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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welder Performance Qualification (WPQ)

Rlirpack

WeldOffice WPQ -
Welder's name Berrevoets A, | Test date 28-11-2022
ID Number Verified by DNV WPQ record number A1153205-2-61
Date of birth 27-3-1968 Standard test number N.A, Rev.
Stamp number BA WPS record number 52400 Rev. 0
Company name Airpack Netherlands BV Qualification code AWS D1.1: 2020
Division N.A.
BASE METALS i
Product form Specification (type or grade) Pno. Grp-no. Size Sch. Thick., (mm) Dia. (mm)
Plate API 2H (50) u I . 20
Welded to: Plate API 2H (50) u n - 20
Joint type Fillet
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Plate - Fillet Fillet welds
Base melal Group Il to Group 11 Carbon and Low-Alloy Steel
BASE METAL THICKNESS Groove Fillet Groove Fillet
T T T
Plate thickness (mm)| 7 I 20 - 1 3 min.
Pipe/tube thickness {mm)| - i - i 3 min.
Pipe size (rnm)| - j - - : 600 min.
PROCESS VARIABLES A Actual values RANGE QUALIFIED
Welding process GMAW GMAW
Type Semi-automatic Semi-Automatic, Machine, Automatic
Backing With With
Filler metal specification 5.18 A5 .xx
Filler metal classification E70C-6MH4 All
Weld position (Actual position tested) 3F
Fillet - Plate & Pipe >= 610mm FHV
Fillet - Pipe 73mm o 610mm FHYV
Fillet - Pipe < 73mm FH\V
Progression Up Up
GMAW transfer mode Spray Spray, pulse, globular
Shielding gas/flux AC-20 Ab.xx approved
TESTS
Type of test Acceptance criteria Result Comments
Visual examination per clause 4.9.1 clause 4.9.1.2. Acceptable ARL 2717
1x Break test acc. clause 4.31.4 clause 4.31.4.1 Acceptable =
1x macroscopic examination acc. clause 4.31.2.3 clause 4.31.2.3 Acceptable =
Notes asdDDD
CERTIFICATION
Tests conducted by Maik van den Branden Laboratory test number Report ARJ001-22-12-53197-6
Mechanical tests by Element Breda (NLD) Test file number ARL2717

We cerily lhal the stalemenis in this record are correct and that the tesl welds were prepared, welded and tested in accordance with the requirements ol section 4 of the ANSVAWS D1.1 Struclural Welding Code-Sleel,

Signature 1 Signature 2
Name Signature L /') Name Si Eﬁ T
[FvanToledo / M. van Ginneken DNV i And found to comply with:
Date | Date
19-12-2022 | 19-12-2022 Date: {a 28 ¢~/

— t SigrM —vam Ginneken

WeldOlfice WPQ 2018.01.012

(c) Copyright 2022 C-spec Software. All rights reserved worldwide.

Calalog n° WPQ00026
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding Procedure Specification (WPS)

WeldOffice WPS

WPS record number

Date

52400
14-6-2012

Revision 0

Qualified to

Company name

AWS D1.1/D1.1M:2010
Airpack Netherlands BY

Supporting PQR(s)

Reference docs.

RET 0245029-001-26 - Rev 1

Scope Filletwelds single layer a <= 6 mm and mulli layer filletwelds => 8 mm
Fillet, no PWHT (As-welded)
Joint Joint details for this welding procedure specification in:
Production drawings
BASE METALS THICKNESS RANGE QUALIFIED (mm)
Type Plate P-no. U Grp-no, |l As-welded With PWHT
Welded to Plate P-no. U Grp-no. I Mins M it Mex,
Backing: None P-no. Grp-no. Complete pen, C B B %
Retainers None Impact tested = - - i
Notes Partial pen. - - - -
Fillet welds no min, no max, - -
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max. Min, Max.
Nominal pipe size 610, no max. - l E
FILLER METALS THICKNESS RANGE QUALIFIED {mm)
As-welded With PWHT
SFA Classification F-no. A-no Chemical analysis or Trade name
Min. Max. Min. Max.
GMAW 5.18 E70C-6MH4 6 - Lincoln, Cutershietd MC715-H 3, no max. b | L]
Sup. filler - - - - - - None -
WELDING PROCEDURE

Welding process GMAW
Type Semi-automatic
Minimum preheat/interpass temperature (°C) 10
Maximum interpass temperature {°C) 188
Filler metal size {mm) 1.2
Layer number All
Pasition \
Weld progression Uphill
Current/polarity DCEP (reverse polarity}
Waveform control
Energy (v
Power (Urs)
Amperes 127 - 167
Volts 14,7- 171
Travel speed (mm/min) 54-112
Maximum heat input (kJ/mm) 1,88
Wire feed speed (m/min) 0,
Arc transfer mode Short-circuiting
Shielding: Gas type AC-20 (A5.32 SG-)
Flow rate (Vmin) 12-22
Trailing: Gas type None
Flow rate (lmin) i
Backing: Gas type None
Flow rate (U/min) -
String or weave Stringer or Weave
Orifice/gas cup size 15
C.TW.D {mm) 15
Mutti/Single pass per side Multiple passes
Multi/single electrode Single electrode
Maximum pass thickness (mm) 5
Weld deposit chemistry -
Notes
WeldOffice WPS 2018.03.001 (¢) Copyright 2022 C-spec Software. All rights reserved worldwide.
Calalog n® WPS00018
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Airpack Netherlands BV

- k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
"-'Puc AWS - Welding Procedure Specification (WPS)
Netherands REESGG——— WeldOffice WPS

WPS record number $2400 Revision 0 Qualified to AWS D1.1/D1.1M:2010
Date 14-6-2012 Company name Airpack Netherlands BV
PREHEAT TABLE

Applicable standard

AWS D1.1 (Category A) For thickness 3 to 19(mm): 0{°C). Preheat fo 20(°C) if the base metal temperature is below 0(°C).
Over 19 thru 38.1(mm): 66(°C).

Over 38.1 thru 63.5(mm): 107(°C).

Over 63.5(mm): 150(°C).

Initial/interpass cleaning

TECHNIQUE
Peening Not used
Surface preparation Grinding

Brushing and Grinding

Back gouging method None
NOTES
Signature 1 Signature 2
Name Signature Name Signature
Date Date
WeldOffice WPS 2018.03.001 {¢) Copyright 2022 C-spec Sottware. ff rifkys served worldwide.
g Page 2 of 2
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element

Arjan Roza Lastechniek
G. Sterkenburgstraat 38
4268 GS MEEUWEN

Element Materials Technology
Voorerf 18

4824 GN Breda

NL

P 431 (0)76 5424 300

F 431 (0)76 5424 848
Info.breda@element.com
element.com

Bank ABN AMRO, Amsterdam
BIC  ABNANL2A

IBAN NL74ABNA0529117738
BTW NLB056.95.333.B01

KvK 24170257

Date(s) tested
Date reported

0 13-12-2022
0 13-12-2022

Element report number : ARJ001-22-12-53197-6

Customer reference

TEST REPORT

: ARL2717

WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with

Purchaser
Purchase order no.

Manufacturer
WPS

Description of sample(s)
Dimension(s)

Group number

Material grade

Welding process(es)
Filler
Brand and type

: AWS D1.1:2020
: Arjan Roza Lastechniek BV
: ARL2717

: Airpack Nederland BV.
: §2400

: Plate with filletweld multipass
: 380x150x20 mm
-
: API 2W grade 50 - APl 2W grade 50

: GMAW (metal cored)

: SFA 5.18 : ET0C-6MH4, F-number 6
: Lincoln Electric Outershield MC715-H

Shielding gas : AC-20 (A5.32 SG-)

Backing gas s N.A.

Welding position 1 3Fu

Preheat / Interpass temp. :10°C/ 188 °C

Joint type : Fillet weld

Welder/Operator
Numbers(s) Welder(s) Specimen Resuits
ARL2717-6 Berrevoets A. 53197-6/1,2 Acceptable
ARL2717-7 Wesdorp J. 53197-7/1,2 Acceptable

@[&\ ARJ001-22-12-53197-6

V ]

Element Breda is a trade name of Element Materials Technology Rotterdam B.V. Unless explicitly agreed upon otherwise in writing our “General Terms and Conditions for activities performed by Element

Materials Technology Rotterdam B.V.”, apply.

ET_1018_03



Date(s) tested: 13-12-2022

©) clement B e My

Report No.: ARJ001-22-12-53197-6
FILLET WELD BREAK TEST
Test method: AWS D1.1 Test temperature: R.T.
Specimen Qty | Results Remark
53197-6/1 | 1x No weld defects observed. Acceptable
53197-7/1 | 1x No weld defects observed. Acceptable
MACRO EXAMINATION
Method: ASTM E3 Magnification: 5x
Specimen Qty [ Etchant: Observations: Result
53197-6/2 | 1x Nital No significant inclusions or other defects Acceptable
53197-7/2 | 1x Nital No significant inclusions or other defects Acceptable

[Swnressed [ Reviewed

And found to comply with:

The above mentioned items satisfy the requirements.

pate: 7@, 72-42-T 4 -

Sign: M. van Ginneken

Element Materials Technology

All characteristics of the above object(s) have, as far as accessible and relevant, been verified by Element Materials Technology Rotterdam b.v. (Element}. Ot
purchaser. This information was verified as far as possible and has been copied into this report, unchanged. Element does not bear responsibility for the correctness of this submitted information.
Any kind of "witnessing” and conclusions by a third party is not covered by the RVA accreditation L063 and is no part of the Element report. We hereby certify that the reported test data is correct
and that the above object{s) was {were) tested/examined in accordance with purchaser’s requirements and/or the above procedure(s) and/or code(s)/specification(s). If a declaration of conformity
is issued in the report with regard to compliance with a specification or standard, this declaration is only applicable to the product(s) examined. In this assessment, the decision rule is applied that
assumes that the expanded measurement uncertainty is not included in the assessment. Unless otherwise stated in the test standard or accreditation rules, the rounding rule according to IS0 80000-
1 Annex A Rule B is used. On occasion a test is subcontracted by Element, the accreditation number of the subcontracted party is reported. Interpretations, opinions, conclusions and advice are
partly based on the examination results and partly on information supplied by the purchaser. This report has legal value only when furnished with an authorized signature. If, upon reproduction, only
part of this report is copied, Element will not bear any responsibility for content, purport and conclusions of that reproduction.

/{,:3\:\

@h‘\\ ARJO01-22-12-53197-6
1LSTIRG page 2 of 2
AVAL 06

Element Breda is a trade name of Element Materials Technology Rotterdam B.V. Unless explicitly agreed upon otherwise in writing our “General Terms and Conditions for activities performed by Element
Materials Technology Rotterdam B.V.”, apply.
ET_1018_03
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Rlirpack

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welder Performance Qualification (WPQ)

WeldOffice WPQ
Welder's name Waesdorp J. | Test date 28-11-2022
1D Number Verified by DNV | WPQ record number A1153205-2-62
Date of birth 12-9-1996 | Standard test number N.A, Rev. -
|
Stamp number JwW WPS record number $2400 Rev. 0
Company name Airpack Netherlands BV Qualification code AWS D1.1:2020
Division N.A. |
BASE METALS ok
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Plate API 2H (50) u I - . 20 -
Woelded to: Plate API 2H (50) u 1] - - 20 -
Joint type Fillet
VARIABLES Actual values B RANGE QUALIFIED
Type of weld joint | Plate - Fillet Fillet welds
Base metal | Group Il to Group Il Carbon and Low-Alloy Steel
BASE METAL THICKNESS Groove Fillet Groove Fillet
T T
Plate thickness {mm) - | 20 - 1 3 min.
Pipe/tube thickness {mm) - : - - : 3 min.
Pipe size (mm) - : = : 600 min.
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GMAW GMAW
Type Semi-automatic Semi-Automatic, Machine, Automalic
Backing With With
Filler metal specification 5.18 AB.xx
Filler metal classification E70C-6MH4 All
Weld position (Actual position tested) 3F
Fillet - Plate & Pipe >= 610mm F.HV
Fillet - Pipe 73mm to 610mm FHV
Fillet - Pipe < 73mm| FHV
Progression | Up Up
GMAW transfer mode I Spray Spray, pulse, globular
Shielding gas/flux { AC-20 A5.xx approved
TESTS
Type of test Acceptance criteria Result Comments
Visual examination per clause 4.9.1 clause 4.9.1.2. Acceptable ARL 2717
1x Break test acc. clause 4.31.4 4.31.41 Acceplable -
1x macroscopic examinalion acc. clause 4.31.2.3 clause 4.31.2.3 Acceplable -
Notes
CERTIFICATION
Tests conducted by | Maik van den Branden Laboratory test number Report ARJ0O01-22-12-53197-6
Mechanical tests by E Element Breda (NLD) Test file number ARL2717

We certily lhat the slalements in this record are correct and thal the test welds were prepared, welded and lested in accordance wilh the requiremenls ol section 4 of the ANSIAWS D1.1 Structural Welding Code-Steel.

viewed

Signature 1 Signature 2

Name Signature Name

F. van Toledo / e M. van Ginneken DNV £ Nf—# And found to comply with:
Ijaie e T A i Date R ey é 5,

19-12-2022 19-12-2022 7 5

aazezgggz,_/z &4

M—van-Ginfek

-
Stgft

WeldOlffice WPQ 2018.01.012

(c) Copyright 2022 G-spec Sollware. All righls reserved worldwide.

Calalog n® WPQ00027
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding Procedure Specification (WPS)

WeldOffice WPS

WPS record number 52400 Revision 0 Qualified to AWS D1.1/D1.1M:2010
Date 14-6-2012 Company name Airpack Netherlands BV
Supporting PQR(s) RET 0245029-001-26 - Rev 1
Reference docs.
Scope Filletwelds single layer a <= 6 mm and multi layer filletwelds => 8 mm
Fillet, no PWHT (As-welded)
Joint Joint details for this welding procedure specification in:
Preduction drawings
BASE METALS THICKNESS RANGE QUALIFIED (mm)
Type Plate p-no. U Grp-no. Il As-welded With BwHT
Welded to Plate P-no. U Grp-no. I Min. e Mg M
Backing: None P-no. Grp-no. Complete pen. - - - -
i Impact tested - - - =
Retainers None
Partial pen. - - - -
Notes
Fillet welds no min. no max. - -
DIAMETER RANGE QUALIFIED {mm)
As-welded With PWHT
Min, Max. Min. Max.
Nominal pipe size 610, no max. s | .
FILLER METALS THICKNESS RANGE QUALIFIED (mm)
As-welded With PWHT
SFA Classification F-no. A-no. Chemical analysis or Trade name
Min. Max. Min, Max.
GMAW 5.18 E70C-6MH4 6 = Lincoln, Outershield MC715-H 3, no max. - ‘ -
Sup. filler " = = - ) - None -
WELDING PROCEDURE

Welding process
Type

Filler metal size
Layer number
Position

Weld progression
Current/polarity
Waveform control
Energy

Power

Amperes

Volts

Travel speed
Maximum heat input
Wire feed speed

Arc transfer mode

Shielding: Gas type
Flow rate
Trailing: Gas type
Flow rate
Backing: Gas type
Flow rate
String or weave

Orifice/gas cup size
C.TW.D

Multi/Single pass per side
Multifsingle electrode
Maximum pass thickness
Weld deposit chemistry

Notes

Minimum preheat/interpass temperature {*C)

Maximum interpass temperature

c)

(mm)

)
(1s)

(kJ/mm)
(m/min)

(Vmin)

(miny

(/min)

{mm)

(mm)

GMAW
Semi-automatic
10
188
1,2
All
Vv
Uphill
DCEP (reverse polarity)

127 - 157
14,7-171
54-112
1,88
0,
Short-circuiting
AC-20 (A5.32 SG-)
12-22
None

None
Stringer or Weave
15
15
Multiple passes
Single electrode
5

&

WeldOftice WPS 2018.03.001

(c) Copyright 2022 C-spec Software. All righls reserved worldwide.

Catalog n° WPS00018

Page 1 of 2
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zlerikzee, The Netherlands
AWS - Welding Procedure Specification (WPS)
WeldOffice WPS

AWS D1.1/D1.1M:2010

WPS record number S2400 Revision 0 Qualified to

Date 14-6-2012 Company name Airpack Netherlands BV
PREHEAT TABLE

Applicable standard

AWS D1.1 (Category A)

For thickness 3 to 18{mm): 0(°C). Preheat to 20{°C) if the base metal temperature is below 0{°C).

Over 19 thru 38.1(mm): 66(°C}.
Over 38.1 thru 63.5(mm): 107{°C).
QOver 63.5(mm): 150(°C}.

Initialinterpass cleaning

TECHNIQUE
Peening Not used
Surface preparation Grinding

Brushing and Grinding

Back gouging method None
NOTES
Signature 1 Signature 2
Name Signature Name Signature
Date Date
‘WeldQifice WPS 2018.03.001 (c) Copyright 2022 C-spec Soflware. All rights reserved worldwide.

Catalog n® WPS00018

Page 2 of 2



Element Materials Technology P +31 (0)76 5424 300

element Vaorerf 18 F 431 (0)76 5424 848
4824 GN Breda Info.breda@element.com
NL element.com

Arjan Roza Lastechniek
G. Sterkenburgstraat 38
4268 GS MEEUWEN

Bank ABN AMRO, Amsterdam
BIC ABNANLZ2A

IBAN NL74ABNA0529117738
BTW NL8056.95.333.801

KvK 24170257

Date(s) tested 0 13-12-2022
Date reported 0 13-12-2022
Element report number : ARJ001-22-12-53197-6

Customer reference  : ARL2717

TEST REPORT

WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with
Purchaser
Purchase order no.

Manufacturer
WPS

Description of sample(s)
Dimension(s)

Group number

Material grade

Welding process(es)
Filler
Brand and type

:AWS D1.1:2020
: Arjan Roza Lastechniek BV
: ARL2717

: Airpack Nederland BV.
: 52400

: Plate with filletweld multipass
: 380x150x20 mm
-
: AP| 2W grade 50 - APl 2W grade 50

: GMAW (metal cored)
: SFA 5.18 : E7T0C-6MH4, F-number 6
. Lincoln Electric Outershield MC715-H

Shielding gas : AC-20 (A5.32 SG-)
Backing gas i N.A.
Welding position : 3Fu
Preheat / Interpass temp. :10°C/ 188 °C
Joint type : Fillet weld
Welder/Operator
Numbers(s) Welder(s) Specimen Results
ARL2717-6 Berrevoets A. 53197-6/1,2 Acceptable
ARL2717-7 Wesdorp J. 53197-7/1.2 Acceptable
- Wed [E’Reviewed
g‘é‘ &M%‘*«_;\ And found to comply with:
%s 5"5 pate: W22 -/2 - 24
AN NS sign: M. van Ginneken
‘K@fﬁ\\ ARJ0O01-22-12-53197-6
]

Element Breda is a trade name of Element Materials Technology Rotterdam B.V. Unless explicitly agreed upon otherwise in writing our “General Terms and Conditions for activities performed by Element

Materials Technology Rotterdam B.V.”, apply.
ET_1018_03




element

FILLET WELD BREAK TEST

Date(s) tested: 13-12-2022
Date reported: 13-12-2022
P.C. No.: ARL2717
Report No.:

ARJ001-22-12-53197-6

Test method: AWS D1.1

Test temperature: R.T.

Specimen Qty | Results Remark
53197-6/1 | 1x No weld defects observed. Acceptable
53197-7/1 | 1x No weld defects observed. Acceptable

MACRO EXAMINATION

Method: ASTM E3

Magnification: 5x

Specimen Qty | Etchant: Observations: Result
53197-6/2 | 1x Nital No significant inclusions or other defects Acceptable
53197-7/2 | 1x Nital No significant inclusions or other defects Acceptable

The above mentioned items satisfy the requirements.

el

Maik van

Element Materials Technology

All characteristics of the above object(s) have, as far as accessible and relevant, been verified by Element Materials Technology Rotterdam b.v. (Element). Other information was provided by the
purchaser. This information was verified as far as possible and has been copied into this report, unchanged. Element does not bear responsibility for the correctness of this submitted information.
Any kind of "witnessing” and conclusions by a third party is not covered by the RVA accreditation LO63 and is no part of the Element report. We hereby certify that the reported test data is correct
and that the above object(s) was (were) tested/examined in accordance with purchaser’s requirements and/or the above procedure(s) andfor code(s)/specification(s). I a declaration of conformity
is issued in the report with regard to compliance with a specification or standard, this declaration is only applicable to the product(s) examined. In this assessment, the decision rule is applied that
assumes that the expanded measurement uncertainty is not included in the assessment. Unless otherwise stated in the test standard or accreditation rules, the rounding rule according to 150 80000
1 Annex A Rule B is used. On occasion a test is subcontracted by Element, the accreditation number of the subcontracted party is reported. Interpretations, opinions, conclusions and advice are
partly based on the examination results and partly on information supplied by the purchaser. This report has legal value only when furnished with an authorized signature. If, upon reproduction, only
part of this report is copied, Element will not bear any respensibility for content, purport and conclusions of that repreduction.

—
Wy

N
1ISTIRG
RvA L 0]

ARJO01-22-12-53197-6

page 2 of 2

Element Breda is a trade name of Element Materials Technalogy Rotterdam 8.V. Unless explicitly agreed upon otherwise in writing our “General Terms and Conditions for activities performed by Element

Materials Technology Rotterdam B.V.", apply.

ET_1018 03
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welder Performance Qualification (WPQ)

ethedands IR WeldOffice WPQ

Welder's name Berrevoets A. Test date 28-11-2022

ID Number Verified by DNV WPQ record number A1153205-2-63

Date of birth 27-3-1968 Standard test number N.A. Rev. -
Stamp number BA WPS record number 52600 Rev. 1

Company name

Airpack Netherlands BV

Qualification code

AWS D1.1:2020

Division N.A.
BASE METALS
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick, (mm) Dia, {mm)
Plate API 2H (50) U 1] - - 20 -
Woelded to: Plate API 2H (50) u I - - 20 -
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Plate - Groave Groove, Fillet, Plug and Slot welds ( T-,Y-,K-Greove PJP only)
Base metal Group Il to Group Il Carbon and Low-Alloy Steel
BASE METAL THICKNESS Groove Fillet Groove Fillet
Plate thickness (mm}) 20 & 3 - 40,0 3 min.
Pipeftube thickness (mm) - - 3 - 40,0 no limit
Pipe size (mm) - ; - 600 min. no limit
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GMAW GMAW
Type Semi-automatic Semi-Autormatic, Machine, Automatic
Backing With With
Filler metal specification 5.18 AB.xx
Filler metal classification E70C-6MH4 All
Weld position (Actual position tested) 2G
Groove - Plate & Pipe >= 610mm FH
Groove - Pipe 73mm lo 610mm -
Groave - Pipe 73mm -
Fillet - Plate & Pipe >= 610mm FH
Fillet - Pipe 73mm 1o 610mm FH
Fillet - Pipe < 73mm FH
Progression - E:
GMAW transfer mode Short-circuiting Short-circuiting
Shielding gas/flux AC-20 A5.xx approved
TESTS
Type of test Acceptance criteria Result Comments
2 transverse side bends acc. clause 4.9.3.1 clause 4.9.3.3 Acceptable -
Visual examination per clause 4.9.1 clause 4.9.1.1 Acceptable Report ARL2717

Notes

CERTIFICATION

Tests conducted by
Mechanical tests by

Maik van den Branden
Element Breda {NLD)

Laboratory test number
Test file number

Report ARJ001-22-53197-3
ARL2717

We cerlify that the slatements in this record are correct and that the test welds were prepared, welded and tested in accordance wilh the requirements of seclion 4 of the ANS/AWS D1.1 Structural Welding Code-Steel.

Signature 1

Signature 2

Name Signature

Name

‘W CHfiitnessed [WReviewed

F. van Toledo
Date
19-12-2022

M. van Ginneken DNV

Date

18-12-2022

ézp' N And found to comply with:
\%&; / Date:z_@zz_/z "Z/
\ Sign: M. van Ginneken

WeldOffice WPQ 2018.01.012

(c) Copyright 2022 C-spec Software, All rights reserved worldwide.

Calalog n° WPQ00028
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AWS - Welding Procedure Specification (WPS)

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

WeldOffice WPS
WPS record number 52600 Revision 1 Qualified to AWS D1.1/D1.1M:2015
Date 1-6-2016 Company name Airpack Netherlands BV
Supporting PQR(s) RET0278780/TK/001 - Rev 1
Reference docs.
Scope
Groove, fillet, no PWHT (As-welded), impact testing
Joint Joint details for this welding procedure specification in:
Production drawings
BASE METALS THICKNESS RANGE QUALIFIED (mm)
Type Plate P-no. U Grp-no. I As-welded With PWHT
Welded to Plate P-no. U Grp-no. Il ik M M M,
Backing: None P-no. Grp-na. Complete pen. 3, 8, - -
Rotalrars None Impact tested 3, 8, - 2
Notos Partial pen. 3, 8, - -
Fillet welds no min. no max. - -
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max. Min. Max.
IEminal plpe size 610, no max. - -
FILLER METALS THICKNESS RANGE QUALIFIED {mm)
As-welded With PWHT
SFA Classification F-no. A-no. Chenmical analysis or Trade name
Min. Max. Min, Max.
GMAW 5,18 E70C-6MH4 6 Lincoln, Outershield MC715-H 3, 8, - &
GMAW - - - -
GMAW = - - -
Sup. filler - Required -
Suppl. filler metal vol. (mm?)| -
WELDING PROCEDURE
Welding process GMAW GMAW GMAW
Type Semi-automatic Semi-automatic 1 Semi-automatic
Minimum preheat/interpass temperature (°C) 10 10 ‘ 10
Maximum interpass temperature (o] 174 : 174 : 174
Filler metal size (m) 1,2 1 12 ; 1,2
Layer number Root : Fill : Cap
Position FH : EH : FH
Weld progression Not applicable ; Not applicable i Not applicable
Current/polarity DCEP {reverse polarity) : DCEP (reverse polarity) DCEP (reverse polarity)
Waveform control Not Used ! Not Used Not Used
Energy (0] Not Used Not Used Not Used
Power (/s) Not Used Not Used | Not Used
Amperes 80 - 100 175-185 : 175-185
Volts 14-17 | 19-21 | 10-21
Travel speed (mm/min) 110- 120 j 460 - 500 : 440 - 470
Maximum heat input (kd/mm) 0,57 - 0,70 : 0,40-0,49 : 0,44 - 0,53
Wire feed speed {m/min} Not used , Not used ; Not used
Arc transfer mode Short-circuiting : Short-circuiting Shert-circuiting
Shielding: Gas type AC-20 (A5.32 SG-) i AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
Flow rate (Mmmin) 14-16 14 -16 14-16
Trailing: Gas type None None None
Flow rate (Vmin) - - ! -
Backing: Gas type None None ! None
Flow rate (i/min) - i - : -
String or weave Stringer or Weave 1 Stringer or Weave , Stringer or Weave
Orifice/gas cup size 15 ; 15 1 15
C.TW.D {mm) 15 s 15 15
Multi/Single pass per side Single pass s Multiple passes Multiple passes
Multi/single electrode Single electrode Single electrode Single electrode
Maximum pass thickness (mm}) 5 5 : 5
Weld deposit chemistry - - i -
Notes . - : s

®)

WeldOHice WPS 2018.03.001

(c) Copyright 2022 G-spec Software. All rights reseryed worldwide.

Catalog n* WPS00037
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ack

dands TR

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding Procedure Specification (WPS)
WeldOffice WPS

WPS record number
Date

52600
1-6-2016

Revision 1

Qualified to
Company name

AWS D1.1/D1.1M:2015
Airpack Netherlands BV

PREHEAT TABLE

Applicable standard

AWS D1.1 (Category B)

For thickness 3 to 19{mm): 0(°C).
Over 19 thru 38.1(mmj): 10(°C}.
Over 38.1 thru 63.5(mm): 66(°C).
Over 63.5(mm): 107(°C).

Preheat to 20(°C) if the base metal temperature is below 0(°C).

Initial/interpass cleaning
Back gouging method

TECHNIQUE
Peening Not used
Surface preparation Grinding

None

Brushing and Grinding

NOTES

Signature 1

Signature 2

Name

Signature

Name

Signature

F. van Toledo

Date

1-6-2016

Date

WeldOffice WPS 2018.03.001

{c) Copyright 2022 C-spec Soflware. All rights reserved worldwide.

Calalog n* WPS00037
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element

Arjan Roza Lastechniek
G. Sterkenburgstraat 38
4268 GS MEEUWEN

Element Materials Technology

P +31 (0)76 5424 300

Voorerf 18 F +31 (0)76 5424 848

4824 GN Breda Info.breda@element.com

NL element.com
Bank ABN AMRO, Amsterdam
BIC  ABNANLZ2A
IBAN NL74ABNAD529117738
BTW NL8056.95.333.801
KvkK 24170257

Date(s) tested 1 13-12-2022

Date reported 1 13-12-2022

Element report number : ARJ001-22-12-63197-3

Customer reference

TEST REPORT

1 ARL2717

WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with

Purchaser
Purchase order no.

Manufacturer
WPS

Description of sample(s)
Dimension(s)

Group number

Material grade

Welding process(es)
Filler

Brand and type
Shielding gas
Backing gas

Welding position

Preheat / Interpass temp.

: AWS D1.1:2020
: Arjan Roza Lastechniek BV
: ARL2717

: Airpack Nederland BV.
: 52600

. Plate with Single-V-groove

: 600x400x20 mm

-l

: APl 2W grade 50 - API 2W grade 50

: GMAW (metal cored)

: SFA 5.18 : E7T0C-6MH4, F-number 6
: Lincoln Electric Outershield MC715-H
: AC-20 (A5.32 SG-)

:NLA

:2G
:10°C/ 196 °C

Welder/Operator
Numbers(s) Welder(s) Specimen Results
ARL2717-3 Berrevoets A. 53197-3/1,2,34 Acceptable
n B—M&eed E’Reviewed
\ =\ And found to comply with:
Date: @22 18 4
Sign: M. van Ginneken
)
W\ ARIO01-22-12-53197-3
1STIRG page 10of 2
RvA L 06

Elernent Breda is a trade name of Element Materials Technology Rotterdam B.V. Unless explicitly agreed upon ctherwise in writing our “General Terms and Conditions for activities performed by Element

Materials Technology Rotterdam B.V.", apply.

ET_1018_03




Date(s) tested: 13-12-2022
ele [ I l e [ ]'I: Date reported: 13-12-2022
P.O. No.: ARL2717

Report No.: ARJ001-22-12-53197-3

GUIDED BEND TEST
Test method: ASME IX (QW-162) Test temperature: R.T.

Specimen Type Size Former Roller Bend Results Remark
[mm] [mm] distance Angle
[mm] []

53197-3/1 | Side bend 20x10 40 65 180 Acceptable
53197-3 /2 | Side bend 20x10 40 65 180 Acceptable

C]

The above mentioned items satisfy the requirements.

Element Materials Technology

All characteristics of the above object(s) have, as far as accessible and relevant, been verified by Element Materials Technology Rotterdam b.v. {Element). Other information was provided by the
purchaser. This information was verified as far as possible and has been copied into this report, unchanged. Element does not bear responsibility for the correctness of this submitted information.
Any kind of “witnessing” and conclusions by a third party is not covered by the RVA accreditation L063 and is no part of the Element report. We hereby certify that the reported test datais correct
and that the above object(s) was (were) tested/examined in accordance with purchaser’s requirements and/or the above procedure(s) and/or code(s)/specification(s). If a declaration of confermity
is issued in the report with regard to compliance with a specification or standard, this declaration is only applicable to the product{s) examined. In this assessment, the decision rule is applied that
assumes that the expanded measurement uncertainty is not included in the assessment. Unless otherwise stated in the test standard or accreditation rules, the rounding rule according to 150 80000-
1 Annex A Rule B is used. On occasion a test is subcontracted by Element, the accreditation number of the subcontracted party is reported. Interpretations, opinions, conclusions and advice are
partly based on the examination results and partly on information supplied by the purchaser. This report has legal value only when furnished with an authorized signature. If, upon reproduction, only
part of this report is copied, Element will not bear any responsibility for content, purport and conclusions of that reproduction,

\\l
N l\‘ ARJ001-22-12-53197-3
1[STING page 2 of 2
RvA L 061

Element Breda is a trade name of Element Materials Technology Rotterdam B.V. Unless explicitly agreed upon otherwise in writing our “General Terms and Conditions for activities performed by Element
Materials Technology Rotterdam B.V.", apply.
ET_1018_03
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN, Zierikzee, Netherlands

ASME Section IX - Welder Performance Qualification (WPQ)

Netherlands InEEEEEN- WeldOffice WPQ
Welder's name J. Wesdorp Test date 1/14/2020
1D Number 5171457148 WPQ record number A0790080-1
Date of birth 9-12-1996 Standard test number N.A. Rev. -
Stamp number Jw WPS record number P2250 Rev. 1

Company name

Airpack Netherlands BV

Qualification code

ASME Section IX: 2019

Division
BASE METALS (QW-403)
Product form Specification {type or grade) P no, Grp-no. Size Sch. Thick, (mm) Dia. (mm)
Pipe SA-106 (B) 1 1 50,80 XS 554 60,33
Welded to: Pipe SA-106 (B) 1 1 50,80 XS 5,54 60,33
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Pipe - Graove Groove and Fillet welds
Base metal P1to P1 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillet Overlay Groave Fillet Overlay
Plate thickness (mmy} - - - no limit no limit -
Pipeftube thickness (mm) 5,54 - - no limit no limit -
Pipe diameter (mm} 60,33 - - 254 min no limit -
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GTAW GTAW
Type Manual Manual
Backing Mo backing used With, without
Filler metal specification 5.18 5.x¢
Filler metal classification ER708-3 Any
Filler metal F-number 6 6
Filler metal variety (QW-404.23) Bare (solid) Solid, metal cared
Consumable insert None Without
Number of layers deposited 3
Weld deposit thickness (mm) 554 11,08 max
Weld position (Actual position tested) 6G
Groove - Plate & Pipe > 610mm All
Groove - Pipe 73mm to 610mm All
Groove - Pipe 73mm All
Fillet - Plate & Pipe > 610mm All
Fillet - Pipe 73mm to 610mm All
Fillet - Pipe < 73mm All
Progression Up Up
Backing gas Without With, without
GTAW welding current/polarity DCEN (straight polarity) DCEN (straight polarity)
TESTS
Type of test Acceptance criteria Result Comments
2 traverse face bends per QW-161.2, QW-463.2(d) and QW-462.3(a) QW-163 Acceplable see - ASME IX QW-452.1(a) Note 1
2 traverse root bends per QW-161.3, QW-463.2(d) and QW-462.3(a) QwWw-163 Acceptable see - ASME IX QW-452.1(a) Note 1
Visual examination per QW-302.4 Qw-194 Acceplable

Notes

This WPQ is based on PQR RET 0245029-001-18

CERTIFICATION

Tests conducted by
Mechanical tests by

Element Breda (NLD}
MN.A.

Laboratory test number
Test file number

ARJ001-20-01-39594-2
ARL2503-3

We cerlify that the statements in this record are correct and that the test welds were prepared, welded and tested in accardance with the requirements of Section 1X of the ASME Code.

Signature 1 Signature 2
Name Signature 1) Name Signature
F. van Tolado / M. van Ginneken DNV R S e s R
I narefora nat have has dat ten
5 signatures.
8 L i / Date M van Ginneken
9/4/2023 61412023 Surveyor

WeldOffice WPQ 2023.01.001

(c) Copyright 2023 C-spec Software, All rights reserved worldvide.

Catalogn® WPQO0001

Page 1 of 1
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN, Zierikzee, Netherlands
ASME Section IX - Welder Performance Qualification (WPQ)

WeldOffice WPQ
Welder's name R. Ali Test date 1/14/2020
1D Number 4882630217 'WPQ record number A0790090-2
Date of birth 8/9/1957 Standard test number N.A. Rev. -
Stamp number RA WPS record number P2250 Rev. 1
Company name Airpack Netherlands BV Qualification code ASME Section IX: 2019
Division MN.A.
BASE METALS (QW-403)
Product form Specification (type or grade) P no. Grp-no. Size Sch, Thick. (mm) Dia. (mm)
Pipe SA-106 (B) 1 1 50.80 XS 554 60,33
Welded to: Pipe SA-106 (B) 1 1 50,80 XS 554 60,33
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groove and Fillet welds
Base metal P1toP1 P-no. 1 thru 15F, 34, 41 thru 48
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overlay
Plate thickness (mm)| - H - - na limit no limit -
Pipeftube thickness (mm), 554 i - - ne limit | no limit -
Pipe diameter (mm) 60,33 - - 25,4 min no limit -
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GTAW GTAW
Type Manual Manual
Backing Mo backing used With, without
Filler metal specification 5.18 5.3
Filler metal classification ER70S-3 Any
Filler metal F-number 8 6
Filler metal variety (QW-404.23) Bare (solid) Sclid, metal cored
Consumable insert None Without
Number of layers deposited 3
Weld deposit thickness (mm) 5,54 11,08 max
Weld position {Actual position tested)| 686G
Groove - Plate & Pipe > 610mm All
Groove - Pipe 73mm to 610mm All
Groove - Pipe 73mm| All
Fillet - Plate & Pipe > 610mm All
Fillet - Pipe 73mm to 610mm All
Fillet - Pipe < 73mm All
Progression Up Up
Backing gas Without With, without
GTAW welding current/palarity DCEN (straight polarity) DCEN (straight polarity)
TESTS
Type of test Acceptance criteria Result Comments
2 traverse face bends per QW-161.2, QW-463.2(d) and Q'WV-462.3(a) QW-163 Acceptable see - ASME IX Q\W-452.1(a) Note 1
2 traverse root bends per QW-161.3, QW-463.2(d) and QW-462.3(a) QwW-163 Acceptable see - ASME IX QW-452.1(a) Note 1
Visual examination per Q'A-302.4 QwW-194 Acceptable

Notes

J This WPQ is based on PQR RET 0245028-001-18

CERTIFICATION

Tests conducled by
Mechanical tests by

Element Breda (NLD)
NA

Laboratory test number
Test file number

ARJ001-20-01-39594-2
ARL2503-3

We certify that the statements in this record are carrect and that the test welds were prepared. welded and tested in accordance vath the requirements of Section 1X of the ASME Code.

Signature 1 Signature 2
Name Signature Name
F. van Toledo M. van Ginneken DNV ot DHY
T docament Fas bean @ gy & ped ar
Date Date o aBlers not have handar than
shpnatures.
9/4/2023 9/4/2023 ANam Qlnnckon
Surveyor

WeldOffice WPQ 2023.01.001

(c) Copyright 2023 C-spec Software. All rights reserved worldvide.

Catalogn® WPQ00002

Page 1 of 1




. . Airpack Netherlands BV
k Groeneweegje 10 - 25, 4301 RN Zierikzee, The Netherlands
' I r. P Clc ASME Section IX - Welder Performance Qualification (WPQ)
ththirind; ARG WeldOffice WPQ
Welder's name A Sumantri Test date 25-5-2012
1D Number 10 Gard IXH4P85561 WPQ record number RET 0245029-002-23 Rev 1
Date of birin 23-02-1862 Standard test number NA Rev. -
Stamp number W-102 WPS record number P2000 Rev. 0
Comparny name Alrpack Netherlands BY Qualification code ASME Section IX:2010 including
Division N.A
BASE METALS (QW-403) =
Product form Specitication (typo or grade) P no. Grp-no. Size Sch. Thick, (mm) Dia, (mm)
Pipe SA-333 (6) i 1 12,70 160 478 2134
Waelded to: Pipe SA-333 (6) 1 1 12,70 160 4,78 2134
Joint type Grogve
VARIABLES _ Actualvalues RANGE QUALIFIED
Type ol weld joint Pipe - Groove Groove and Fillet welds
Base metal P1to P1 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overiay
T T T
Plate thickness {mm)) - - ' - no limit no limrt '
' |
Pipafube thickness (mm) 4,78 : . no limit no limit i
Pipe diameter {mm) 21,34 - 1 - 21,34 min no limit } .
PROCESS VARIABLES - Actual values I RANGE QUALIFIED
Welding process GTAW GTAW
Type Manual Manual
Backing No backing used With, without
Filler metal spacdication 5.18 5 xx
Fifler metal classification ER70S-3 Any
Filler metal F-number 6 [
Filler metal variety (QW-404.23) Bare (solid) Solid, melal cored
Consumable insert None Without
Number of layers deposited 5
Weld deposit thickness {mm) 4,78 9,56 max
Weld position {Actual position tested) 6G
Grogve + Plate & Pipa > 810mm Al
Grogve - Pipe 73mm to 610mm All
Groove « Pipe 73mm| All
Filet - Plate & Pipa > 610mm All
Fitlot « Pipe 73mm 10 810 Al
Fillet - Pipe < 73mm) All
Progression Up Up
Backing gas Without With, without
GTAW welding current/polarity DCEN (straight polarity) DCEN (straight polarity)
TESTS
Type of test Acceplance criteria Resuit Comments
Radiographic examinaticn ASME IX Acceptable Report number 1213-1012-24-020
Notes
CERTIFICATION
Tests conducted by Schielab BV Breda (NLD) Laboratery tast number SL 12 6538-1
Mechanical tests by NA Test file number ARL1559.7

‘We certify thal Ihe stalements in Ihis record are cosrect and that e test wekds were prepared, welded and lested in accordance with the requirements of Section IX of the ASME Code.

Slgnature Signature Welder

Name Signature Name Signature / I V)
F. van Toledo W. Komdeur (LIioyds)

Date Date — 1

21-6-2012 21-6-2012

= edannd BV

WeldOffice WPQ 201201 003 i (c) Copyright 2012 CIsBEC Software Al rights reserved vorldvide
Cah!apn‘ WPQ00067 = Page 1 of 1




‘ Rapport/Report
SCHIELAB Schielab b.v.

SL 12.6043-1A
Page 1 of 2

WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with : ASME 1X:2010

Purchaser : Arjan Roza Lastechniek BV
Purchase order no. : ARL1559-1

Manufacturer : Airpack Nederland BV,

WPS : P2000

Description of sample(s) : Pipe with Single-V-groove
Dimension(s) 02,57 Sch 408 (© 73,03 x 5,15 mm)
Material grade : P1 Gr.1 - P1Gr. 1

Material : ASTM SA-333 Gr.6 - ASTM SA-333 Gr.6
Welding process(es) GTAW

Filler : F-no.6 A-no. |

Brand and type : Lincoln Electric LNT 25, ER70S-3
Shielding gas . Argon (A5.32 5G-A)

Backing gas : Not used

Welding position : 6G progression up

Preheat / Interpass temp. 2 10°C /7 166 °C

Joint type : Single-V-groove

Welder : A. Sumantri

Date / place of birth : 23-02-1962 / Oost- en West-Souburg
Stamp. No. /1D : W-102 / ID Card IXH4P6551
Testpiece marked with : ARL1559-1

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

CROSS WELD TENSILE TESTS

Dimensions(s) Rm Fracture location
[mm] [N/mm’]
_19.01 x4.53 538 Base material
19.02 x 4.73 P A . Base material
Requirements; | 2415 |

TECHNOLOGICAL TESTS

— ] N0 Former / Bending angle Results
Face bend 4t/ 180° 2 x acceptable
root bend 4t/ 180° 2 x acceptable

[ESTING

H A L ”ﬁa Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omschreven in de erkenning
U Entered in the RvA register for laboratories under number L 063 for the areas outlined in the approval

Schielab-Breda Voorerf 18-20, 4824 GN Breda, Tel. 076 - 5424 300, Fax 076 - 5424 848
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr 24170257




Rapport/Report
SCHIELAB Schielab b.v.

SL 12.6043-1A
Page 2 of 2

IMPACT TESTS - Type: Charpy KV

Notch location Size Test Results Average
temp. value
| [mm] [°C] L [J]
Midweld | 10x4 -55 ___52-19-55 42
Fusion line 10x4 -55 ~ 74-61-58 64
Requirements for size 10x10mm; | 219 227 |
Requirements for size 10x4mm; =75 >11

Conclusion: The results satisfy the requirements.

All characteristics of the above abject(s) have, as far as accessible and relevant, been verified by Schiclabb v Other information was provided by the purchaser This information
was verified as far as possible and has been copied into this report, unchanged We hereby certify tha: the reported Lest data is correct and thal the above obiect(s) was (were)
tested/exanined in accordance with purchasers requirements and/or the above procedure(s) and/or code(s/specification(s) On occasion a destructive test is subcontracted by
Schielab b v (marked U’ on the report) Opiniuns, interpretations and advive expressed in this report are outside the scope of any possible RvA accreditation, but ace presented in
a true and fair manner based on the best knowledge of the Schielab personnel involved [f, upon reproduction, only part of this report is copied, Schielab will not bear any
responsakility for content, purpart and conclusiens of that reproduction This report has legal value only when printed on Schielab paper and furnished with an authonsed
signature Digital versions of this report have no legal value Unless explicitly agreed upon etherwise in wnting our "General conditions for activities performed by Schielabb v ”,
deposited at the Chamber of Commerce in Rotterdam, under number 24170257, apply

Breda, 07-06-2012 Witnessed and approved by; Mr.
Representing: Lloyd’s Register Nederland B.V.

[RET 0245029]

. 5%

LA

TESTING

H A I_ ﬂﬁﬁ Ingeschreven in het RA register voor laboratoria onder ar. L 063 voor gebieden zoals nader omschreven in de erkenning
V Entered in the RvA register for laboratories under number L 063 for the areas outlined in the approval

Schielab-Breda Voorerf 18-20, 4824 GN Breda, Tel. 76 - 5424 300, Fax 076 - 5424 848
Schielab b v. Handelsregister/Register of Commerce Rotterdam nr 24170257
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ASME Section IX - Welder Performance Qualification (WPQ)

WeldOffice WPQ
Welder's name A. Sumantri Test date 25-5-2012
1D Number ID Card IXH4P8551 WPQ record number RET 0245029-002-15
Date of birth 23-02-1962 Standard test number N.A, Rev. - |
Stamp number W-102 WPS record number P2250 Rev. 0 1
Company name Airpack Netherlands BV Qualification code ASME Section 1X:2010 including |
Division N.A.
BASE METALS (QW-403) - -
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm) |
Pipe SA-333 (8) 1 1 63,50 160 9,53 73,03
Welded to: Pipe SA-333 (6) 1 1 63,50 160 9,53 73,03
Joint type Groove '
VARIABLES o Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groove and Fillet welds |
Base metal P1to P1 P-no. 1 thru 15F, 34, 41 thru 49 |
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overlay
..... T — T T
Plate thickness (mm) - i - I - no limit | no limit [ -
Pipeftube thickness (mm) 9,53 ; . } « no limit : no limit : -
Pipe diameter (mm) 73,03 : - : - 73 min ; no limit -
PROCESS VARIABLES o Actual values - o RANGE QUALIFIED
Welding process GTAW GTAW
Type Manual Manual
Backing No backing used With, without
Filler metal specification 5.18 5.xx
Filler metal classification ER70S-3 Any
Filler metal F-number 6 6
Filler metal variety (QW-404.23) Bare (solid) | Solid, metal cored
Consumable insert None Without
Number of layers deposited 5
Weld deposit thickness (mm) 9,53 19,06 max [
Weld position (Actual position tested) 6G
Groove - Plate & Pipe > 610mm All
Groove - Pipe 73mm to 610mm All
Groove - Pipe 73mm All
Fillet - Plate & Pipe > 610mm All
Fillet - Pipe 73mm to 610mm All
Fillet - Pipe < 'n':h-nm1 All
Progression Up Up
Backing gas Without With, without |
GTAW welding current/polarity DCEN (straight polarity) DCEN (straight polarity)
TESTS o - ) o w
| Type of test E Acceptance criteria Result Comments
{ |
Face bend test per QW-463.2(a) QW-163 Acceptable see -
Face bend test per QW-463.2(a) QwW-163 Acceptable see -
Root bend test per QW-463.2(a) QW-163 Acceptable see -
Root bend test per QW-463.2(a) QW-163 Acceptable see -
Notes i This WPQ is based on PQR éET 0245029-001-17 o
CERTIFICATION ] o - S
! Tests conducted by Schielab BV Breda (NLD) Laboratory test number SL 12.6044-1A [
i Mechanical tests by N.A. Test file number ARL1559-2

We certify that the statements in this record are correct and that the test welds were prepa-ued‘ welded and tested in accordance with the requirements of Section IX of the ASME Code.

Signature Signature Welder
Name Signature r Name Signature ‘
! Franky van Toledo ‘ A. Sumantn Loy Regater Neserisno 81
Date Date ’ Wim Komdeur i
8-6-2012 | 86-2012 | AT

WeldOffice WPQ 2012.01.003

Catalog

WPQO00051

" () Copyright 2012 G-spec Software. All rights reserved warldwide.

Page 1 of 1



‘ Rapport/Report
SCHIELAB Schielab b.v.

SL 12.6044-1A
Page 1 of 2

WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with : ASME IX:2010

Purchaser : Arjan Roza Lastechniek BV
Purchase order no. : ARL1559-2

Manufacturer : Airpack Nederland BV.

WPS : P2250

Description of sample(s) : Pipe with Single-V-groove
Dimension(s) :2,5” Sch 160 (@ 73,03 x 9,52 mm)
Material grade :P1Gr.l-P1Gr |

Material : ASTM SA-333 Gr. 6 - ASTM SA-333 Gr. 6
Welding process(es) :GTAW

Filler : F-no.6 A-no. |

Brand and type : Lincoln Electric LNT 25, ER70S-3
Shielding gas : Argon (A5.32 SG-A)

Backing gas : Not used

Welding position : 6G progression up

Preheat / Interpass temp. :10°C/ 156 °C

Joint type ; Single-V-groove

Welder : A. Sumantri

Date / place of birth 1 23-02-1962 / Oost- en West-Souburg
Stamp. No./ ID : W-102 / ID Card IXH4P6551
Testpiece marked with : ARL1559-2

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

CROSS WELD TENSILE TESTS

Dimensions(s) Rm Fracture location
[mm)] [N/mm’]
19.04 x 8.80 490 Base material
19.02 x 8.94 488 ~_Base material
Requirements; > 415
TECHNOLOGICAL TESTS
Type Former / Bending angle Results
Face bend 4t/ 180° 2 x acceptable
root bend 4t/ 180° 2 x acceptable

ka\ A <
Entered in the RvA register for laboratories under number L 063 for the areas outlined in the approvai.

TESTING ¢
Schielab-Breda Voorert 18-20, 4824 GN Breda, Tel. 076 - 5424 300, Fax 076 - 5424 848

v 909 2 oy
fh\ LUl ] /
ld | L
Hv A L uﬁ:] Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omschreven in de erkenning
Schielab b v. Handelsrepister/Register of Commerce Rotterdam nr. 24170257




Rapport/Report
SCHIELAB Schielab b.v.

SL 12.6044-1A
Page 2 of 2

IMPACT TESTS - Type: Charpy KV

Notch location Size Test Resulits Average
[mm] temp. value
[°C] [J] [J]
Midweld 10x7.5 -49 141-170-212 174
Fusion line 10x 7.5 -49 214-212-218 215
Requirements for size 10x10mm; | B S .
Requirements for size 10x7.5mm; > 14 > 20

Conclusion: The results satisfy the requirements.

All characteristics of the above objeci(s) have, as far as accessible and relevant, been verified by Schielab b v Other information was provided by the purchaser This information
was verified as far as possible and has been copied into this report, unchanged We hereby certify that the reported test data is correct and that the above object(s) was (were)
tested/examined in accordance with purchasers requirements and/or the above procedure(s) and/or code(s)specification(s) On occasion a destructive test is subcontracted by
Schielabb v (marked 'U" on the report) Opinions, interpretations and edvice expressed in this repon are outside the scope of any possible RvA accreditation, but ase presented in
& true and fair manner based on the best knowledge of the Schielab personnel involved I, upon reproduction, only part of this report is copied, Schielab will not bear any
responsability for content, purport and conclusions of that reproduction This report has legal value only when printed on Schielab paper and furnished with an authorised
signature Digital versions of this report have ro legal value Unless explicitly agrecd upon otherwise in writing our "General conditions for activitics performed by Schielabb v ™,
deposited at the Chamber of Commerce in Rotterdam, under number 24170257, apply

Breda, 07-06-2012 Witnessed and approved by; Mr.
. Representing: Lloyd’s Register Nederland B.V.
A, Karstanie [RET 0245029]

)

N

TESTING

H A [ E]Ea Ingeschreven in het RvA register voor laboratoria ander nr. L 063 voor gebieden zoals nader omschreven in de erkenning
U Entered in the RvA register for laboratories under number L 063 for the areas outlined in the approval,

Schielab-Breda Voorerf 18-20, 4824 GN Breda, Tel. 076 - 5424 300, Fax 076 - 5424 848
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257




LBlirpack

Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

ASME Section 1X - Welder Performance Qualification (WPQ)

Mechanical tests by Element Breda (NLD)

Test file number

WeldOffice WPQ
Welder's name A. Sumantri Testdate 8/22/2020
1D Number ID Card IXH4P6551 WPQrecord number A0790090-58
Date of birth 23-02-1962 Standard test number N.A. Rev. -
Stamp number W-102 WPS record number PGF-2000 Rev. 0
Company name Airpack Netherlands BV | Qualification code ASME Section 1X: 2019
Division NA. [
1
BASE METALS (QW-403)
Product form Specification (type or grade) Pro. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Pipe SA-333 (6) 1 1 101.60 40 6.02 114.30
Welded to: Pipe SA-350 (LF2) 1 2 101.60 40 6.02 114.30
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED -
Type of weld joint Pipe - Groove Groove and Fillet welds
Base metal PitoP1 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overlay
T T T T
Plate thickness (mm) . 1 - 1 - no limit | no limit [ .
PipeAube thickness (mm) 6.02 | = ! 2 no limit : no limit i
Pipe diameter (mm) 114.30 : - : 73 min : no limit :
PROCESS VARIABLES Actual values 5 B ~ RANGE QUALIFIED 1
T T
Welding process GTAW | FCAW GTAW 1 FCAW
Type Manual | Semi-automatic Manual | Semi-automatic
Backing Without : With With, without : With
Filler metal specification 5.18 i 5.20 5.x¢ [ 5.
Filler metal classification ER70S-3 : E71T-9M-J Any ; Any
Filler metal F-number 6 6 6 : 6
Filler metal variety (QW-404.23) Bare (solid) Solid, metal cored l
Consumable insert None - Without i
Number of layers deposited 1 2 |
Weld deposit thickness (mm) 2.02 | 4.0 4.04 max : 8.0 max
Weld position (Actual position tested) 1G Rotated : 1G Rotated :
Groove - Plate & Pipe > 610mm) | F | F
Groove - Pipe 73mm to 610mm : F : F
Groove - Pipe 73mm ! F | F
I ]
Fillet - Plate & Pipe > 610mm I F 1 F
Fillet - Pipe 73mm to 610mm } F : F
Fillet - Pipe < 73mm ! F | F
Progression - i : E } "
Backing gas Without : Without With, without : With, without
GMAW transfer mode (QW-409) - i - | Spray, pulse, globular
GTAW welding current/polarity DCsP i - DCSP : -
TESTS
Type of test Acceptance criteria Result Comments
1 transverse face bend per QW-161.2 and QW-462.3(a) Qw-163 Acceptable see - ASME IX - QW-452.1 (a)
1 transverse root bend per QW-161.3 and QW-462.3(a) Qw-163 Acceptable see - ASME IX - QW-452.1 (a)
Visual examination per QW-302.4 QW-194 Acceptable see - ASME IX - QW-452.1 (a)
Notes
CERTIFICATION
Tests conducted by Daniel Schutt Laboratory test number ARJ001-20-09-42663-1

ARL2542-1A0790090-60

We certify that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements of Section IX of the ASME Code.

Signature 1 Signature 2

Name Sw‘gnaiure‘,_,u‘(w‘l S Pm.“?',::‘.. 3 Name Signature

F. van Toledo (Airpack) <O N | L Knops (DNVGL)

Date Date

92212020 ~ A 10/6/2020

SR N7 L

WeldOtfice WPQ 2018.01.012

(c) Copyright 2020 C-spec Software. All rights reserved worldwide

Calalog n® WPQO00117
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irpack

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN, Zierikzee, Netherlands
ASME Section IX - Welder Performance Qualification (WPQ)

WeldOffice WPQ

Welder's name J. Wesdorp Test date §/22/12020
ID Number 5171457148 WPQ record number AD790090-60
Date of birth g-12-1996 Standard test number NA. Rev. -
Stamp number JW 'WPS record number PGF-2000 Rev. 1
Company name Airpack Netherlands BV Qualification code ASME Section IX: 2019
Divisicn
BASE METALS (QW-403)
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Pipe SA-333 (8) 1 1 101,80 40 6,02 114,30
Welded to: Pipe SA-350 (LF2) 1 2 101,60 40 602 114,30
Jaint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groove and Fillet welds
Base metal P1te P1 P-no. 1 thru 15F, 34, 41 thru 48
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overlay
Plate thickness (mm) - | - - no limit no limit -
Pipe/tube thickness (mm) 6,02 ; N = no limit no limit .
Pipe diameter (mm)] 114,30 - - 73 min no limit -
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GTAW FCAW GTAW FCAW
Type Manual Semi-automatic Manual Semi-automatic
Backing Without With With, without With
Filler metal specification 518 520 5.¢ 5.3¢
Filler metal classification ER70S-3 E71T-9M-J Any Any
Filler metal F-number 6 6 6 6
Filler melal variety (QW-404.23) Bare (solid) - Selid. metal cored -
Consumable insert Nene - Without -
Number of layers deposited 1 2
Weld deposit thickness (mm) 2,02 40 4,04 max 8,0 max
Weld position (Actual position tested)| 1G Rotated 1G Rotated
Groove - Plate & Pipe > 610mm F F
Groove - Pipe 73mm to 610mm| F F
Groave - Pipe 73mm F F
Fillet - Plate & Pipe > 610mm F F
Fillet - Pipe 73mm to 610mm E F
Fillet - Pipe < 73mm F F
Progression = - E 2
Backing gas Without Without With, without With, without
GMAW transfer mode (QW-409) - Spray - | Spray, pulse, globular
GTAW welding current/palarity DCEN (straight polarity) - DCEN (straight polarity) | -
TESTS
Type of test Acceptance criteria Result Comments
1 traverse face bends per QW-161.2, QW-463.2(d) and QW-462.3(a) Qw-163 Acceplable see - ASME IX Q'W-452.1(a) Note 1
1 traverse root bends per QW-161.3, QW-463.2(d) and Q\W-462.3(a) QW-163 Acceptable see - ASME IX QW-452.1(a) Note 1
Visual examination per QW-302.4 Qw-194 Acceptable
Notes
CERTIFICATION
Tests conducted by Daniel Schutt Laboratory test number ARJ001-20-09-42663-2
Mechanical tests by Element Breda (NLD) Test file number ARL2542-2

We certify that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements of Section 1X of the ASME Code.

Signature 1

Signature 2

Name

Signature

Name

Signature

F. van Toledo

Date

9/4/12023

M. van Ginneken DNV

for DNV

Date

Trs dosm it s buen @ 1 ol st and
w1 1rarelors nat have handar fan

9/4/2023

signatures,

M. van Ginncken

SurvERer

WeldOffice WPQ 2022.01.001

{e) Copyright 2023 C-spec Software. All rights reserved worldvide.

Catalog n® WPQ00005
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN, Zierikzee, Netherlands
ASME Section IX - Welder Performance Qualification (WPQ)

Hetherlands IS WeldOffice WPQ
Welder's name R. Ali Test date ©/22/2020
1D Number 4882630217 WPQ record number AD790090-62
Date of birth 8/9/M1957 Standard test number N.A. Rev. -
Stamp number RA WPS record number PGF-2000 Rev. 1
Company name Airpack Netherlands BV Qualification code ASME Section IX: 2019
Division NA.
BASE METALS (QW-403)
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Pipe SA-333 (6) 1 1 101,60 40 6,02 114,30
Welded to: Pipe SA-350 (LF2) 1 2 101,60 40 6,02 114,30
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groave and Fillet welds
Base metal P1toP1 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overlay
Plate thickness (mm) - i - - no limit | no limit -
Pipeftube thickness (mm) 6,02 ‘ - - no limit no limit -
Pipe diameter (mm)| 114,30 | - - 73 min no limit -
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GTAW FCAW GTAW FCAW
Type Manual Semi-automatic Manual Semi-automalic
Backing Without With With, without With
Filler metal specification 518 520 5.xx 5.0¢
Filler metal classification ER70S-3 E71T-9M-J Any Any
Filler metal F-number 6 6 6 6
Filler metal variety (QW-404.23) Bare (solid) - Solid, metal cored -
Consumable insert None - Without -
Number of layers deposited 1 2
Weld deposit thickness (mm), 2,02 40 4,04 max 8.0 max
Weld position (Actual position tested) 1G Rotated 1G Rotated
Groove - Plate & Pipe > 610mm F F
Groave - Pipe 73mm to §10mm| F F
Groove - Pipe 73mm| F F
Fillet - Plate & Pipe > 610mm F F:
Fillet - Pipe 73mm to 610mm F F
Fillet - Pipe < 73mm| F F
Progression - - “ =
Backing gas Without Without With, without With, without
GMAW transfer mode (QW-409) - Spray - Spray, pulse, globular
GTAW welding current/polarity DCEN (straight polarity) - DCEN (straight polarity) -
TESTS
Type of test Acceptance criteria Result Comments
1 traverse face bends per QW-161.2, QW-463.2(d) and QW-462.3(a) Qw-163 Acceptable see - ASME IX QW-452.1(a) Note 1
1 {raverse root bends per QW-161.3, QW-463.2(d) and QW-462.3(a) QW-163 Acceplable see - ASME IX QW-452.1(a) Mote 1
Visual examination per QW-302.4 QW-194 Acceptable
Notes
CERTIFICATION
Tests conducted by Daniel Schutt Laboratory test number ARJ001-20-09-42663-3
Mechanical tests by Element Breda (NLD) Test file number ARL2542-3

We certify that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements of Seclion IX of the ASME Code.

Signature 1

Signature 2

Name

Signature

Name

Signature

F. van Toledo

Date

9412023

M. van Ginneken DNV

e DNV

Date

Ts dhocairnnt Fios ben g Uity scpwed arid
1 erelor ot have handar en
signatures,

9/4/2023

M van Ginncken
s

WeldOffice WPQ 2022.01.001

(¢) Copyright 2023 C-spec Software. All rights reserved worldvide.

Catalogn® WPQO0006
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irpack

Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN, Zierikzee, Netherlands

ASME Section IX - Welder Performance Qualification (WPQ)

therlands I WeldOffice WPQ
Welder's name J. Wesdorp Test date 1/14/2020
1D Number 5171457148 WPQ record number A0790090-3
Date of birth 9-12-1996 Standard test number NA. Rev. -
Stamp number Jw WPS record number P3000 Rev. 1
Company name Airpack Netherlands BV Qualification code ASME Sectlion 1X: 2019
Division
BASE METALS (QW-403)
Product form Specification (type or grade) P no. Grp-no. Size Sch, Thick. (mm) Dia. (mm)
Pipe SA-312 (TP316L) 8 1 50,80 X8 554 60,33
Welded to: Pipe SA-312 (TP316L) 8 1 50,80 XS 5,54 60,33
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groove and Fillet welds
Base metal P8to P8 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overlay
Plate thickness {mm) - - - no limit | no limit -
Pipe/tube thickness {mm) 5,54 - - no limit [ no limit =
Pipe diameter (mm) 60,33 2 . 25,4 min | no limit -
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GTAW GTAW
Type Manual Manual
Backing Mo backing used With, without
Filler metal specification 5.9 5.xx
Filler metal classification ER316LSi Any
Filler metal F-number 6 6
Filler metal variety (QW-404.23) Bare (solid) Salid. metal cored
Consumable insert None Without
Number of layers deposited 3
Weld deposit thickness (mm) 5,54 11,08 max
Weld position (Actual position tested) 6G
Groove - Plate & Pipe > 610mm All
Groove - Pipe 73mm to 610mm| All
Groove - Pipe 73mm All
Fillet - Plate & Pipe > 610mm All
Fillet - Pipe 73mm to 610mm All
Fillet - Pipe < 73mm All
Progression Up Up
Backing gas With With
GTAW welding current/palarity DCEN (straight polarity) DCEN (straight polarity)
TESTS
Type of test Acceptance criteria Result Comments
2 traverse face bends per QW-161.2, QW-463.2(d) and QW-462.3(a) QW-163 Acceptable see - ASME IX QW-452.1(a) Note 1
2 raverse root bends per QW-161.3, QW-463.2(d) and QW-462.3(a) Qw-163 Acceptable see - ASME IX QW-452.1(a) Note 1
Visual examination per Q'N-302.4 QW-184 Acceptable

Notes

This WPQ is based on PQR RET 0245028-001-21

CERTIFICATION

Tests conducted by
Mechanical tests by

Element Breda (NLD)
N.A.

Laboratory test number

Test file number

ARJ001-20-01-39594-1
ARL2503-2

We certify that the statements in this record are correct and that the test welds were prepared, welded and tested In accardance with the requirements of Section IX of the ASME Code.

Signature 1

Signature 2

Name

Signature i s

Name

Signature

F. van Toledo

Date

Y

9/4/2023

M. van Ginneken DNV

for DNV
Ths docsmint Fas been 0. by Bqried ard

i
v tharelora nat haee har day tan

Peig signatures.
9/4/2023 WGt

WeldOffice WPQ 2022.01.001

(c) Copyright 2023 C-spec Scftware. All rights reserved warldvide,

Catalogn® WPQo0003
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) Airpack Netherlands BV

— = k Groeneweegje 19 - 25, 4301 RN, Zierikzee, Netherlands

' I r‘ P uc ASME Section IX - Welder Performance Qualification (WPQ)

Netherlands HEEEESRET—— WeldOffice WPQ

Welder's name R.Ali Test date 1/14/2020
1D Number 4882630217 WPQ record number AD790080-4
Date of birth 8/9/1957 Standard test number NA. Rev. -
Stamp number RA WPS record number P3000 Rev. 1

Company name

Airpack Netherlands BV

Qualification code

ASME Seclion IX: 2018

Division NA.
BASE METALS (QW-403)
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. {(mm) Dia, (mm)
Pipe SA-312 (TP316L) 8 1 50,80 XS 5,54 60,33
Welded to: Pipe SA-312 (TP316L) 8 1 50,80 XS 554 60,33
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groove and Fillet welds
Base metal P8 to P8 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillet Qverlay Groove Fillet Overlay
T
Plate thickness (mm) - - - na limit ‘ no limit -
Pipe/tube thickness (mm) 554 - - no limit & no limit -
Pipe diameter (mm) 60,33 - - 25,4 min ‘ no limit -
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GTAW GTAW
Type Manual Manual
Backing Mo backing used With, without
Filler metal specification 5.9 5.0¢
Filler metal classification ER316LSI Any
Filler metal F-number 6 6
Filler metal variety (QW-404.23) Bare (solid) Solid, metal cored
Consumable insert None Without
Number of layers deposited 3
Weld deposit thickness {mm) 5,54 11,08 max
Weld position {Actual position tested)| 66
Groove - Plate & Pipe > 610mm All
Groove - Pipe 73mm to 610mm All
Groove - Pipe 73mm All
Fillet - Plate & Pipe > 610mm All
Fillet - Pipe 73mm to 610mm All
Fillet - Pipe < 73mm| All
Progression Up Up
Backing gas With With
GTAW welding current/polarity DCEN (straight polarity) DCEN (straight polarity)
TESTS
Type of test Acceptance criteria Result Comments
2 traverse face bends per QW-161.2, QW-463.2(d) and QW-462.3(a) QW-163 Acceplable see - ASME IX QW-452.1(a) Note 1
2 fraverse root bends per QW-161.3, QW-463.2(d) and QW-462.3(a) QW-163 Acceptable see - ASME IX QW-452.1(a) Note 1
Visual examination per Q'W-302.4 QwW-184 Acceptable

Notes This WPQ is ba.

sed on PQR RET 0245029-001-21

CERTIFICATION

Tests conducted by

Element Breda (NLD)
N.A.

Mechanical tests by

Laboratory test number
Test file number

ARJ001-20-01-39584-1
ARL2503-2

We certify that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements of Section IX of the ASME Code.

Signature 1 Signature 2
Name Signature Name Signature
F.van Toledo M. van Ginneken DNV fx DHY
TR\ Tosdociriont Fas benn ¢ 3ty s ed and
¥ 1 naefora nat haes hardar ten
Date 3 Date § Pl el
G/4/2023 4/9/2023 3 N s :m:m

WeldOffice WPQ 2022.01.001

() Copyright 2023 C-spec Software, All rights reserved werldvide.

Catalog n” WPQO0004
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DNV

Welder's identification:
Employer:
Welder's name:

Place of birth and date:

Certificate No.: N142M8JA

WELDER PERFORMANCE

ASME BPVC.IX

ID card Verified
Airpack
A. Sumantri

Qost- en West Souburg/ 23-02-1962

QUALIFICATION CERTIFICATE

Specification and type/grade or UNS number of A106-Gr.B / AIS| 316 Thickness(mm): 1: 10 2: 5,08
base metal(s):
Welding varlables (QW-350) Actual Values Range qualified
Welding process(es) 1: GTAW 2: - 1: GTAW 2: -
Transfer mode 14 - 24 - 1: i 2: ;
Product type (Plate/Pipe) Pipe - Fillet Plate & Pipe- Fillet or Tack
Backing (with/ without) 1: Without 2: - 1: |Withf wllhoull 2: | -
: : . P-No.1 through P-No.15F, P-No.34,

ohss metal Fhoiita e 3] Phet &) PHosd or P-No.41 through P-No.49 Photo (it required)
Filler metal specification(s) (SFA) 1 SFA-5.9 2: - Identification of test pieces:

For information only
Filler metal classification(s) 1:| ER309LSi | 2: - QSH 23-131

1: F-No.6 All F-No.6 Identification of WPS followed:
Filler metal F-number(s) .. : - SP 4000
Consumable insert (GTAW or PAW) Without With, Without
Filler Metal Product Form Solid, Metal
: i i - ; 4 ] . Test
(QW-404.23) (GTAW or PAW) T " | cored | ° FRLEEURRD &
Deposned-lh-lckness {mm) 4, . 1 _ All fillet sizes Production weld o
3 layers minimum
Deposited thickness (mm) 2: 2: ) R
3 layers minimum ' B '
Outside pipe diameter [O.D.] (mm) 48,3 225
Welding position(s) 1: 2F 2: - (Fillet/ Tack) F, H
Vertical progression (uphill/downhill) 1 - 2: - 1: | - | 2: | =
Type of fuel gas (OFW only) - -
Use of backing gas 3 3 2
(GTAW, PAW, GMAW) Without With, Without
GTAW current type and polarity DCEN DCEN
Type (manual, semi-automatic) 1: | Manual | 2: | - 1: I - | 28 | -
Date of welding 26-04-2023 Examiner:|M. van Ginneken
Place of welding Rotterdam
Type of inspection/ test Performed & accepted / Not tested Place: Barendrecht
Visual examination (QW-302.4) Performed & accepted - Date: 16-05-2023
Radiography (QW-191) - Not tested Qualification valid until:
Ultrasonic (QW-191) - Not tested 26-04-2025
Macro examination (QW-184) Performed & accepted -
Fracture test (QW-181.2) Performed & accepted - DNV Netherlands B i\
Bend tests (QW-462) - Not tested Signature £
D
Other tests - Not tested ;
Stamp

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in
accordance with the requirements of Section IX of the ASME BOILER AND PRESSURE VESSEL CODE.
See reverse side for confirmation statement by employer and prolongation by DNV Netherlands B.V.
Additional information may also be stated in the column "Supplementary remarks".

DNV_ASME_IX_template_B 02-2023
Page 10of 2



element

Quality Support Holleman
Lavendelberg 26
4708 LE ROOSENDAAL

Element Materials Technology P +31 (0)76 5424 300

Voorerf 18 F 31 (0)76 5424 848
4824 GN Breda Info.bredacelement.com
NL element.com

Bank ABN AMRO, Amsterdam
BIC ABNANLZA
IBAN NL74ABNA0529117738
BTW NL8056.95.333.801
KvK 24170257

Date(s) tested : 4-5-2023

Date reported . 4-5-2023

Element report number : QUA002-23-05-55363-1

Customer reference  : QSH 23-131

TEST REPORT

Testing in accordance with:

pWPS No.:

Test No.:
Manufacturer:
ltem Description:
Dimensions :

Material type and grade:

Identification on Sample:
Welding Process(es):
Welding Consumable:
Shieldinggas:

Welding position:

Joint Type:

Welder:

Place and D.O.B.:

NON-DESTRUCTIVE TEST

TEST REPORT FOR THE PURPOSE OF:
WELDERS PERFORMANCE QUALIFICATION

- NEN-EN-ISO 9606-1
- ASME-IX
SP 4000
QSH 23-131
Airpack Nederland B.V.
Pipe on plate with fillet weld
Pipe @ 48.3 x 5.08 mm
Plate thickness = 10 mm
Plate = S355MC, Heat no.: 208954
Pipe = AISI 316L, Heat no.: 53298
Test no.
141/ GTAW
Lincoln Electric LNT309LSi / W 23 12 Lsi, Batch no.: 8011096
11/99,996%Ar
PB/2F
FW, ml
A. Sumantri
QOost- en West Souburg, 23-02-1962

[ - Visual examination:

| Performed on site

Note: The above mentioned data is only for information and is no part of the examination in this test report

o

/A o :;n.,_,,_
| SaA— %
ISHHG Sy
RVALO6T ™% e

QUAQ02-23-05-55363-1
page 1 of 2

Element Breda is a trade name of Element Materials Technology Rotterdam B.V. Unless explicitly agreed upon otherwise in writing our “General Terms and Conditions for activities performed by Element

Materials Technology Rotterdam B.V.", apply.
ET_1018 05



element

MACRO EXAMINATION

Date(s) tested: 4-5-2023

Date reported: 4-5-2023

P.O. No.; QSH 23-131

Report No QUAD02-23-05-55363-1

Method: ISO 17639 / ASTM E3 /I1SO 5817 / 1SO 6520-1

Magnification: 5x

Specimen

Etchant:

Observations:

Remark

55363/ 1

Adler

No significant inclusions or other defects

Acceptable

55363 /2

Adler

No significant inclusions or other defects

Acceptable

FILLET WELD BREAK TEST

Test method: ISO 9017

Test temperature: R.T.

Specimen

Qty | Results

Remark

55363 /3

1x

No weld defects observed.

Acceptable

The above mentioned items satisfy the requirements.

S <t

Element Materials Technology

(Jhans de Koning

All characteristics of the above object(s) have, as far as accessible and relevant, been verified by Element Materials Technology Rotterdam b.v. (Element). Other information was provided by the
purchaser. This information was verified as far as possible and has been copied into this report, unchanged. Element does not bear responsibility for the correctness of this submitted information.
Any kind of “witnessing” and conclusions by a third party is not covered by the RVA accreditation L063 and is no part of the Element report. We hereby certify that the reported test data is correct
and that the above object(s) was (were) tested/examined in accordance with purchaser's requirements and/or the above procedure(s) and/or code(s)/specification(s). If a declaration of conformity
is issued in the report with regard to compliance with a specification or standard, this declaration is only applicable to the product(s) examined. In this assessment, the decision rule is applied that
assumes that the expanded measurement uncertainty is not included in the assessment. Unless otherwise stated in the test standard or accreditation rules, the rounding rule according to 15O 80000-
1 Annex A Rule B is used. On occasion a test is subcontracted by Element, the accreditation number of the subcontracted party is reported. Interpretations, opinions, conclusions and advice are
partly based on the examination results and partly on information supplied by the purchaser. This report has legal value only when furnished with an authorized signature. If, upon repreduction, only

part of this report is copied, Element will not bear any responsibility for content, purport and conclusions of that reproduction.

e s
RVALDS) 47

QUA002-23-05-55363-1
page 2 of 2

Element Breda is a trade name of Element Materials Technology Rotterdam B.V. Unless explicitly agreed upon otherwise in writing our “General Terms and Conditions for activities performed by Element

Materials Technology Rotterdam B.V."”, apply.
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8. Airpack Netherlands BV
=] Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ol P ccC ASME Section IX - Welder Performance Qualification (WPQ)
Hetherlands MRS WeldOffice WPQ
Welder's name A. Sumanti Test date | 25-5.2012 ‘
1D Number ID Card IXH4P6551 WPQ record number ‘ RET 0245029-002-18 |
| Date of birth 23-02-1962 Standard test number | NA Rev. -
Stamp number W-102 'WPS record number P3000 Rev. 0
Company name Airpack Netherlands BV Qualification code ASME Section 1X:2010 including
Division N.A.
BASE METALS (QW-403) B - T -
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Pipe SA-312 (TP316L) 8 1 63,50 160 9,53 73,03
Welded to: Pipe SA-312 (TP316L) 8 1 63,50 160 9,53 73,03 |
Joint type Groove - |
VARIABLES Actual values o RANGE QUALIFIED -
Type of weld joint Pipe - Groove Groove and Fillet welds T
Base metal P8to P8 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS " Groove Fillet Overlay Groove Fillet " Overlay
1 T T ——— T
Plate thickness (mm)| - ! . I - no fimit I no limit | =
Pipeftube thickness (mm)| 9,53 : - : - no limit : no limit : -
Pipe diameter {mm) 73,03 : - : - 73 min ! no limit 1 .
PROCESS VARIABLES N Actual values RANGE QUALIFIED
Welding process GTAW GTAW
Type Manual Manual
Backing No backing used With, without
Filler metal specification 5.9 5.xx
Filler metal classification ER316LSI Any
Filler metal F-number 6 6
Filler metal variety (QW-404.23) Bare (solid) Solid, metal cored
Consumable insert None Without
Number of layers deposited 5 |
Weld deposit thickness (mm) 953 | 19,06 max
Weld position (Actual position tested) 6G |
Groove - Plate & Pipe > 610mm All
Groove - Pipe 73mm to 610mm All
Groove - Pipe 73mm All
Fillet - Plate & Pipe > 610mm All
Fillet - Pipe 73mm to 610mm All
Fillet - Pipe < 73mm All
Progression Up Up
Backing gas Without With, without
GTAW welding cumrent/polarity DCEN (straight polarity) DCEN (straight polarity)
TESTS MISUAGIS L Cte! o A A il
i i . N
Type of test Acceptance criteria Result | Comments
Face bend test per QW-463.2(a) Qw-163 Acceptable see-
Face bend test per QW-463.2(a) QwW-163 Acceptable see-
Root bend test per QW-463.2(a) QW-163 Acceptable see-
| Root bend test per QW-463.2(a) Qw-163 Acceptable see-
Notes This WPQ is based on PQR RET 0245029-001-21 i
CERTIFICATION - - -
Tests conducted by Schielab BV Breda (NLD) Laboratory test number SL 12.6047-1A
Mechanical tests by N.A. Test file number ARL1559-5 |
We certify thal the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements of Section IX of the ASME Code. R
Signature Signature Welder
| Name Signature Name Signature —}
Franky van Toledo - k: A. Sumantri
Date u B Date
86-2012 nd bv 86-2012

WeldOffice WPQ 2012.01.003 {c) Copyright 2012 C-spec Software. Al rights reserved worldwide.
Catalog n°® WPQ00064 ' ! . Page 1 of 1




Rapport/Report
SCHIELAB Schielah b.v.

SL 12.6047-1A
Page 10f1

WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with : ASME IX:2010

Purchaser : Arjan Roza Lastechniek BV
Purchase order no. : ARL1559-5

Manufacturer : Airpack Nederland BV,

WPS : P3000

Description of sample(s) : Pipe with Single-V-groove
Dimension(s) :2,5” Sch 160 (73,03 x 9,52 mm)
Material grade :P8gr.1- P8gr. |

Material : ASTM SA-312 TP316L - ASTM SA-312 TP316L
Welding process(es) i GTAW

Filler i F-no.6 A-no. 8

Brand and type : Lincoln Electric LNT 316LSi, ER316LSi
Shielding gas : Argon (A5.32 SG-A)

Backing gas 195% N; + 5% H,

Welding position : 6G progression up

Preheat / Interpass temp. :10°C/ 132°C

Joint type : Single-V-groove

Welder : A. Sumantri

Date / place of birth 1 23-02-1962 / Oost- en West-Souburg
Stamp. No./ 1D : W-102 / ID Card IXH4P6551
Testpiece marked with : ARL1559-5

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

CROSS WELD TENSILE TESTS

Dimensions(s) Rm Fracture location
[mm] [N/mm’]
19.00 x 9.42 555 Base material
19.00 x 9.30 581 Base material
Requirements; =515
TECHNOLOGICAL TESTS
Type Former / Bending angle Results
Face bend 4t/ 180° 2 x acceptable
root bend 4t/ 180° 2 x acceptable

Conclusion: The results satisfy the requirements.

All characteristics of the above object(s) have, as far as accessible and relevant, been verified by Schielab b v Other information was provided by the purchaser This information
was venﬁed as far as possible and has been copied into this report, unchanged We hereby certify that the reported test data is correct and that the above object(s) was (were)
tested/ d in d with purch s s and/or the above procedure(s) and/or code(sVspecification(s) On occasion a destnictive test is subcontracted by
Schielab b v (marked ‘U’ on the mpun) Op::uuns. interpretations and advice expressed in this report are cutside the scope of any possible RvA accreditation, but are presented in
a true and fair manner based on the besi knowledge of the Schielab personnel involved If, upon reproduction, only part of this report is copied, Schielab will not bear any
responsability for content, purport and conclusions of that reproduction This report has legal value only when printed on Schiclab paper and furnished with an suthorised
signature Digital versions of this report have no legal value Unless explicitly agreed upon otherwise in writing our "General conditions for activities performed by Schiclabb v ™,
deposited at the Chamber of Commerce in Rotterdam, under number 24170257, apply

Breda, 07-06-2012 Witnessed and approved by; Mr.

/ﬁ\ ‘ .__:“‘:;-_,-;f-’”/ ‘presenting: Lloyd’s Register Nederland B.V.
Carstal = [RET 0245029 4
[ N

E gt
TESTING - ==
H A [ ﬂﬁ 3 ‘Ingeschrevan’in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omsekreven in de erenning
V Entered in the RvA register for laboratories under number L 063 for the areas outlined in the approval

Schielab-Breda Voorerf 18-20, 4824 GN Breda, Tel. 076 - 5424 300, Fax 076 - 5424 848
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ASME Section IX - Welder Performance Qualification (WPQ)

(P
slirpack

Ketherlands IMREGEG— WeldOffice WPQ
Welder's name A. Sumantri Test date | 2552012
1D Number |1D Card IXH4P6551 WPQ record number RET 0245029-002-24
| Date of birth 23-02-1962 Standard test number N.A. Rev. -
3 Stamp number W-102 WHPS record number P3000 Rev. O
| Company name Airpack Netherlands BV Qualification code ASME Section 1X:2010 including
| Division NA |
| LIRS | oo
BASE METALS (QW-403) —
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
| Pipe SA-312 (TP3186) 8 1 12,70 160 4,78 21,34
Welded to: | Pipe SA-312 (TP318) 8 1 12,70 160 4,78 21,34
i Joint type Groave 7
VAR!ABL__E_?__ : e Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groove and Fillet welds
Base metal P8to P8 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overlay
Plate thickness (mm) - - - no limit no limit I -
Pipe/tube thickness (mm) 4,78 - - no limit ‘ no limit : -
Pipe diameter {mm) 21,34 - - 21,34 min no limit -
PROCESS VARIABLES T Actual values B RANGE QUALIFIED
FIREERAR - R u
| Welding process GTAW GTAW
Type Manual Manual
Backing No backing used With, without
| Filler metal specification 59 5.xx
| Filler metal classification ER316LSi Any
' Filler metal F-number 6 | 6
Filler metal variety (QW-404.23) Bare (solid) Solid, metal cored
Consumable insert None i Without
Number of layers deposited | 5 |
Weld deposit thickness (mm)| 478 | 9,56 max
Weld position (Actual position msred)i 6G
Groove - Plate & Pipe > 610mm| | All
| Groove - Pipe 73mm to 610mm | All
i Groove - Pipe 73mm| | All
Fillet - Plate &Pipe>610mm} | All
| Fillet - Pipe 73mm to G1nmm‘ | All
Fillet - Pipe < 73mm | All
| Progression \ Up | Up
| Backing gas ‘ Without With, without
| GTAW welding current/polarity ! DCEN (straight polarity) : DCEN (straight polarity)
it e A N | | .
TESTS S - S S .
Type of test ] Acceptance criteria ' Resull , Comments |
Radiographic examination ASME IX Acceptable |
' i
| Notes
CERTIFICATION |

| Tests conducted by
| Mechanical tests by

Signature

Date

WeldOffice WPQ 2012.01.003
Catalog n® WPQO0068

vToleds

' Schielab BY Breda (NLD)
INA.

Laboratory test number
Test file number

Signature Welder
l Name

e =
SL 12.6404-1
ARL1559-9

Signature

m\iNe certify that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements of Section IX of the ASME Code.

(¢) Copyright 2012 C-spec Software. All rights reserved worldwide.
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Rapport/Report
SCHIELAB Schielab b.v.

SL 12.6404-1

Page 1 of 1
WELDERS PERFORMANCE QUALIFICATION TEST RECORD
Testing in accordance with : ASME IX:2012
Purchaser : Arjan Roza Lastechniek BY
Purchase order no. : ARL1559-9
Manufacturer : Airpack Nederland BV.
WPS : P3000
Description of sample(s) : Pipe with Single-V-groove
Dimension(s) 1 1/2” Sch 160 (0 21,3 x 4,78 mm)
Material grade :P8gr.1-P8gr. 1
Material : ASTM SA-312 TP316L - ASTM SA-312 TP316L
Welding process(es) : GTAW
Filler : F-no.6 A-no. 8§
Brand and type : Lincoln Electric LNT 316LSi, ER316LSi
Shielding gas 1 Argon (A5.32 SG-A)
Backing gas : Argon (A5.32 SG-A)
Welding position : 6G progression up
Preheat / Interpass temp. :10°C/ 150 °C
Joint type : Single-V-groove
Welder : A. Sumantri
Date / place of birth :23-02-1962 / Oost- en West-Souburg
Stamp. No. / ID 2 Al /1D Card IXH4P6551
Testpiece marked with : ARL1559-9
NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner
* Radiographic examination : acceptable, see RTD report 1213-2012-24-020, film no. 6404

Conclusion: The results satisfy the requirements.

All characteristics of the above object(s) have, as far as accessible and relevant, been verified by Schiclab b.v. Other information was provided by the purchaser. This information was verified as far
as possible and has been copied into this report, unchanged. We hereby certify that the reported test data is correct and that the above object(s) was (were) tested/examined in accordance with
purchasers requirements and’or the above procedure(s) and‘or code(s)'specification(s). On occasion a destructive test is subcontracted by Schielab b.v. (marked 'U' on the repert). Opinions,
interpretations and advice expressed in this report are outside the scope of any possible RvA accreditation, but are presented in a true and fair manner based on the best knowledge of the Schielab
personnel involved. If, upon reproduction, only part of this report is copied, Schielab will not bear any responsability for content, purport and conclusions of that reproduction. This teport has legal
value only when printed on Schielab paper and furnished with an authorised signature. Digital versions of this report have no legal value.

Breda, 13.06 0/ Testing witnessed by; Mr.

Representing; Lloyd’s Register (RET 0245029)

N

TESTING

H A |_ []ﬂ?) Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omschreven in de erkenning.
U Entered in the RvA register for laboratories under number L 063 for the areas outlined in the approval.

Schielab-Breda Voorerf 18-20, 4824 GN Breda, Tel. 076 - 5424 300, Fax 076 - 5424 848
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257

mod. S24-R013 (11.10)
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zlerikzee, The Netherlands
ASME Section IX - Welder Performance Qualification (WPQ)

WeldOffice WPQ -
Welder's name A. Sumantri Test date 9/22/2020
1D Number 1D Card IXH4P6551 WPQ record number A0790090-59
Date of birth 23-02-1962 Standard test number N.A. Rev. -
Stamp number W-102 WPS record number PGF-3000 Rev. 0
Company name Airpack Netherlands BV Qualification code ASME Section IX
Division N.A.
BASE METALS (QW-403)
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Pipe SA-312 (TP316L) 8 1 101.60 408 6.02 114.30
Welded to: Pipe SA-312 (TP316L) 8 1 101.60 408 6.02 114.30
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groove and Fillet welds
Base metal P8 to P8 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overlay
iy T T T T
Plate thickness (mm)| - I - I - no limit I no limit i -
Pipeftube thickness (mm) 6.02 : 3 i - no limit ; no limit :
Pipe diameter (mm} 11430 : - : - 73 min : no limit :
PROCESS VARIABLES Actual values RANGE QUALIFIED -
T
Welding process GTAW | FCAW GTAW 1 FCAW
Type Manual : Semi-automatic Manual : Semi-automatic
Backing Without : With With, without : With
Filler metal specification 5.9 | 5.22 5. | 5.0
Filler metal classification ER316LSi : E316LTO-1 Any : Any
Filler metal F-number 6 ! 6 6 : 6
Filler metal variety (QW-404.23) Bare (solid) | - Solid, metal cored | -
Consumable insert None ! . Without : .
Number of layers deposited 1 2 |
1
Weld deposit thickness (mm) 202 4 4.04 max | 8.0 max
Weld position (Actual position tested) 1G Rotated 1G Rotated :
Groove - Plate & Pipe > 610mm| F | F
Groove - Pipe 73mm 10 610mm : F : F
Groove - Pipe 73mm ! F " F
|
Fillet - Plate & Pipe > 610mm ) F | F
Fillet - Pipe 73mm to 610mm ! F : F
Fillet - Pipe < 73mm)| | F | F
I
Progression - 1 - - i -
Backing gas Without : Without With, without : With, without
GMAW transfer mode (QW-408) - I Spray - ! Spray, pulse, globular
GTAW welding current/polarity DCSP : # DCSP : -
TESTS
Type of test Acceptance c‘rileria % Result Comments
1
1 transverse face bend per QW-161.2 and QW-462.3(a) QwW-163 Acceplable see - ASME IX - QW-452.1 (a)
1 transverse root bend per QW-161.3 and QW-462.3(a) Qw-163 Acceptable see - ASME IX - QW-452.1 (a)
Visual examination per QW-302.4 Qw-194 Acceptable see - ASME IX - QW-452.1 (a)
Notes
CERTIFICATION )
Tests conducted by Daniel Schutt Laboratory test number ARJ001-20-09-42663-4
Mechanical tests by Element Breda (NLD) Test file number ARL2542-4

of Section IX of the ASME Code.

We certily that the stalemerts in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements

Signature 1 B . - N Signature 2
Name Sign%“\"g\—_\'\'\( 'N‘;ﬁ" EC?‘E‘:«\,‘ Name Signature
F. van Toledo (Airpack) - 4 “ 0% |L Knops (DNVGL)

10/6/2020

10/6/2020

Y
N e WD
K NEDERLESS

(c} Copyright 2020 C-spec Software. All rights reserved worldwide
Page 1 of 1

WeldOtfice WPQ 2018 01. 012
Catalog n® WPQO0120
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN, Zierikzee, Netherlands

ASME Section IX - Welder Performance Qualification (WPQ)

WeldOffice WPQ
Welder's name J. Wesdorp Test date 9/22/2020
1D Number 5171457148 WPQ record number AD790090-81
Date of birth 9-12-1998 Standard test number N.A. Rev. -
Stamp number JW WPS record number PGF-3000 Rev. 1
Company name Airpack Netherlands BV Qualification code ASME Section IX: 2019
Division
BASE METALS (QW-403)
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Pipe SA-312 (TP316L) 8 1 101,60 408 6,02 114,30
Welded to: Pipe SA-312 (TP316L) 8 1 101,60 408 6,02 114,30
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groove and Fillet welds
Base metal P8to P8 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillet Overlay Groove Fillet Overlay
Plate thickness (mm) - - - no limit no limit -
Pipeftube thickness (mm) 6,02 - - no limit no limit -
Pipe diameter (mm) 114,30 - - 73 min no limit -
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GTAW FCAN GTAW FCAW
Type Manual Semi-automatic Manual Semi-automatic
Backing Without With With, without With
Filler metal specification 5.9 522 500 5.0¢
Filler metal classification ER316LSI E316LT0-1 Any Any
Filler metal F-number 6 6 6 6
Filler metal variety (QW-404.23) Bare (solid) - Solid, metal cored -
Consumable insert None - Without -
Number of layers deposited 1 2
Weld deposit thickness (mm) 2,02 4.0 4,04 max 8,0 max
Weld position (Actual position tested) 1G Rotated 1G Rotated
Groove - Plate & Pipe > 610mm F F
Greove - Pipe 73mm to 810mm F F
Groove - Pipe 73mm F F
Fillet - Plate & Pipe > 610mm| F F
Fillet - Pipe 73mm to 610mm F F
Fillet- Pipe < 73mm F R
Progression - - - -
Backing gas With With With With
GMAW transfer mode (QW-409) - Spray - Spray, pulse, globular
GTAW welding current/polarity DCEN (straight polarity) - DCEN (straight polarity) -
TESTS
Type of test Acceptance criteria Result Comments
1 traverse face bends per QW-161.2, QW-463.2(d) and QW-462.3(a) Qw-163 Acceptable see - ASME IX QW-452.1(a) Note 1
1 traverse root bends per QW-161.3, QW-463.2(d) and QW-462.3(a) QW-163 Acceplable see - ASME |X Q'W-452.1(a) Note 1
Visual examination per QW-302.4 Qw-1g4 Acceplable
Notes
CERTIFICATION
Tests conducted by Daniel Schutt Laboratory test number ARJ001-20-09-42663-5
Mechanical tests by Element Breda (NLD) Test file number ARL2542-5

We certify that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance wath the requirements of Section IX of the ASME Code.

Signature 1 Signature 2
Name Signature Name Signalture
F. van Toledo M. van Ginneken DNV for DNV
Tr s doeumant Fa been e g aly sgned ard
Date / Date I
91412023 /412023 g
f =

WeldOffice WPQ 2023.01.001

(c) Copyright 2022 C-spec Softwar,

e. All rights reserved worldvade.

Catalog n® WPQG0007
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN, Zierikzee, Netherlands
ASME Section IX - Welder Performance Qualification (WPQ)

therlonds NSNS WeldOffice WPQ
Welder's name R. Ali Test date 9/22/2020
ID Number 4882630217 WPQ record number A0790090-63
Date of birth 8/9/1957 Standard test number MN.A. Rev. -
Stamp number RA WPS record number PGF-3000 Rev. 1
Company name Airpack Netherlands BV Qualification code ASME Section IX: 2019
Division MN.A.
BASE METALS (QW-403)
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick., (mm) Dia, (mm)
Pipe SA-312 (TP316L) 8 1 101.60 408 6,02 114,30
Welded to: Pipe SA-312 (TP316L) 8 1 101,60 408 6,02 114,30
Joint type Groove
VARIABLES Actual values RANGE QUALIFIED
Type of weld joint Pipe - Groove Groove and Fillet welds
Base metal P8to P8 P-no. 1 thru 15F, 34, 41 thru 49
BASE METAL THICKNESS Groove Fillat Overlay Groove Fillet Overlay
Plate thickness {mm) - [ - - no limit no limit -
Pipeftube thickness {mm) 6,02 [ - | . no limit no limit -
Pipe diameter (mm) 114,30 H - - 73 min no limit -
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding process GTAW FCAW GTAW FCAW
Type Manual Semi-automatic Manual Semi-automatic
Backing Without With With, without With
Filler metal specification 5.9 5.22 B0 5.0
Filler metal classification ER316LSI E316LTO-1 Any Any
Filler metal F-number 6 6 6 8
Filler metal variety (QW-404.23) Bare (solid) - Solid, metal cored | -
Consumable insert None - Without I -
Number of layers deposited 1 2 |
Weld deposil thickness (mm) 2,02 4,0 4,04 max | 8,0 max
Weld position (Actual position tested) 1G Rotated 1G Rotated
Groove - Plate & Pipe > 610mm F } F
Groove - Pipe 73mm to 610mm F | F
Groove - Pipe 73mm| F F
Fillet - Plate & Pipe > 610mm F F
Fillet - Pipe 73mm to 610mm F F
Fillet - Pipe < 73mm F F
Progression - - - -
Backing gas With With With With
GMAW transfer mode (QW-409) 3 Spray - Spray, pulse, globular
GTAW welding current/palarity DCEN (straight polarity) - DCEN (straight polarity) -

TESTS
Type of test Acceptance criteria Result Comments
1 traverse face bends per QW-161.2, QW-463.2(d) and QW-462 3(a) QW-163 Acceptable see - ASME IX QW-452.1(a) Note 1
1 traverse rool bends per QW-161,3, QW-463.2(d) and QW-462.3(a) QW-163 Acceptable see - ASME IX QW-452.1(a) Note 1
Visual examination per QW-302.4 aw-194 Acceptable

Notes
CERTIFICATION

Tests conducted by
Mechanical tests by

Daniel Schutt
Element Breda (NLD)

ARJ001-20-09-42663-6
ARL2542-6

Laboratory test number
Test file number

We certify that the statements in this record are carrect and that the test welds were prepared, welded and tested in accordance wath the requirements of Sectian IX of the ASME Code.

Signature 1 Signature 2
Name Signature g5 i Name Signature
F. van Toledo M. van Ginneken DNV T oecamant mf.ﬁ':‘ﬂﬁ..—,-.;mwa
el hn!)walnul haes handarfan
Date F Date sgnatures.
N van Ginneken
9/4/2023 9/4/2023 BRI
/

WeldOffice WPQ 2023.01.001
Catalag n” WrPQoooos

(c) Copyright 2023 C-spec Software, All rights reserved warldvide,
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