnation 2 Npzwa 2 OiGmatrwunye 2 Betecknlng
3 Inspeciing Amnaril?r‘ 3 Jodnestia nadrongaca 3 Hiommmarestnims gabopgrnma 8 Granskare eiler proviingsargenisalion
4 hianulgclurers Welding Procedura 4 Znak spawacza f Numar knniﬂ)lnf 4 ey prs s e SpEE SatToR 4 Tiilverkarens svetsdatablag (WES)
Specification (WPS) & Nurner po'swiadcrenie {fezs¥ isinleie) 5 Huypessian sosyvaema fecns gzl 5 Refaronsniemener [om (llEmnlig)
5 Feferancs Mo. & Nagvisho spawacze § 2L, v pnisen, & Sveisarens namn
| B Welder's Name 7 ‘swiadeciveo Spawaczs f Fologralia 7 Youereprpicnee e 4 serepban 7 Isonlifiering / Fologratl
7 idendifitation [ Phologteph & Rodza) ‘swiadeciwa / {jozali wymagana} B Dars memarmaing seian 8 Metod {8 identifinfing
8 hiethod of igeniiication S Dala | migjsce tedzania B Hptg 1wt poa o 9 Fodelsedalum ach - on | {om sk begls)
& Dale and place of bislh (if required} 0 Zarrudniony w 10 Adeiere pasfinen 10 Arbetsgivare
0 Empleyer i1 Praepisy / Normy }Hedol wymegans T Hewod s gw ssavanies 11 Produkislandard / Provoingssiandard
11 Cede / Testing standard 12 Lwagt 12 dasesan 12 Anmarkring
12 Hemetk 13 CGgzamin kwalilikacyiny 13 NMpnmimniy cretnuniis 13 Arbeiskunnighet
13 Job knowledge 14 Daned Zakres waznosel 14 Joemmser nenvrarsn / afinervs wnescressn [ 34 Datalier om svalsprov / Giflghelsomrdide
14 Weid lest deislis / Range of approval 15 Pracas{e} spawania 15 ikt i rimpnar 15 Swalsmelodi{e)
15 Wedding process{es) 18 Blacha czy urs 16 Hircpomas e s ot 1o ia 16 Pial eilar rér
16 Plate or Fips {7 Rodzaj ziags 17 i non 17 Svatetyp
17 Joint'iype ~ 18 Mmereial rodzimy {grupa) 18 [pwiess sraau 18 Grundmateriaigruppﬁer)
18 Paranl melsl group 19 Oznakowenis dodalkews 19 Blivepnnn anen o i afiaacane f 10 Typ av lillkalsmalerial [ Beeckning
19 Fiter mela [ Designation 20 Gas ochronny { poditopnik 20 amnrmuai cay s f a5 sigddsguser I Svelspuivor
20 (Gas f Flux i 2% Muxerial sodalkowy 21 [ransnraTes nnst esun 21 Hjgipmaterial
23 Puilirias e 22 Grubo's'e materstn frm) 22 Tt warrpsaa hod 22 Materalljockiek (mm?
22 fafefial thicknees fmmy - 23 Srednicq zewngirzna ey (mm) 23t v vgvfin fud 23 Yuerdizmefer ph rér fmm)
23 Piog outside diameter jmm) 24 Porynja spewania 24 sz aenur ey i sumn 24 Svewsldgen
24 Welding positions - 25 Fugowenie | Podiiadki 25 Parsmun mnd £ yoem a paoeiam § 25 tlejsiing / rolstbd
25 fGeyging [ Backing . 26 Dodatkows Lwag! w nsirohei 26 Homuinn e i yhawipsm 26 ‘Yiedigars informagion Hmras ph bifopal
25 Adtiional iInformation is availabis on spaveinicze] Nz RIS SR e endne G svetsdatsblad (WPS) nr
aliached WPS Neo. - . 27 Przeprowadiona { Wydano w dniu 27 Bumnstnens f wvens apoana f 27 UHSr / Dag 15r ulldrdande
27 Podonmed 7 Dale of Issue 36 Rodze| xonlroll/ -- { nig / Mlsisce: 2B Moo sesnamss ) o foe 2B Typ av provning / och / & / Plats
28 Type of st fand 7 aot f Locaton 29 pozytyvinle fwyrnngane / Data wainwesd | 28 [T S meefivaren [ snsisepioors 28 gucékén! HHordrad provning / Giiglom
28 aeceplub! o f required 7 Validity of egaanLOy HenFaRtE 30 Syring
approval unkl 3¢ Ogledziny zewnslizns 88 fnarantsan ppowrpen 31 Ragiografering
3G Visual 31 Badsniz redicleglezne 31 Hlpiseepsn ppiocnennma noio L dpntes 32 Olorsibrande yisprickprovning
31 HAadipgraphy 32 Badanda magnefyczra } ponatiacying 32 lpanepia 6 HHsnmICTRA F500 0 33 Makrn- { Mirounderstkaing
32 Burface cratk lest 33 Mphkro- # 4k zolady 33 Ahwpo F wnwpemap 34 Emﬁzrwning
33 Maerae [ Micro 34 Badanialamiage 34 Hemsoomioe 0p gppoei 35 Bockprovning f Inspektor ay
34 Fraclore 35 Badanla Zginajage / Rrzscroznawen 35 thasenome un et £ oo wen f 38 Annan provning § TUY Most] Grmbe
3% Bend/ sdlhorzed inspector ol 36 Badania dodatkows *} 86 Tetmoamter e nemeeeans { 47 P& bllogal blad om 54 triodras
36 Additional lasis f TUY Horf Gmbr 8¢ *) wymagane dona dodathowe w TR e 38 Arbetsgivarens eller svelsansvasins
37 i necassary, inlormations on sflached zalaczriku 37 e aensfing sooneon s up bekidfielse
shagl 38 Potwierdzertis regularnc'sei prasy FPLIA IO T 38 all konlinverigl svelsarbsls LHdrs
38 Confirmation of permanent welding BRRWACIS (V7T 38 li’n FPBETA HANTE DO [ T 49 Daturn / Undershrit / Staltning elier tits!
dclivilies by i 38 pracodawsa ub asobs nadzonaca T8 s wn o y e ORIELE g 41 Faringr godkdnnands
39 Employar or supervisor {coordinator) 40 Data / Podpis / stopis naukovy 40 Jdava Faveneen d wbancon, naneteopn, | 42 av granskare EIleerVﬂm;}surgﬁmsEunn
40 Date f Signeture { Position or il 41 Przediuiene vainpse 4T Hp Lieie s fuis gnenmg 43 Daium / Undssskil § Stiilining eller et
41 Projonpation of validity 42 ‘sviadestwa przez jednostke, nedzomface | 42 Y woroneimaiis o sTre akon
82 of approval By inspasling owihorily 4% Pein f Pedpis 1 stepieh neukovy i
43 Dale / Signature / Pos#ioh or ile A3 v £ e isttocn s Lo srenenn

NS9013500Erev4 B



Translaiion of a typical certificate

[Some of the netual details will vary pecording 1o the Welder and to which Procedure he is gualified]

1 Welder Approval Test Certificate
2 Designation

EN287-1 141 TBW W11 .., 102 D021 PF/PC ssob’

141 TBW Wil ... 102 D021 PR/PC ssth

3 Inspecting Authority

4 Manufactarers Welding Procedure Designation (WPS)

5 Reference No. 001 and 002

6 Welders Name

7 Identification / Photograph s

B Method of Jdenfification personally known
9

Daie and Place of Birth
i0 Employer
i1 Code / Testing Standard
12 Remarks

EN 287-1 and AD-HP 3

Test house TITV Nord e.V.
Test No, 30375T07120-.....

Bran+Luebbe GmbH, 22844 Norderstedt

Issued as a result of participation of the welder in a Works Test

13 Job Knowledge Acceptable

14 ‘Weld Test Details Range of Approval

15 Weiding Process/es 141 Tungsten Inert Gas {TIG) 141

16 Plate or Pipe Tee & pipe Pipe and Plate

17 Joint Type Full searm butt weld Butt weld , Fillet weld

I8 Parent Metal Group 31871 Stainless steels

19 Filler metal designation With Filler Filler metel of the same type

20 Gas/ Flox EN 435-11 Gas of the same type

21 Auxiligries Root gas BN 439-R1 Anxiliaries of the same type

22 Material Thiclmess (rum) 2075 2:0-15

23 Pipe Outside Diameter {rmm) 213-80 21-160

24 Welding Positions Vertieal / Horizontal All positions

25 Gouging / Backing Single sided on one side Single sided with / without backing

without backing Double sided with back gouging /

grinding

26 Additional Information is available

on attached WPS '

27 Date of Test ...,
Place of Test ...
Validuontl .......

27 Performed

Z8 Type of Test and Not

28 Acceptable Reguired

30 Visual X

31 Radiography X

32 Surface crack Test %

33 Macyo / Micro x

34 Fractuye X

35 Bending test X

36 Avpproval Test * P TUVNod e V.

37 * Necessary Information on attached shest

ig Confinnation of permanent welding activities by

39 Employer or Supervisor (co-ordinator)

40 Date / Signatore / Position or Title

41 Extension of validity
or approval by Test Laboratory
43 Date / Signature / Position or Tifle

Mordersiedt Welders Cortificate trans)ation

NS9013500Erev4 B
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