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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Procedure Qualification Record (PQR)

WeldOffice WPS

slirpock

Nethartand; R

WPS record number S2000

PQR record number RET 0245029-001-22 Revision 1 Revision 0
Date 13-6-2012 Company name Airpack Netherlands BV
Welding standard AWS D1.1/D1.1M:2010
BASE METALS ) )
Product form Specification (type or grade) Pno. Grp-no, Size Sch. Thick (mm) Dia. (mm)
Plate API 2W (50) u ] " - 4
Welded to: Plate AP| 2W (50) u n - - 4
and tested: Without PWHT, With impacts
Notes
JOINTS
Joint design Single-V-groove
Backing: None
Retainers None AT v qEEsL "
Groove angle (deg) 60 See addition information See addition information
Rool opening {mm) 3
Rool face (mm) 01
WELDING PROCESSES
Welding process GMAW
Type Semi-automatic
FILLER METALS
SFA specification 518
AWS classification E70C-6MH4
Filler metal F-number 6
Weld metal A-number &
Filler metal nominal composition NA
Filler metal trade name Lincoln, Outershield MC715-H
Filler metal size (mm) 12
Deposited thickness (mm} 4
Maximum pass thickness (mm) 5
Weld deposit chemistry
Supplemental filler metal
Supplemental filler metal vol. (mm?}
POSITION k
Position 3G
Weld progression Uphill
PREHEAT
Preheat temperature 'y 10
Maximum interpass temperature (<] 124
Gﬁ;si ) - B
Shielding gas:  Type AC-20 (A5.32 SG-)
Flow rate (Vmin) 15
Trailing gas: Type None
Flow rate {(Vemin) a
Backing gas: Type None
Flow rate {Vmin) &
ELECTRICAL B
Filler metal size {mm) 12
Amperes 69-83
Valts 14,1 -15.1
Travel speed (mnvimin) 75-83
Maximum heat input (kdfmm) | 0,90
Current/polarity DCEP (reverse polarity)
Wire feed speed {m/min) [}
Arc transfer mode Short-circuiting
TECHNIQUE = E—— "
String or weave Stringer and Weave
Orificelgas cup size 15
C.TWD (mm) 15
Multifsingle electrode Single electrode
MultifSingle pass per side Multiple passes
Peening Not used
Initialfinterpass cleaning Brushing and Grinding
Back gouging method None

WeldOffice WPS 2012 01.003
Catalog n® PORO0OOT

() Copyright 2012 C-spec Software, All rights reserved worldwide,
Page 1 of 3



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Procedure Qualification Record (PQR) - Test results (as welded)

WeldOffice WPS
PQR record number RET 0245029-001-22
Date 13-6-2012
TENSILE TESTS
Specimen number b
| {mm)
1 2005
2 20.05
Comments
GUIDED BEND TESTS
Type of test
Face bend
Face bend
Root bend
Root bend
Comments
TOUGHNESS TESTS
Specimen 2
number | No_tm_ Ioiabon i No-tch type
1 Weld Metal Charpy V
] Weld Metal Charpy V
3 Weld Metal Charpy V
4 HAZ + 1 mm Champy V
5 HAZ + 1 mm Charpy V
6 HAZ + 1 mm Charpy V
7 HAZ + § mm Charpy V
8 HAZ + 5 mm Charpy V
9 HAZ + 5§ mm Charpy V
| Comments
OTHER TESTS
Type of test
RT examinaticn
Comments
CERTIFICATION —
Welder's name 1D Number
T. Lajos 1D Card 353992JA

We cerlify that the statements in this record are correct ami ﬁ:tm: l’eal welds were prepared, welded and tested in

Signature 1
Name
WFranky van Toledo

Date
862012

WeldOffice WPS 2012.01.003
Catalog n® PQROMOT

Si_gnalura

52000

slirpack

Hethertand; I

Revision 1 WPS record number Revision 0
Company name Airpack Netherlands BV
| Welding standard AWS D1.1/01.1M:2010
i : . . Reduced section
Thickness Area Ultimate total load Ultimate unit stress Type of failure and
mm) {m) ) | (MPa) i location
3.69 73,985 538 Nfmm? | Ductile-Base Metal
3,58 60,16 561 Nfmm? | Ductile-Base Metal
Acceplance critedia Result Comments
AWS D11 Acceptable
AWS D11 Acceptable
AWS D11 Acceptable
AWS D11 Acceptable
Specimen size Test temperature } 'I'mpac’l values Drop ;vaghr
(mm) x {mm) ) | {J) {% Shear) {mm) break
10x3 -40 3 - - =
10x3 -40 31 - - -
10x3 40 32 - - -
10x3 -40 53 - - -
10x3 -40 52 - - -
10x3 -40 50 - e -
10x3 -40 50 - - £
10x3 -40 50 - - -
10x3 -40 49 - 5
Acceptance criteria Resutt Comments
AWS D1.1/01.1M:2010 Acceptable RT report 1213-2012-31-003
__ Stamp number | Mechanical testing by Schielab Breda (NLD)
W-104 Laboratory test number SL 12.6052-1
Tesl file number ARL1559-10
Tesls conducted by A. Karstanje
with the of section 4 of D1.1-2010 Structural Welding Code-Steel.
Signature 2
Name Signature
W, Komdeur (Lloyds) Vg Reguee Mgnrana 8
Date Wim Komdeur
= Anmmms Xrw
8-8-2012

(6) Copyight 2012 C-spec Sofware. Al ights reserved worldvide.
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Additional information (PQR)

L]
slirpack
WeldOffice WPS Wether

L
PQR record number RET 0245029-001-22 Revision 1 WPS record number §2000 Revision 0
Date 13-6-2012 Company name Airpack Netherlands BV
| Welding standard AWS D1.1/D1,1M:2010
60°
WeldOffice WPS 2012.01.003
Catalogn® POROOGOT

(¢) Copyright 2012 C-spec Software. All rights reserved worldwide.
Page 3 of 3
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Q
Reiherdyed;

PQRD number
PQR number
WPS number

WELDING PROCESSES
Welding process

Type

BASE METALS

Product form

Material control number
Specification (type or grade)
Nominal compasition
Trade name

P number

G number

AWS group number
Nominal pipeftube size
Schedule

Length

Width (OD)

Thickness

JOINTS

Joint design

Backing:

Retainers

Groove angle (deg)
Root opening {mm)
Root face (mm),

ARL1558-10
RET 0245029-001-22
$2000

Plate

29382113

AP 2W (50)

C-Mn

Voestalpine Grobblech
u

Single-V-groove
None

None

60

3

01

CLEANING/ROOT TREATMENT

Surface preparation
Initial/interpass cleaning
Back gouging method

WeldOffice WPS 2013.02.023
Catalog n* PQDO000T

Grinding

Brushing and Grinding

None

Revision 2
Revision 1
Revision 0

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding conditions - (PQRD Welding Data Record)

WeldOffice WPS

Date 29-5-2012

Welding standard AWS D1.1/D1.1M:2010

Company name Airpack Netherlands BV

To be tested Without PWHT

GMAW
Semi-automatic
Welded to: Product form Plate

Material control number 20382113
Specification (type or grade) API 2W (50)
Nominal composition C-Mn
Trade name Voestalpine Grobblech
P number u
G number

See addition information

AWS group number 1
Nominal pipe/tube size =

Schedule -
Length {mm)| 600
Width (OD) {mm) 200
Thickness (mm) 4

See addition information

(c) Copyright 2013 C-spec Software. All rights reserved worldwide.

Page 1 of 3



slirpack

Netheiind: R

PQRD number ARL1659-10 Revision 2

PASS INFORMATION

Pass number
Layer number

WELDING PROCESSES

Welding process
Type
FILLER METALS
Material control number
SFA specification
AWS classification
Filler metal F-number
Weld metal A-number
Filler metal nominal composition
Filler metal frade name
Filler metal size
Length of filler metal consumed
Deposited thickness
Maximum pass thickness
Weld deposit chemistry
Supplemental filler metal
Supplemental filler metal vol.
POSITION
Position
Weld progression
PREHEAT
Preheat lemperature
Maximum interpass temperature
GAS
Shielding gas:  Type
Flow rate
Trailing gas: Type
Flow rate
Backing gas: Type
Flow rate

ELECTRICAL

Filler metal size
Amperes

Volis

Travel speed

Maximum heal input
Current/polarity

Wire feed speed

Arc transfer mode
TECHNIQUE

String or weave
Orificelgas cup size
CTWD

Mullifsingle electrode
MulliSingle pass per side
Peening

Initial/interpass cleaning
Back gouging method

PASS PERFORMED/WITNESSED BY

Welders name
RecordedAwitnessed by
Date

Data entry by

WeldOffice WPS 2013.02.023
Catalog n® PQDOOOOY

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding parameters - (PQRD Welding Data Record)

WeldOffice WPS

Date 29-5-2012

1 2
1 2
GMAW GMAW
Semi-automatic Semi-automatic
P1FC110214
5.18 5.18
E70C-6MH4 E70C-6MH4
6 6
NA NA.
Linceln, Outershield MC715-H Lincoln, Qutershield MC715-H
(mm) 12 1.2
(mm) =
(mm) 2 2
(mm) | 3
(mm?) -
3G 3G
Uphill Uphill
c) 10 10
cc 10 124
AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
(Umin) 16 15
None None
(Vemin) - -
None None
(ymin) - 3
(mm) 1.2 12
69 83
14.4 15.1
(mmi/min) 75 83
(kdrmm) 0,7949 0,906
DCEP (reverse polanity) DCEP (reverse polarity)
(mimin) _ g
Short-circuiting Short-circuiting
Stringer and Weave Stringer and Weave
15 15
{mm) 15 15
Single electrode Single electrode
Muiltiple passes Multiple passes
Not used Not used
Brushing and Grinding Brushing and Grinding
None Nane
T. Lajos T. Lajos
A.JH. Roza (IWT/IWI) A.J.H. Roza (IWT/IWI)
29-5-2012 29-5-2012
A.JH. Roza (IWT/IWI) A.JH, Roza (IWT/wWl)

T
spec Software Al Tights rgserved worldwide.

Page 2 of 3



(&) Airpack Netherlands BV

— s k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

. I PP uc AWS - Welding parameters - (PQRD Welding Data Record)
L

theddyed; I WeldOffice WPS

PQRD number ARL1559-10 Revision 2 Date 29-5-2012

"2-3:0-1 l

)
L

B

i

WeldOffice WPS 2013.02.023 (€) Copyright 2013 C-spec Software. All rights reserved worldwide.
Calalog n® PQDO00T Page 3 of 3




l Rapport/Report

SCHIELAB Schielab b.v.

SL: 12.6052-1
Page 1 of 2

WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with :AWS D1.1:2010

Purchaser : Arjan Roza Lastechniek BV
Purchase order no. : ARL1559-10

Manufacturer : Airpack Nederland BV.

WPS : 52000

Description of sample(s) : Plate with Single-V-groove
Dimension(s) : 600x400x4 mm

Group number SAL-11

Material grade : AP1 2W grade 50 - API 2W grade 50
Welding process(es) : GMAW (metal cored)

Filler : SFA 5.18 : E70C-6MH4, F-number 6
Brand and type : Lincoln Electric Outershield MC715-H
Shielding gas : AC-20 (A5.32 SG-)

Backing gas i N.A.

Welding position : 3G progression up

Preheat / Interpass temp. 110°C/ 124 °C

Joint type : Single-V-groove

Welder : T. Lajos

Date / place of birth 1 11-02-1985 / Hungary

Stamp. No. /1D ¢ W-104 /1D Card 353992]JA
Testpiece marked with : ARL1559-10

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

CROSS WELD TENSILE TESTS

Dimensions(s) Rm Fracture location
[mm] [N/mm?]
20.05 x 3.69 538 Base material
20.05 x 3.58 561 Base material
Requirements; > 448
TECHNOLOGICAL TESTS
Type Former / Bending angle Results
Face bend 4t/ 180° 2 x acceptable
root bend 4t / 180° 2 x acceptable

W\

TESTING

H A l ﬂﬂﬂ Ingeschreven in het RvA register voor laboratoria onder nr. 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.

2 S
07 ﬁ@‘zmz

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

modd, 524-A013 (11.10)



Rapport/Report
SCHIELAB Schielab b.v.

SL 12.6052-1
Page 2 of 2

IMPACT TESTS - Type: Charpy KV

Notch location Size Test Results Average
temp. value
[mm] [°C] 1] ]
Midweld 10 x 3.0 -40 31-31-32 31
Fusion line +1mm 10x3.0 -40 53-52-50 52
Fusion line +5mm 10x 3.0 -40 50-50-49 50
Requirements for size 10x10mm; =:19 >27
Requirements for size 10x3mm; 257 >8

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 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 report) Opinions, interpretations and advice expressed in this report are outside the scope of any possible RvA accreditation, but are presented in
4 true and fair manner based on the best knowledge of the Schielab personnel involved. 1f; 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 no legal value Unless explicitly agreed upon otherwise in writing our "General conditions for activities performed by Schielab b 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]

| A, Karstanje
SCHIELAE

)

L\

H A l_ I]ﬁ:] Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omschreven in de erkenning.
] 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, 524-R013(11.10)
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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 $2000 Revision 1 Qualified to AWS D1.1/D1.1M:2015
Date 1-6-2016 Company name Airpack Netherlands BV
Supporting PQR(s) RET 0245029-001-22 - Rev 1
Reference docs.
Seoon General instruction welding structural for skids B
Groove, no PWHT (As-welded), impact testing
Joint Joint details for this welding procedure specificalion in:
Production drawings
BASE METALS - THICKNESS RANGE QUALIFIED (mm)
Type Plate P-no. NIA Grp-no. I As-welded With PWHT
Welded to Plate P-no. N/A Grp-no. Il Mo, it Mo Mex,
Backing: None P-no. Grp-no. Complete pen. 3 8, - -
Rotalnars N Impact tested B 8, - -
Notes Partial pen. 3 8, - -
Fillet welds no min. no max. - -
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max. Min. Max.
LNornInal pipe size 610, no max. - l -
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, Qutershield MC715-H 3, ‘ 8, - ‘ -
Sup. filler B i 1 T i - None -
Suppl. filler metal vol.  (mm?)| -
WELDING PROCEDURE
Welding process GMAW
Type Semi-automatic
Minimum preheatfintery temperature  ('C) 10
Maximum interpass temperature (°C) 180
Filler metal size {mm) 12
Layer number v
Position 3G
Weld progression Uphill & Downhill
Current/polarity DCEP (reverse polarity)
Amperes 60 — 100
Volts 13,1 =161
Travel speed ) 60 — 100 [
Maximum heat input (kd/mm) 0,90
Wire feed speed {mimin) 0,
Arc transfer mode Spray-transfer
Shielding: Gas type AC-20 (A5.32 SG)
Flow rate {imin) 14-16
Trailing: Gas type None
Flow rate {limin)
Backing: Gas type None
Flow rate {limin). -
String or weave Stringer and Weave
Orifice/gas cup size 15
C.TWD (mm) 15
Multi/Single pass per side Multiple passes
Multi/single electrode Single electrode
Maximum pass thickness {mm) 5
Weld deposit chemistry
Notes

WelgOffice WPS 2018.01.001
WPS0003T

Catalog n*

(c) Copyright 2016 C-spec Software. All nghts reserved wordwide
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Airpack Netherlands BV
i pP OCk Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
B

AWS - Welding Procedure Specification (WPS)
ihetlands. I WeldOffice WPS
WPS record number 82000 Revision 1 Qualified to AWS D1.1/D1.1M:2015
Date 1-6-2016 Company name Airpack Netherlands BV
PREHEAT TABLE
Applicable standard
AWS D1.1 (Category A} For thickness 3 to 19(mm):Preheat base metal to 10(°C)
TECHNIQUE
Peening Not used
Surface preparation Grinding
Initialinterpass cleaning Brushing and Grinding
Back gouging method None
NOTES
Signature 1 Signature 2
Name | Name Signature
F.van Toledo |
Date IDale
Wednesday, 17 Octaber 2018

We!dOffice WPS 2016.01 001
Catalog n* WPS0003T

(e} Copynght 2016 C-spec Software. All rights reserved wordwide
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Procedure Qualification Record (PQR)

irpack

WeldOffice WPS etbactand; N
PQR record number RET 0245029-001-23 Revision 1 WPS record number $2100 Revision 0
Dale 136-2012 Company name Airpack Netherlands BV

. o " Welding standard AWS D1.1/D1.1M:2010
BASE METALS =
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick.  (mm) Dia. (mm}
Plate API 2W (50) u Il - - 8
Welded to: Plate APl 2W (50) u ] ¥ E 8
and tested: Without PWHT, With impacts
Notes

JOINTS
Joirt design Single-V-groove
Backing: None
Retainers None . B i . i :
Groove angle (deg) 60 See addition information See addition information
Root opening (mien) 3
Root face (mam) 04

WELDING PROCESSES
Welding process GMAW
Type Semi-automatic

FILLER METALS
SFA specification 518
AWS classification E70C-8MH4
Filler metal F-number 6
Weld metal A-number E
Filler metal nominal composition N.A.

Filler metal trade name Lincoln, Outershield MC715-H
Filler metal size {mm) 1.2

Deposited thickness (mm) 8

Maximum pass thickness (mm) I

Weld deposit chemistry

Supplemental filler metal

Supplemental filler metal vol. (mm?) -

POSITION )
Position 3G
Weld progression Uphill

PREHEAT :

Preheat temperature {c) 10
Maximum interpass temperature {'c) 137

GAS ) ] ——

Shielding gas:  Type AC-20 (A5.32 SG-)
Flow rate (Vmin) 15

Trailing gas: Type None
Flow rate (Vmin) =

Backing gas: Type None
Flow rate (Vmin) -

ELECTRICAL ‘

Filler metal size (mm) 1.2

Amperes 86-98

Volis 158-16

Travel speed (mm/min) 61-88
Maximum heat input {kd/mm) 152
Current/polarity DCEP (reverse polarity)
Wire feed speed {mimin) 0

Arc transfer mode Short-circuiting

TECHNIQUE o
String or weave Stringer and Weave
Onifice/gas cup sze 15
CTWD (mm) 15
Multisingle electrode Single electrode
Multi/Single pass per side Multiple passes
Peening Not used
Initial/interpass cleaning Brushing and Grinding
Back gouging method None

WeldOffice WPS 2012.01.003
Catalogn® PORDOODE

{c) Copyright 2012 C-spec Software, All rights reserved worldwide,



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Procedure Qualification Record (PQR) - Test results (as welded)

WeldOffice WPS

PQR record number
Date

TENSILE TESTS
Specimen number

1
2

ROR
GUIDED BEND TESTS

Comments
TOUGHNESS TESTS
Specimen

 number |

-

OO ~N® DL WN

quvnems
OTHER TESTS

Comments
CERTIFICATION
Welder's name

T. Lajos

We certify that the statements in this record are correct and that the test welds were prepared, weldad

Signature 1
Narme

Franky van Toledo
g =
862012

WeldOffice WPS 2012.01.003
Catalog n* POROGCOS

RET 0245029-001-23

13-6-2012
Width
{mm)
2002
2008
Type of test
Face bend
Face bend
Root bend
Root bend
Notch location } Notch type
‘Weld Metal Charpy V
Weld Metal Charpy V
Weld Metal Charpy V
HAZ + 1 mm Charpy V
HAZ + 1 mm Charpy V
HAZ + 1 mm Charpy V
HAZ + 5 mm Charpy V
HAZ + 5 mm Charpy V
HAZ + 5 mm Charpy V
Type of test
RT examination
1D Number
1D Card 353992JA

Signature

WPS record number

irpack

cibiddind; —

Revision 1 52100 Revision 0
Company name Airpack Netherlands BV
| Welding standard AWS D1.1/01.1M:2010
) B Reduced section
Thickness Area ‘ Ultimate total load Ultimate unit stress Type of failure and
(men) | (o) | L] i ochn
7.59 161,952 = 543 N/mm? Ductile-Base Metal
7.52 160,851 - 540 N/mm? Ductile-Base Metal
Acceplance criteria Result Comments =
IS I - - i et
AWS D1.1 Acceptable
AWS D1.1 Acceplable
AWS D1.1 Acceplable
AWS D1.1 Acceplable
Specimen size Test temperature Impact values Drop weight
{mm) x (mm) Q) | 4 (% Shear) (mm) break
10x5 -40 44 2
10x5 -40 486 =
10x5 -40 47 -
10x5 -40 130 - -
10x5 -40 113 5
10x5 -40 116 - -
10x5 -40 124 - -
10x5 -40 85 -
10x5 -40 95 - =
[ Acceplance criteria Result ISE Comments
AWS D1.1/D1.1M:2010 Acceptable RT report 1213-2012-31-003
~ Stamp number Mechanical testing by Schielab Breda (NLD)
W-104 Laboratory test number SLL 12.6053-1
Test file number ARL1559-11
Tests conducted by A Karstanje
stedin accordance with the reqy of section 4 of ANSIANS D1.1-2010 Structural Welding Code-Steel
Signature 2
i Name Signature
it s | S BT
Date Wim Komoeur
8-6-2012

(c} Copyight 2012 C-spec Software. All ights reserved worldvide.
Page2 of 3



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

) -
AWS - Additional information (PQR) . l r. P CICk
WeldOffice WPS

Netberind; I———
PQR record number RET 0245028-001-23

Revision 1 WPS record number 52100 Revision 0
Date 1362012 Company name Airpack Netherlands BV
| Welding standard AWS D1.1/D01.1M:2010

3-4

- I_
el Al
6°)

1

a0

l A

WeldOffice WPS 2012.01.003

{€) Copyright 2012 C-spec Software. Al rights reserved worldwide.
Catalogn®  PQR0G00S 2
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slirpock

Kethesdind; EG———

PQRD number
PQR number
WPS number

WELDING PROCESSES
Welding process
Type
BASE METALS
Product form
Material control number
Specification (type or grade)
Nominal composition
Trade name
P number
G number
AWS group number
Nominal pipeftube size
Schedule
Length
Width (OD)
Thickness

JOINTS

Joint design
Backing:
Relainers

ARL1559-11
RET 0245028-001-23

$2100

Plate

29382113

API 2W (50)

C-Mn

Voestalpine Grobblech
u

(mm) 600
(mm) 200
{mm) 8

Single-V-groove
None
None

Groove angle {deg)| 60

Root opening (mm)

3

Root face (mm)' 0-1
CLEANING/ROOT TREATMENT

Surface preparation
Initialfinterpass cleaning
Back gouging method

WeldOffice WPS 2013 02 023
Catalog n* PODO0002

Grinding

Brushing and Grinding

None

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding conditions - (PQRD Welding Data Record)

WeldOffice WPS
Revision 2 Date 29.5-2012
Revision 1 Welding standard AWS D1.1/D1,1M:2010
Revision 0 Company name Airpack Netherlands BV
To be tested Without PWHT
GMAW

Semi-automatic

Welded to: Product form Plate
Material control number 29382113
Specification (lype or grade) APl 2W (50)
Nominal composition C-Mn
Trade name Voeslalpine Grobblech
P number U
G number
AWS group number ]
Nominal pipeftube size -
Schedule
Length (mm) 600
Width (OD}) (mm) 200
Thickness (mm} 8

See addition information See addition information

{c) Copyright 2013 C-spec Software. All rights reserved worldwide.
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! Airpack Netherlands BV
- k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
w|l I"FICIC AWS - Welding parameters - (PQRD Welding Data Record)
Ketherdyods IR WeldOffice WPS
PQRD number ARL1559-11 Revision 2 Date 29-5-2012

PASS INFORMATION

Pass number 1 2 3

Layer number 1 2 3
WELDING PROCESSES

Welding process GMAW GMAW GMAW

Type Semi-automatic Semi-automatic Semi-automalic

FILLER METALS

Material control number P1FC110214 P1FC110214 P1FC110214
SFA specification 518 5.18 5.18
AWS classification E70C-6MH4 E70C-E6MH4 E70C-6MH4
Filler metal F-number 6 6 6
Weld metal A-number - - -
Filler metal nominal compasition NA. NA. NA,
Filler metal trade name Lincoln, Qutershield MC715-H Lincoln, Qutershield MC715-H Lincoln, Qutershield MC715-H
Filler metal size {mm) 1.2 1.2 12
Length of filler metal consumed (mm) g 2
Deposited thickness (mm) 2 3
Maximum pass thickness (mm) 4 4 4
Weld deposit chemistry - - -
Supplemental filler metal - - -
Supplemental filler melal vol. (mm?) - - -
POSITION
Position 3G 3G 3G
Weld progression Uphill Uphill Uphill
PREHEAT
Preheat temperature c) 10 10 10
Maxi interp perature {c) 86 114 137
GAS
Shielding gas:  Type AC-20 {A5.32 SG-) AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
Flow rate (min) 15 15 15
Trailing gas. Type None None None
Flow rate (Vmin) - . -
Backing gas: Type None Nene None
Flow rate {min) - 5 -
ELEGTRICAL
Filler metal size (mm}) 1.2 12 12
Amperes 89 86 98
Volts 16 16.8 158
Travel speed (ma/min) | 83 88 61
Maximum heat input (h..llmm): 1,0294 0,9265 1,523
Current/polarity DCEP (reverse polarity) DCEP (reverse polarity) DCEP (reverse polanity)
Wire feed speed {mVmin} - -
Arc transfer mode Short-circuiting Shoert-circuiting Short-circuiting
TECHNIQUE = =
String or weave Stringer and Weave Stringer and Weave Stringer and Weave
Orifice/gas cup size 15 15 15
CTWD (mm) 15 15 15
Multi/single electrode Single electrode Single electrode Single electrode
MultiiSingle pass per side Multiple passes Multiple passes Multiple passes
Peening Not used Not used Not used
Initialfinterpass cleaning Brushing and Grinding Brushing and Grinding Brushing and Grinding

Back gouging method None None None
PASS PERFORMED/WITNESSED BY >

Welders name T. Lajos T. Lajos T. Lajos
RecordedMitnessed by AJH. Roza (IWTAWI) A.JH. Roza (IWT/AWI) A.JH. Roza (IWTAWI)
Date 29-5-2012 29-5-2012 29-5-2012

Data entry by AJH. Roza (IWT/IWI) A.JH. Roza (IWT/Iwl) A.JH. Roza (IWT/IW1)

R — 5
i
WeldOffice WPS 2013 02,023 (c) Copyright 2013 C-spgc Software. All rights reserved worldvide.

Catalog n* PODO000Z Page2 of 3




Airpack Netherlands BV

: t Groeneweegije 19 - 25, 4301 RN Zierikzee, The Netherlands
"‘PGG AWS - Welding parameters - (PQRD Welding Data Record)
Hetheiliod I ) WeldOffice WPS

| PQRD number ‘Am.ms-ﬂ Revision 2 Date 2052012

WeldOffice WPS 2013 02,023 - . {€) Copyright 2013.C. i A T e v e
Catalogn®  PQD00KZ . == Page 3 of 3




‘ Rapport/Report

SCHIELAB Schielab b.v.

SL 12.6053-1
Page 1 of 2

WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with : AWS D1.1:2010

Purchaser : Arjan Roza Lastechniek BV
Purchase order no. : ARL1559-11

Manufacturer : Airpack Nederland BV.

WPS : 82100

Description of sample(s) : Plate with Single-V-groove
Dimension(s) : 600x400x8 mm

Group number I |

Material grade : API 2W grade 50 - API 2W grade 50
Welding process(es) : GMAW (metal cored)

Filler : SFA 5.18 : E70C-6MH4, F-number 6
Brand and type : Lincoln Electric Outershield MC715-H
Shielding gas : AC-20 (A5.32 SG-)

Backing gas ' N.A.

Welding position : 3G progression up

Preheat / Interpass temp. :10°C/ 137 °C

Joint type : Single-V-groove

Welder : T. Lajos

Date / place of birth : 11-02-1985 / Hungary

Stamp. No. / ID : A3 /1D Card 353992JA

Testpiece marked with : ARL1559-11

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

CROSS WELD TENSILE TESTS

Dimensions(s) Rm Fracture location
[mm] [N/mm’]
20.02x 7.59 543 Base material
20.06 x 7.52 540 Base material
Requirements; =448
TECHNOLOGICAL TESTS
Type Former / Bending angle Results
Face bend 4t/ 180° 2 x acceptable
root bend 4t/ 180° 2 x acceptable

7\ ;
@l&\ U7 JUNI 208
[

TESTING

H A I. ”ﬁa Ingeschreven in het RvA register voor laboratoria onder nr. 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. 076 - 5424 300, Fax 076 - 5424 848
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257

mod. S24-R013 (11,10)



Rapport/Report

Schielah b.v.

SL 12.6053-1
Page 2 of 2

IMPACT TESTS - Type: Charpy KV

Notch location Size Test Results Average
temp. value
[mm] °C] [J] ]
Midweld 10x 5.0 -40 44-46-47 46
Fusion line +1mm 10x5.0 -40 130-113-116 120
Fusion line +5mm 10x5.0 -40 124-85-95 101
Requirements for size 10x10mm; >19 >27
Requirements for size 10xSmm; =95 >13.5

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 venf‘ed as far as possible and has been copied |n|o this report, unchanged We hereby certify that the reported test data is correct and lhal the above Db}ccl(s) was {were)

ined in d with purchasers requi and/or the above procedure(s) and/or code(s)/specification(s). On occasion a d ive test is sub d by
Sch.lelab b.v. (marked "U’ on the report) Opinions, interpretations and advice expressed in this report are outside the scope of any possible RvA acereditation, but are presented in
a true and fair manner based on the best knowledge of the Schielab personnel involved. If, upen 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 fumished with an authorised
signature. Digital versions of this report have no legal value. Unless explicitly agreed upon otherwise in writing our "General conditions for activities performed by Schielab b.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]

1 Tg:] A. Karstanj
nrmL,

{er]anc B\

it Linyd's Registes H"f\

S

=)

jM\\

STING

H A ﬂ53 Ingeschreven in het RvA register voor laboratoria onder nr. 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. 076 - 5424 300, Fax 076 - 5424 848
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257

mod. 824-R013 {11,10)
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AWS - Welding Procedure Specification (WPS)

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

lar 4 I WeldOffice WPS
WPS record number 52100 Revision 1 Qualified to AWS D1.1/D1.1M:2015
Date 1-6-2016 Company name Airpack Netherlands BV
Supporting PQR(s) RET 0245029-001-23 - Rev 1
Reference docs.
Scope General instruction welding structural for skids
Groove, 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 N/A Grp-no. I As-welded With PWHT
Welded to Plate P-no. N/A Grpno. Il My e M, MR
Backing: None P-no Grp-no. Complete pen. - - - -
Retainers e Impact tested 8, 16, - -
Naies Partial pen. = - #
Fillet welds no min. no max - - J
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max. Min, Max.
INLrninal pipe size 610, ‘ na max - -
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 518 E70C-6MH4 6 - Lincoln, Outershield MC715-H 8, [ 16, - - |
Sup. filler . E l- i - None -
Suppl. filler metal vol.  (mm?)| -
WELDING PROCEDURE B
Welding process GMAW
Type Semi-automatic
Minimum prehealinterpass temperature  (C) 10
Maximum interpass temperature (c) 193
Filler metal size {mm) 1.2
Layer number \
Position 3G
Weld progression Uphill & Downhill
Current/polarity DCEP (reverse palarity)
Amperes 78 - 107
Volts 147171
Travel speed (mm/min) 46-110
Maximum heat input (kJimm) 1.62
Wire feed speed (m/min) 0,
Arc transfer mode Short only far roal pass any other pass Spray
Shielding: Gas lype AC-20 (A5 32 8G-)
Flow rate (UVmin) 12-22
Trailing: Gas type None
Flow rate (W/min) *
Backing: Gas type None
Flow rate (imin) -
String or weave Stringer and Weave
Orifice/gas cup size 15
C.TWD (mm) 15
MultifSingle pass per side Multiple passes
Multi/single electrode Single elecirode
Maximum pass thickness {mm) L]
Weld deposil chemistry -
Notes -

WeldOffice WPS 2016 01.001

Calalog n* WPS00037

/‘i:‘ﬁ{ NS PEC}}}B’-

{c) Copyright 2016 C-spec Software. All rights reserved wordwide

Page 1 of 2
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Airpack Netherlands BV

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

Wednesday, 17 October 2018

Date

WeldOffice WPS 2016 01.001

Calalog n* WPs000aT

{c) Copyright 2018 C-spec Software. All rights reserved woddwide

Page 2 of 2

i 4 p——— WeldOffice WPS
WPS record number §2100 Revision 1 Qualified to AWS D1.1/D1 1M 2015
Date Wednesday, 17 October 2018 Company name Airpack Netherlands BV
PREHEAT TABLE
Applicable standard
AWS D1.1 (Category A) Preheat of 10(°C) shail be applied for all primary & secondary steel work
TECHNIQUE
Peening Not used
Surface preparation Grinding
Initialfinterpass cleaning Brushing and Grinding
Back gouging method None
NOTES
Signature 1 mgu?‘u Signature 2
Name S i Name Signature
F. van Toledo ¥
Date



Airpadk Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Procedure Qualification Record (PQR)
WeldOffice WPS

PQR record number

irpack

Rethestands I

$2300

| RET 0245029-001-25 Revision 1 WPS record number Revision 0
Date 1 136-2012 Company name Airpack Netherlands BV
o - | Welding standard AWS D1.1/D1.1M:2010
BASE METALS
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Plate API 2W (50) u 1 - - 30 -
| Welded to: Plate AP| 2W (50) u Il - = 30 -
and tested: Without PWHT, Fillet-weld test
| Notes.
JOINTS
| Joint design Fillet weld
See addition information See addition information
WELDING PROCESSES o I . I
Welding process GMAW
Type Semi-automatic
FILLER METALS ) ] -
SFA specification 5.18
AWS classification E70C-6MH4
Filler metal F-number 6
Weld metal A-number -
Filler metal nominal composition N.A.
Filler metal trade name Linceln, Outershield MC715-H
Filler metal size (mm) 1.2
Deposited thickness (mm) 8,00
Maximum pass thickness (mm) 5
Weld deposit chemistry £y
Supplemental filler metal .
Supplemental filler metal vol. (mm?) -
POSITION - - ) -
Position 2F
Weld progression -
PREHEAT o e
Preheat temperature c)! 10
Maximum interpass temperature {c)y 112
GAS - o = S -
Shielding gas:  Type AC-20 (A5.32 SG-)
Flow rate {Ifmin) 15
Trailing gas: Type None
Flow rate (Vmin) -
Backing gas: Type None
Flow rate (Vmin) E
ELECTRICAL - B B -
| Filler metal size (mm) 1,2
i Amperes ‘ 237 - 245
| Volts | 26,4 -266
Travel speed (mmmin)| 315 -391
Maximum heat input (kJimm) | 1,2421
Current/polarity | DCEP (reverse polarity)
Wire feed speed (m/min) | 0
Arc transfer mode Spray
TECHNIQUE o - - B
String or weave Stringer and Weave
Qrifice/gas cup size 15
C.TWD (mm) 15
Multifsingle electrode Single electrode
MultifSingle pass per side Single and Multiple passes
Peening Not used
Initial/interpass cleaning Brushing and Grinding
Back gouging method None

WeldOffice WPS 2012.01.003
Catalogn® PQRO0CO10

{c) Copyright 2012 C-spec Software. Allrights reserved worldvide.
Page 1 of 3



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

AWS - Procedure Qualification Record (PQR) - Test results (as welded)
WeldOffice WPS

PQR record number RET 0245029-001-25

irpack

it IR

Revision 1 WPS recerd number 52300 Revision 0
Date 13-6-2012 Company name Airpack Netherlands BV
. o | Welding standard AWS D1.1/D1.1M:2010
TENSILE TESTS o ) B Reduced section
> | Width Thickness Area Ultimate total load Ultimate unit stress Type of failure and
Specimen number -
| (mm) (mm) . (mm?) s | i (N)___ | (MPa) T I_uca;llon
Comments
GUIDED BEND TESTS - ]
Type of test ‘ Acceptance criteria Result Comments
|
Comments
FILLET WELD TESTS N ) B N - B - S
Type of test Acceptance criteria | Result | Fillet leg size
ol g o 1 | " ! {mm) x (mm) S|
3x Macroscopic examination multiple pass AWS D1.1 Acceptlable a=8mm
3x Macroscopic examination single pass AWS D1.1 Acceptable | a=6 mm

Comments

CERTIFICATION N
Welder's name 1D Number Stamp number , Mechanical testing by
T Lajos ID Card 353992JA W-104 | Laboratory test number

Test file number
Tests conducted by

Schielab Breda (NLD)
SL 12.6055-1
ARL1559-13

A. Karstanje

We certify that the statements in this recerd are correct and that the test welds were prepared, welded and tested in accordance with the requirements of section 4 of ANSIANS D1.1-2010 Structural Welding Code-Stesl.

Signature 1 Signature 2

Name ~ Ssignature | Name
[ Franky van a;d: - T - W. K;r;:l;ua.gyds; 7
B, L E . o [Date .
‘862012 o ‘862012

WeldOffice WPS 2012.01.003
Catalog n* PQRO0010

Signature

s .
| sy AN

o

Wim Komdeur

R I

{¢) Copyright 2012 C-spec Software. Al rights reserved worldvide.
- ‘Page 2 of 3



Airpack Netherlands BV M)
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands ) . t
AWS - Additional information (PQR) @ | PP cc

WeldOffice WPS Ketherand; SIS
PQR record number RET 0245029-001-25 Revision 1 WPS record number 52300 Revision 0
Date 13-6-2012 Company name Airpack Netherlands BV

Welding standard AWS D1.1/D1.1M:2010

30,

310

Z=11,3 mm Z=8,5 mm
Ra=6 mm

WeldOffice WPS 2012.01.003
Catalog n* PQRO0010

) Copyright 2012 C-spec Software. All ights reserved worldwide.
 Page3of3



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welding conditions - (PQRD Welding Data Record)

WeldOffice WPS

PQRD number
PQR number
WPS number

WELDING PROCESSES
Welding process
Type

BASE METALS
Product form
Material control number

Specification (type or grade)
| Nominal compasition
| Trade name
| P number
G number
AWS group number
Nominal pipeftube size
Schedule
Length
Width (OD)
Thickness

JOINTS

Joint design

CLEANING/IROOT TREATM

! Surface preparation

| Initialfinterpass cleaning
Back gouging method

ARL1559-13
RET 0245029-001-25
S2300

Plate

| 362705
API 2W (50)
C-Mn
Dillinger Hutte
u

(mm) 350
(mm), 150
(mm) 30

Fillet weld

ENT
Grinding

Brushing and Grinding

None

WeldOffice WPS 2012.01,003

Caldlogn®  PQDO000S

Revision 1
Revision 1

Revision 0

Date

Welding standard
Company name

To be tested

Welded to:

Product form

29-5-2012

GMAW
Semi-automatic

Material control number
Specification (type or grade)
Nominal composition

Trade name

P number

G number

AWS group number

| Nominal pipeftube size
' Schedule

Length
Width (OD)
Thickness

See addition information

s|irpock

AWS D1.1/D1.1M:2010
Airpack Netherlands BV
Without PWHT

Plate
362705
API 2W (50)
C-Mn

| Dillinger Hutte
[u

See addition information

(c) Copyright 2012 C-spec Software. All ights reserved wordvide
T Pagei of 3




Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding parameters - (PQRD Welding Data Record)

WeldOffice WPS

PQRD number
;’;Q?SWFFRMATION ii “_
Pass number

Layer number
WELDING PROCESSES
Welding process

Type
FILLER METALS

Material control number

SFA specification

AWS classification

Filler metal F-number

Weld metal A-number

Filler metal nominal composition
Filler metal trade name

Filler metal size

Length of filler metal consumed
Deposited thickness

Maximum pass thickness

Weld deposit chemistry
Supplemental filler metal
Supplemental filler metal vol.

ARL1559-13

POSITION
Position
‘Weld progression
PREHEAT
Preheat temperature
Maximum interpass temperature
GAS
Shielding gas:  Type
Flow rate
Trailing gas: Type
Flow rate
Backing gas: Type
Flow rate

Filler metal size

| Amperes

| Volts

| Travel speed

| Maximumn heat input
Current/polarity
Wire feed speed
Arc transfer mode

TECHNIQUE
String or weave
Orifice/gas cup size

C.TWD

Revision 1 Date
1 single layer 1 Multi layer
1 1
GMAW GMAW
Semi-automatic Semi-automatic
P1FC110214 P1FC110214
5.18 5.18
E70C-6MH4 E70C6MH4
6 6
NA. NA.
Lincoln, Qutershield MC715-H Lincoln, Qutershield MC715-H
{mm) 1.2 12
{mm) = ]
(mm) 4 4
(mm) 5 5
(mnv) - a
2F 2F
(C) 10 10
10

(C) 10

AC-20 (A5.32 SG-)

(Umin) 15
None
(Umin) -
None
(Ufmin) -
(mm) 12
245
264
(mm/min) 315
(kd/mm) 1,232
DCEP (reverse polarity)
(m/min) | -
Spray
Stringer and Weave
15
(mm) 15

Multifsingle electrode
Multi/Single pass per side
Peening

Initialinterpass cleaning
Back gouging method

PASS PERFORMEDAWITNESSED BY

Welders name

| Recorded/witnessed by
Dale
Data entry by

WeldOffice WPS 2012 01.003
Catalog n° “PQD00004

Single electrode
Multiple passes
Not used
Brushing and Grinding
None

T. Lajos

AJH. Roza (IWTAWI)
29-5:2012

AJH. Roza (IWTAWI)

AC-20 (A5.32 SG-)
16
None
None

1.2
247
26.4
315
1,2421
DCEP (reverse polarity)

Spray

Stringer and Weave
15
15
Single electrode
Single pass
Notused
Brushing and Grinding
None

T. Lajos
A.JH. Roza (IWT/IWI)
29-5-2012

AJH. Roza (IWT/WI)

129-6-2012

1 Multi layer
2

GMAW

Semi-automatic

P1FC110214
518
E70C-6MH4
6
N.A
Lincoln, Qutershield MC715-H
1.2
4
5

2F

10
85

AC-20 (A5.32 SG-)
15
None
None

12
237
266
391
0,9674
DCEP (reverse polarity)

Spray

Stringer and Weave
15
15
Single electrode
Multiple passes
Not used
Brushing and Grinding
None

GMAW

Semi-automatic

P1FC110214
518
E70C-6MH4
6
N.A.
Lincoln, Qutershield MC715-H
1.2

AC-20 (A5.32 SG-)
186
None
None

1.2
240
264
382
0,9952
DCEP (reverse polarity)

Stringer and Weave

15
15

Single eleclrode

Multiple passes

Not used
Brushing and Grinding
None

T. Lajos

A JH. Roza (IWT/IWI)
29-5-2012

A.J.H. Roza (IWT/AWI)

T. Lajos
AJH. Roza (IWT/IWI)
2952012

ght 2012 C-spec Software. All rights reserved vorldwide

Page 2 of 3



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welding parameters - (PQRD Welding Data Record)
WeldOffice WPS

PQRD number ARL1559-13 Revision 1 Date

— 30 —

s|irpoick

Hetberland; NSRS

| 29-5-2012

|
30

Z=85 mm
a=6 mm

WeldOffice WPS 201201 003
Catdlogn®  PQDO0004

(c) Copyright 2012 C-spec Software. All rights reserved worldwide,
Page 3 of 3



Rapport/Report
SCHIELAB Schielab b.v.

SL 12.6055-1

Page 1 of 1
WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD
Testing in accordance with :AWS D1.1:2010
Purchaser : Arjan Roza Lastechniek BV
Purchase order no. : ARL1559-13
Manufacturer : Airpack Nederland BV.
WPS : 52300
Description of sample(s) : Plate with fillet welds single-layer and multi-layer
Dimension(s) :350x150x30 mm
Group number (-1
Material grade : API 2W grade 50 - API 2W grade 50
Welding process(es) : GMAW (metal cored)
Filler : SFA 5.18 : E70C-6MH4, F-number 6
Brand and type : Lincoln Electric Outershield MC715-H
Shielding gas : AC-20 (A5.32 8G-)
Backing gas i N.A.
Welding position 1 2F
Preheat / Interpass temp. :10°C/ 112°C
Joint type : Fillet welds single-layer and multi-layer
Welder : T. Lajos
Date / place of birth : 11-02-1985 / Hungary
Stamp. No./ 1D : W-104 /1D Card 353992]A
Testpiece marked with : ARL1559-13
NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner
MACROSCOPIC EXAMINATION
Amount Result
3x During the examination, no weld defects have been observed.

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 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 report). 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 report has legal value only when printed on Schielab paper and furnished with an authorised
signature. Digital versions of this report have no legal value. Unless explicitly agreed upon otherwise in writing 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
3 A. Karstanje

N‘m%

[ESTING

H A L I]ﬁg Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omschrgven in dé'e fkénmng g,
U Entered in the RvA register for laboratories under number L 063 for the areas outlined in the approval. . il BR AR Tl
Schielab-Breda Voorerf 18-20, 4824 GN Breda, Tel. 076 - 5424 300, Fax 076 - 5424 848 e E,T f JUNTLUIL
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257

essed and approved by; Mr.
Representing: Lloyd’s Register Nederland B.V.
[RET 0245029]

2)

fi’

mod. $24-R013 (11.10)



Airpack Netherlands BV

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

2.
elirpack

WeldOffi ce WPS Netberland) IS
WPS record number 152300 Revision 0 Qualified to AWS D1.1/D1.1M:2010
Date 14-6-2012 Company name Airpack Netherlands BV
Supporting PQR(s) RET 0245029-001-25 - 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:
Production drawings
BASE METALS  THICKNESS RANGE QUALIFIED (ram)
Type Plate P-no. U Grp-no. Il As-welded With PWHT
Welded to Plate P-no. U Grp-no. I - M e e o e
Backing: None P-no. Grp-no. Complete pen. - - - -
Retainers None Impe_'cl losted ) ) ) .
INotes Partial pen. - - - -
Fillet welds no min. | no max. | - -
- © DIAMETER RANGE QUALIFIED  (mm)
Aswelded | With PWHT
Min. Max. Min. Max.
| Nominal pipe size 610, no max. - -
FILLER METALS © THICKNESS RANGE QUALIFIED (mm)
1 i ‘ f : 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, Qutershield MC715-H 3, no max. = -
Sup. filler - - - - - - None -

WELDING PROCEDURE

' Welding process

| Type

| Minimum preheat/interpass temperaturé’c)
: Maximum interpass temperature c)
Filler metal size (mm)|

‘ Layer number
Position
Weld progression
Current/polarity
Amperes
| Volts
| Travel speed {mmmin)
Maximum heat input (kJimm)
| Wire feed speed (m/min)
| Arc transfer mode
[ Shielding: Gas type

Flow rate (Vmin) |
Trailing: Gas type

Flow rate (Umin)
Backing: Gas type

Flow rate (Umin)

String or weave
Orifice/gas cup size
C.TW.D (mm)
MultifSingle pass per side
| Multifsingle electrode
Maximum pass thickness (mm)
: Weld deposit chemistry
| Notes

WeldOffice WPS 2012,01.003
Catalog n® WPS00017

Semi-automatic

10

168

1.2

All

FH

DCEP (reverse polarity)
213 -269
245-28,4
265 - 485
1.2421

0,

Spray
AC-20 (A5.32 SG-)
12-22
None

None

Stringer or Weave
15
15
Single or multiple passes
Single electrode
5

(c) Copyright 2012 C-spec Software. All rights reserved worldvide.
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

) -
Elsisel
AWS - Welding Procedure Specification (WPS) & I PPGCt
HNethe

WeldOffice WPS vand; I—

WPS record number $2300 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): O(°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).

Over 63.5(mm): 150(°C).
TECHNIQUE - '

Peening Not used

Surface preparation Grinding

Initial/interpass cleaning Brushing and Grinding

Back gouging method None
NOTES ' - -

Signature 1 Signature 2

Name Name gnature.

[ I o eeny 4
Date Date

Whm Komdeur
Ko u

WeldOffice WPS 2012.01 003
Catdogn®  WPS00017

(c) C_npyn‘g"\l 2012 Crspen“SofMare, Al riy\-lr; reserved worldwide.
o - - N - ]'-;age 202




Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Procedure Qualification Record (PQR)
WeldOffice WPS

PQR record number RET 0245029-001-27 Revision 1

Date 136-2012
BASE METALS
Product form Specification (type or grade)

1 Plate API 2 (50)

Welded to: Plate API 2W (50)
| and tested: Without PWHT, Fillet-weld test
| Notes
JONTS

Joint design Fillet weld

WPS record number
Company name
| Welding standard

P no.

See addition information

WELDING PROCESSES
Welding process
Type
FILLER METALS
SFA specification
AWS classification
Filler metal F-number
Weld metal A-number
Filler metal nominal composition
Filler metal trade name
Filler metal size (mm)
Deposited thickness (mm)
Maximum pass thickness (mm)
Weld deposit chemistry
Supplemental filler metal
Supplemental filler metal vol. (mm?)
POSITION -
Position
| Weld progression
PREHEAT

| Preheat temperature (C)|
| Maximum interpass temperature cc)
GAS

Shielding gas:  Type
Flow rate (Vmin)

Trailing gas: Type
Flow rate (Vmin)

Backing gas: Type
Flow rate (Vmin)

ELECTRICAL

Filler metal size (mm)
Amperes
Volts |
Travel speed (mm/min)
Maximum heat input (kJimm)|
Currentipolarity
Wire feed speed (m/min)
Arc transfer mode

TECHNIQUE

j String or weave

} Orifice/gas cup size

CTWD (mmj

| Multifsingle electrode

| MultifSingle pass per side

| Peening
Initialfinterpass cleaning
Back gouging method

Catdogn®  PQRO00I2

GMAW

5.18

irpock

gibgrdand, IS

$2500 Revision 0
Airpack Netherlands BV
AWS D1.1/D1.1M:2010

Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Il . * 30 =
1} - - 30 =

See addition information

Semi-automatic

E70C-6MH4

6

NA

Lincoln, Qutershield MC715H

12
8,00

AC-20 (A5.32 SG-)

15
None

None

12

227-233

259 -26,

1

327 - 451

1,1063

DCEP (reverse polanity)

0
Spray

Stringer and Weave

15
15

Single electrode
Mulliple passes

Not used
Brushing and Grinding

{c) Copyright 2012 C-spec Software. All rights reserved worldwide.
Page 1 of 3



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Procedure Qualification Record (PQR) - Test results (as welded)

) -
elirpack

WeldOffice WPS Netherland; IS
PQR record number | RET 0245029-001-27 Revision 1 WPS record number S$2500 Revision 0
Date 136-2012 Company name | Airpack Netherlands BV

— | Welding standard AWS D1.1/D1.1M:2010
TENSILE TESTS - Reduced section
} Width Thickness ‘ Area : Ultimate fotal load | Ultimate unit stress Type of failure and
Specimen number | |
(mm) (mm) S tﬂ""i) ' N) | (MPa) location |
|
|
|
\
|
Comments
EPID_ED BEND TESTS - - N o B
Type of test Acceptance criteria Result Comments

Comments

FILLET WELD TESTS S S - a -

| Type of test Acceptance crileria Result Fillet leg size

| {mm) x (mm)

3x Macroscopic examination muitiple pass AWS D1.1 Acceptable a=8mm
3x Macroscopic examination single pass AWS D1.1 ‘ Acceplable | a=6mm
Comments
CERTEICATION R ) B
Welder's name | 1B Number Stamp number | Mechanical testing by Schielab Breda (NLD)
T Lajos ID Gard 353992JA W-104 Laboratory test number SL 12.6057-1
Test file number ARL1559-15
Tests conducted by A. Karslanje
‘We certfy that the statements in this record are correct and thal the test welds were prepared, welded and tested in accordance with the requi of section 4 of ANSUANS D1.1-2010 | Welding Code-Steel.

Signature 1 Signature 2

| Name Signature Name Signature
Franky van Toledo W. Komdeur (Lloyds) o Hegering
Date Date Wim Komdeur

S
— JAS— er
862012 86-2012 T 7

WeldOffice WPS 2012.01.003
Catalog n® PQRO0012

(c) Copyright 2012 C-spec Software. All rights reserved worldwide.
Page 2 of 3



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

AWS - Additional information (PQR)
WeldOffice WPS

irpock

hethcitand; IS

PQR record number RET 0245029-001-27 Revision 1 WPS record number 52500 Revision 0
Date 136-2012 Company name Airpack Netherlands BV
SEES - | Welding standard AWS D1.1/D1.1M:2010
b ey
3
a=8 mm a=6 mm
Z=11,3 mm Z=8,5 mm

WeldOfice WPS 2012.01.003
Catalog n® PQRO00T2

(c) Copyright 2012 C-spec Software. All ights reserved worldwide,
- - Page 3 of 3



Airpack Netherlands BV

Groeneweegje 19 - 26, 4301 RN Zierikzee, The Netherlands

AWS - Welding conditions - (PQRD Welding Data Record)

WeldOffice WPS

PQRD number
| PQR number
WPS number

ARL1559-16
RET 0245029-001-27
S2500

WELDING PROGESSED
| Welding process

Type

BASE METALS

Product form Plate

362705

API 2W (50)
C-Mn
Dillinger Huite

P number U

Material control number
Specification (type or grade)
Nominal composition

Trade name

G number
AWS group number I
Nominal pipeftube size
| Schedule
| Length
Width (OD)
Thickness

JOINTS

(mm) 350
(mm) 150
(mm) 30

| Joint design Fillet weld

CLEANING/ROOT TREATMENT
Surface preparation Grinding
Initial/interpass cleaning Brushing and Grinding

Back gouging method None

WeldOffice WPS 2012.01.003
Catalogn® PQDQ0006

Date

irpack

Revision 1 29-5-2012
Revision 1 Welding standard AWS D1.1/D1.1M:2010
Revision 0 Company name Airpack Netherlands BV
' To be tested Without PWHT
GMAW
Semi-automatic
Welded to: Product form Plate
| Material control number 362705
Specification (type or grade) API 2W (50)
I Nominal composition C-Mn
| Trade name Dillinger Hutte
| P number u
G number
AWS group number ]
Nominal pipe/lube size -
Schedule -
Length (mm) 350
Width {OD) (mm) 150

Thickness

See addition information

(mm) 30

See addition information

{c) Copyright 2012 C-spec Software. All rights reserved worldwide.
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding parameters - (PQRD Welding Data Record)

WeldOffice WPS

PQRD number

PASSIN FORMATION

Pass number
Layer number

WELDING PROCESSES
Welding process
Type

FILLER METALS

Material control number
SFA specification
AWS classification
Filler metal F-number
Weld metal A-number
Filler metal nominal composition
Filler metal trade name
| Filler metal size
! Length of filler metal consumed
| Deposited thickness
| Maximum pass thickness
Weld deposit chemistry
Supplemental filler metal

Supplemental filler metal vol.

POSITION
Position
| Weld progression

PREHEAT -

Preheat temperature
Maximum interpass temperature

GAS
Shielding gas: Type
Flow rate
Trailing gas: Type
Flow rate
| Backing gas: Type
| Flow rale
ELECTRICAL

Filler metal size
Amperes
Volts
Travel speed
Maximum heat input
| Current/polarity
| Wire feed speed
| Arc transfer mode

String or weave
Qrificelgas cup size
CTWD
Multifsingle electrode
MultifSingle pass per side
| Peening
| Initialfinterpass cleaning
| Back gouging method
PASS PER

Welders name
Recordediwitnessed by
Date

Data entry by

WeldOffice WPS 2012.01.003
Catalog n® PQDO0006

ED/WITNESSED BY

ARL1559-15

(mm})
(mm)
(mm)

(mm)

(mm?)

c)
(°c)
(Vmin)
(Vmin)

(Vmin)

(mm) |

(mm/min)

(kJfmm)

(m/min)

Revision 1 Date
1 single layer 1 multi layer
1 1
GMAW GMAW
Semi-automatic Semi-automatic
800401 P1FC110214
518 518
E70C-6MH4 E70C-6MH4
6 6
N.A. N.A.
Lincoln, Qutershield MC715-H Lincoln, Qutershield MC715-H
12 1.2
4 4
5 5
4F 4F
10 10
10 10
AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
15 16
None None
None None
12 1,2
23 227
26.1 26.1
327 346
1,1063 1,0274
DCEP (reverse polarity) DCEP (reverse polarity)
Spray Spray

(mm)|

Stringer and Weave

15
15

Single electrode

Multiple passes

Not used
Brushing and Grinding
None

T. Lajos
A.J.H. Roza (IWT/WI)
29-5-2012
A.JH. Roza (IWT/I\W1)

Stringer and Weave

15
15

Single electrode

Multiple passes

Not used
Brushing and Grinding
None

T. Lajos
A.JH. Roza (IWT/WI)
29-5-2012
A JH. Roza (IWT/IWI)

29-52012

1 multi layer
1

GMAW

Semi-automatic

P1FC110214
518
E70C-6MH4
6

N.A.

Lincoln, Outershield MC716-H

1.2

4
5

AC-20 (A5.32 SG-)
15
None
None

12
233
259
451
0,8028
DCEP (reverse polarity)

Spray

Stringer and Weave

15
16

Single electrode

Multiple passes

Not used
Brushing and Grinding
None

T. Lajos
A.J.H. Roza (IWTAWI)
29-5-2012

AJ.H. Roza (IWT/WI)

Neiberand; I

multi layer1
1

GMAW
Semi-automatic

P1FC110214
5.18
E70C-6MH4
6

NA.

Lincoln, Outershield MC715-H

1.2

4
5

128

AC-20 (A5.32 SG-)
15
None

None

dpec Software. Allrights reserved worldwide.

1,2
229
26
391
09137
DCEP (reverse polarity)
Spray

Stringer and Weave
15
15
Single electrode
Muitiple passes
Not used
Brushing and Grinding
None

T. Lajos
AJH. Roza (IWT/IWI)
2952012

Page2 of 3



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welding parameters - (PQRD Welding Data Record)
WeldOffice WPS

PQRD number ARL1559-15 Revision 1 Date

irpack

Netberland) IEE———

29-5-2012

30
|

3 =iy
a=8 mm
Z=11,3 mm

WeldOffice WPS 2012.01.003
Catalog n® PQD0000G

a=6 mm
Z=8,5 mm

(c) Copyright 2012 C-spec Software. All ights reserved warldwide.
T 777777Page3ﬂf’3




Rapport/Report
SCHIELAB Schielab b.v.

SL 12.6057-1
Page 1 of 1
WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with :AWS DI1.1:2010

Purchaser : Arjan Roza Lastechniek BV

Purchase order no. : ARL1559-15

Manufacturer : Airpack Nederland BV.

WPS : §2500

Description of sample(s) : Plate with fillet welds single-layer and multi-layer
Dimension(s) : 350x150x30 mm

Group number (1A

Material grade : API 2W grade 50 - AP1 2W grade 50
Welding process(es) : GMAW (metal cored)

Filler : SFA 5.18 : E70C-6MH4, F-number 6
Brand and type : Lincoln Electric Outershield MC715-H
Shielding gas : AC-20 (A5.32 SG-)

Backing gas ' N.A.

Welding position 1 4F

Preheat / Interpass temp. :10°C/ 128°C

Joint type : Fillet welds single-layer and multi-layer
Welder : T. Lajos

Date / place of birth : 11-02-1985 / Hungary

Stamp. No./ID : A3 /1D Card 353992JA

Testpiece marked with : ARL1559-15

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

MACROSCOPIC EXAMINATION
Amount Result

3x During the examination, no weld defects have been observed.

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 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 report). 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 lusions 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 no legal value. Unless explicitly agreed upon otherwise in writing 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.
presenting: Lloyd’s Register Nederland B.V.
[RE’E 02450%9]1!{;i5[0? Nederland BV,
i 1 FRe 5T) ;
i Rotterdam\yize %

)J - i IS
H A |_ ﬁa IngesChreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omschirevenin dg erkenning. T
U Entered in the RvA register for laboratories under number L 063 for the areas outlined in the approval. ] { j! Hi] /“1 7

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. 524-R013 (11.10)



Airpazk Netherlands BV

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

ack

WeldOffice WPS
WPS record number
Date

Supporting PQR(s)
Reference docs.

) -
w|ll 'P
Nethytond) IS

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

Qualified to

Company name

$2500
14-6-2012

Revision 0

RET 0245029-001-27 - Rev 1

Filletwelds single layer a <= 8 mm and multi layer filletwelds => 8 mm
Fillet, no PWHT (As-welded)

Joint

BASE METALS

Joint details for this welding procedure specification in:
Production drawings

(n;m)

THICKNESS RANGE QUALIFIED
Type Plate P-no. U Grp-no. |l As-welded | With PWHT
| Welded to Plate P-no. U Grp-no. |l R | Lt Max. | Min M|
‘ Backing: Nene P-no. Grp-no. | Complete pen. - - - -
Retainers None mpscd tostod ) : -
Notes Partial pen. - - = =
Fillet welds nomin. | no max. - -
) ) - DIAMETER RANGE QUALIFIED  (mm)
Aswelded | With PWHT
Min. Max. | Min Max.
'Nominal pipe size| 610, | no max. > @
FILLER METALS © THICKNESS RANGE QUALIFIED  (nm)
T [ { T [ Aswelded |  With PWHT
SFA Classification F-no. . A-no Chemical analysis or Trade name o S il v
GMAW 5.18 E70C-6MH4 6 - Lincoln, Qutershield MC715-H 3, no max. - -
Sup. filler - - - - - - None -
WELDING PROCEDURE o -
Welding process GMAW
Type Semi-automatic
Minimum preheat/interpass temperaturé’c) 10
Maximum interpass temperature c) 184
Filler metal size (mm) 1.2
Layer number All
Position o}
Weld progression n
Current/pol arity DCEP (reverse polarity)
Amperes 204 -256,
Volts 24,0- 279
| Travel speed (mm/min) 245 - 490
| Maximum heat input (kdimm) 1,1063
| Wire feed speed (m/min) 0,
| Arc transfer mode Spray
Shielding: Gas type AC-20 (A5.32 SG-)
Flow rate llfmin)i 12-22
Trailing: Gas type | None
Flow rate (Vmin) | %
Backing: Gas type None
Flow rate (min) -
String or weave Stringer or Weave
| Orifice/gas cup size 15
'C.TWD (mm| 15
Multi/Single pass per side Multiple passes
Multi/single electrode Single electrode
Maximum pass thickness (mm) 5

Weld deposit chemistry
Notes

WeldOffice WPS 2012.01.003
Catalog n® WPS00019

(c) Copyright 2012 C-spec Software, All rights reserved worldwide.
Page 1 of 2




Catalogn®

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

WeldOffice WPS

WRPS record number
Date

PREHEAT TABLE

Applicable standard

AWS D1.1 (Category A}

TECHNIQUE

Peening

Surface preparation

Initialfinterpass cleaning

Back gouging method
NOTES

Signature 1

Name

Date

WeldOffice WPS 2012.01.003

WPS00018

$2500

14-6-2012

Qver 19 thru 38.1(mm): 66(°C).
QOver 38.1 thru 63.5(mm): 107(°C).

QOver 63.5(mm}): 150(°C).

Not used

Grinding

Brushing and Grinding
None

& Signature

Revision 0

Qualified to
Company name

Signature 2

|Name

Date

AWS D1.1/D1.1M:2010

Airpack Netherlands BV

For thickness 3 to 19(mm): 0(°C). Preheat to 20(°C) if the base metal temperature is below 0(°C).

ir'E

thedand; IS

Signalurgw i

Vayds Reguies Negertandt Y.
e oA et

Wim Komdeur

Knnes XKoo

(c) Copyright 2012 C-spec Software. All rights reserved worldvide.
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. Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
. I r. GCk AWS - Procedure Qualification Record (PQR)
Rethrtond,

WeldOffice WPS
POR d fumb RETO027 Koot Revision 1 WPS record number 82600 Ravision 1
Date 1-6-2016 ‘Company name Alpack Netherdands BV
Welding standard AWNS D1LADLAM2015
BASE METALS
Product form Specificalion (type or grade) P no. Grp-no. Size Sch. Thick.  {mm) Din. {mm)
Plate AP 2W (50LS) u " - - 4 -
Wolded to: Plate AP 2W (50LS) u [ - - 4 -
and tested; Without PWHT, With impacts, With hardness
HNoles
JOINTS
Jolnt design Single-V-groove
Backing: None
Retainers None
Groove angle {deg.) 60 i
Rod ssavirt i i See addition information See addition information
Root face {mm) o
WELDING F
Welding process GMAW
Type Seml-automatic
FILLER METALS
SFA specification s.18
MNS dassification ETOC-6MH4
Filler metal F-number ]
Weld metal A-number -
Filler metal nominal composition NA
Filler metal trade name Lincoln, Outershield MCT15-H
Filler metal size (mm}) 12
Deposited thickness (mm)| 4,00
Maximum pass thickness {mmy) 3
Weld deposit chemistry -
Supplemental filler metal -
Supplemental filler metal vel. {mm®) 5
POSITION
Position 206
Weld progression =
PREHEAT
Preheat temperature ey 10
Maximum interpass temperature ("c)| 124
aAs
Shielding gas: Type AC-20 (A5.32 5G-)
Flow rate {Umin) 15
Trailing gas: Type None
Flow rate (Umin)| -
Backing gas: Type Mone
Flow rate Wmin) o
ELECTRICAL
Filler metal size {mm)] 12
Wavatorm control Mot Used
Energy 1] Mot Used
Pewer (4s) Not Used
Asc time (sec) Not Used
‘Weid bead longth {mim) Not Used
Amperes 87 - 183
Veits 145-201
Travel speed (mmmin) 117 - 485
Maximum heat input (dimm)) 045-0,84
Currentipolarity DCEP freverse polarity)
Wire feed speed (mimin) 0
Arc transfer mode Short-circuiting, Globular
TECHNIQUE
String of weave Stringer and Weave
Orifice/gas cup size 15
CTW.D (mm) 15
Multiisingle electrode Single electrode
Multi/Single pass per side Multiple passea
Peening Not used
Initinlfinterpass dleaning Brushing and Grinding
Back gouging method None
WeldOlfice WPS 2016,01,001 (c) Copyright 2016 C-spec Al rights reserved

Cotalogn®  PGRO00Z25 Page 1 of 2



s|irpack

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

AWS - Procedure Qualification Record (PQR) - Test results (as welded)

WeldOffice WPS
PQR record number RET0278790/TK/DON Revision 1 WPS record number 52600 Revision 1
Dute 162018 Company name Mrpack Nethedands BV
Welding standard NS D1ADLIM2015
TENSILE TESTS Reduced section
PR Width Thickness Nea Ultimate fotal load Ultimate unit stress Type of fuilure and
iseas (mem) (m) (o) 0 _uPa) locaton
1 20.01 383 76,638 - sar Ductile-BM
2 20,02 382 TEATE - 502 Ductile-BM
Comments
GUIDED BEND TESTS
Type of test Acceptance criterdn Resull Comments
Root bend ANS DA Accoplable
Root bend ANS DA Acceptable
Face bend ANSD1A Acceplable
Facae bend ANSDI1A Acceptable
Comments
TOUGHNESS TESTS
Specimen Specimen size Test temperature Impact values Drop weight
Natch location Nolch
number tpe {mm) x (mm) re) ") (% Shear) {mm) break
1 ‘Weld Metal Charpy V 10x3 4D 20134536 = - Mo
2 HAZ Charpy V 10x3 -40 344838 - - No
3 HAZ + 1 mm Charpy V 10x3 40 551478 - - No
4 HAZ + 2 mm Charpy V 10x3 40 52/52/53 - - Ne
5 HAZ + 5 mm Charpy V 10x3 -40 ABMBIS5Y - - No
Comments.
HARDNESS TEST
Type (Scale) Distance from surface AP 2W (50L8) HAZ Weld HAZ AP 2W (S0LS)
Wickers (HV) Cap area 1-2 mm 170172170 192-208-218-218-214 203-211-211-211-208 209-207-203-208-208 168-167-167
Vickers (HV) Cop area 1-2 mm 166-167-167 192-204-212-211-206 207-203-207-205-200 216-214-216-211-194 170170169
Comments |
OTHER TESTS
Type of iest Acceplance criterin Resuit Comments
2x Macroscople examination ANSD1Y Acceptable
RT examination ANS DY Acceptable
MT examination ANS D1 Acceptable
Comments |
CERTIFICATION
Welder's name 10 Mumbaer Stamp number testing by Element Breda (NL)
Dorreman M, 1D Card IKPOSSEJE w013 Laboratory test number ARJO01-18-01-18390-1
Test file number ARL2064-1
Tests conducted by A, Karstanje
We certify that the statements in this record are correct and that the test welds were prepared, welded and tested in with the of 4 of D1.1 Structural Welding

Coda ste ot
Code-Steat.

Signature 1 Signature 2

Name Name o

F. van Teledo T. Konings{Lloyds) :‘ Arvirued m"’
Date Date iparenind

162016 162016 T W

WeldOfice WPS 2016.01.001

(c) Copyright 2016 C-spec Software. All rights reserved woddwide,
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welding conditions - (PQRD Welding Data Record)

Lot WeldOffice WPS
PQRD number ARL2064-1 Revision 1 Dale 11-01-2016
PQR number RET0278790/TK/001 Revision 1 Welding standard AWS D1.1/D1.1M:2015
WPS number $2600 Revision 1 Company name Airpack Nethedands BV
To be tested Without PWHT
WELDING PROCESSES
Welding process GMAW
Type Semi-automalic
BASE METALS
Product form Plate Welded lo: Product form Plate
Material control number 816729 29381911 Material control number 816720 203819/1
Spacification (type or grade) AP| 2W (50LS) Spacification (type or grade) API 2W (50LS)
Nominal composition C-Mn Nominal composition C-Mn
Trade name Voestalpine Grobblech Trade name Voeslalpine Grobblach
P number u P number u
G number G number
AWS group number ] AWS group number Il
Nominal pipaftube size - Nominal pipe/tube size -
Schedule - Schedule -
Length (mm)| 500 Length (mm)| 500
Width (OD) (mm)| 200 Width (OD) (mm)| 200
Thickness (mm)| 4 Thickness (mm)| 4
JOINTS
Joint design Single-V-groove
Backing: None
Retainers None . s t
o Mol ooy P See addition information See addition information
Root opening (mm)| 2-3
Root face (mm)] 0-1
CLEANING/ROOT TREATMENT
Surface preparalion Grinding
Initialfinterpass cleaning Brushing and Grinding
Back gouging method None

WeldOMice WPS 2016.01.001

5
2016 C-spec Sofl Mﬂéﬁl d ;

=)

Catalog n* PQDO0T!
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding parameters - (PQRD Welding Data Record)

et E—— WeldOffice WPS
IPQRD number | ARL2064-1 Revision 1 Date I 11-01-2016
PASS INFORMATION
Pass number 1 2 3
Layer numbar 1 2 2
WELDING PROCESSES
Welding process GMAW GMAW GMAW
Type Semi-automatic Semi-automatic Semi-automatic
FILLER METALS
Material control numbar P1FC150311 P1FC150311 P1FC150311
SFA specification 518 5.18 5.18
AWS classification E70C-6MH4 ETOC-6MH4 E7OC-6MH4
Filler metal F-number 6 6 6
Weld metal A-number . = =
Filler metal nominal composition NA N.A NA,
Filler metal trade name Lincoln, Outershield MC715-H Lincoln, Outershield MCT15-H Lincoln, Outershield MC715-H
Filler matal size {mm) 12 1,2 1.2
Length of filler metal consumed {mm) - - -
Deposited thickness (mm) 2 2 2
Maximum pass thickness {mm) 3 3 3
Weld deposit chemistry - - =
Supplemental filler metal - - -
Supplemental filler matal vol. (mm?) - - =
POSITION
Position 26 26 26
Weld progression 5 = =
PREHEAT
Preheat temperature (c)| 10 10 10
Maximum interpass temperature rc) 10 69 124
GAS
Shielding gas: Type AC-20 (A5.32 SG-) AC-20 (A5.32 SG-) AC-20 (A5.,32 SG-)
Flow rate Wmin)) 15 15 15
Trailing gas: Type None None Nona
Flow rate (Wmin) . - .
Backinggas:  Type None None None
Flow rate (Wmin) - - -
ELECTRICAL
Filler metal size (mm)| 12 12 12
Waveform control Not Used Not Used Mot Used
Energy (] - - -
Power () - - »
Arc time (sec)) - - -
Weld bead length (mm)) . 5 3
Amperes 87 182 183
Volts 14.5 2041 201
Travel speed (mm/min)) 17 485 450
Maximum heat input (kdmm) 0,6469 0,4526 0,4804
Cumsntpolanty DCEP (revarsa polarity) OCER {feveisa polaniy) OCER (reverse polanty)
Wire feed speed (mimin) - a o
Arc transfer mode Short-circuiting Globular Globular
TECHNIQUE
String or weave Stringer and Weave Stringer and Weave Stringer and Weave
Orifice/gas cup size 15 15 15
C.TW.D {mm) 15 15 15
Multifsingle electrode Single electrode Single elsctrode Single electroda
MultifSingle pass per side Multiple passes Multiple passes Multiple passes
Peening Not used Not used Not used
Initialfintarmace claanina Anehina and CrAndina Bruehing and Adndine Beaiehina and Prindina
Inftialfinterpass cleaning Brushing and Grinding Brushing and Grindir Brushing and Grinding
Back gouging None None Nona

WeldOffice WPS 2016.01.001

(e)

qm&‘m.

2016 C-spec

Catalog n® PADROO1T
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Airpack Netherlands BV

i r P.....EI.EE Groenewsegje 19 - 25, 4301 RN Zlerikzee, The Netherlands

AWS - Welding parameters - (PQRD Welding Data Record)

WeldOffice WPS
|Pmorn.mor | Ari2084-1 Rovison 1 Date |11-ot-zo1e
O Wanesed
[ e
WeldOfice WPS 2016.01.001 v @ Ty e
Cotalog n* PQDO0ON [ e —— Paged of 3
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Airpack Netherlands BV

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

fithr ot —— WeldOffice WPS
,'i'\‘_'PS record number 52600 Revision 1 Qualified to AWS D1.1/D1.1M:2015
Date 1-6-2016 Company name Alrpack Netherlands BY
Supporting PQR(s) RET0278790/TKI001 - 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 Plato Paio, U Grpno, il As-welded With PWHT
Welded to Plate Pno. U Gp-no. i Mo, L o sk,
Backing: None P-na, Grp-no. Complete pen, 3, 8, -
Retainers None Impact tested 3 8, ; .
Notes Partial pan. 3, 8, - =
Fillet welds no min, no max. - Ze]
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max, Min, Max,
[Erm pipe size 610, 1o max. - -
FILLER METALS THICKNESS RANGE QUALIFIED (mm})
As-welded With PWHT
SFA Classification F-no, | A-no. Chemical analysis or Trade name e Vi e s
GMAW 518 | E70C-6MH4 6 - Lincoln, Outershisld MC715-H 8 8, - -
GMAW - - -
GMAW g 2 = -
Sup. filler - Required - :]
Suppl. filler metal vol, {mlﬂ] .
WELDING PROCEDURE
Welding process GMAW GMAW GMAW
Type Semi-automatic Semi-automatic Semi-automatic
Minimum prehealinterpass temperature  ['c) 10 10 10
Maximum interpass termy re) 174 174 174
Filler metal size (mm}) 1,2 1.2 1.2
Layer number Root Fill Cap
Position FH FH FH
Weld progression Nol applicable Not applicable Not applicable
Currentipolarity DCEP (raverse polarity) DCEP (reversa polarity) DCEP (reverse polarity)
Waveform confrol Not Used Not Used Not Used
Energy ) Not Used Not Used Not Used
Power (s) Not Used Not Used Not Used
Amperes 80 - 100 175- 185 175 - 185
Mone 14-97 19-21 10-21
Travel speed {mm/min) 110 - 920 460 - 500 440 - 470
Maximum heat input (kimm) 0,57 -0,70 0,40 - 0,49 0,44 -0,53
Wire feed speed (mmin) Not used Not used Not used
Arc ransfer mode Short-circuiting Shorlcircuiting Short-circuiting
Shielding: Gas type AC-20 (A5.32 SG.) AC-20 (A5,32 SG-) AC-20 (A5.32 SG-)
Flow rate Wein) 14-18 14-18 14-16
Trailing: Gas type None None None
Flow rate (Vmin)| = - s
Backing: Gas type None None None
Flow rate Vmin) - . =
String or weave Siringer or Weave Stringer or Weave Stringer or Weave
Orifica/gas cup size 15 15 15
C.TWD (mm) 15 15 15
Multi/Single pass per side Single pass Multiple passes Multiple passes
Multifsingle sloctrode Single electrode Single electrode Single elecirode
Maximum pass thickness (mm), 6 ] 5
Weld deposit chemistry - - -
s o

WeldOffice WPS 2016.01,001
Catalog n* WP500027

() Copyright 2016 C-spec Software, All rights reserved worldwide,
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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 52600 Revision 1 Qualified to AWS D1.1/D1.1M:2015
Dale 1-6-2016 Company name Alrpack Netherlands BV
PREHEAT TABLE
[ Appiicable standara
AWS D1.1 (Category B For thickness 3 lo 18(mm): 0{*C). Preheat to 20(C) if the base melal tamperature Is below 0(C).
Over 19 thru 38.1(mm): 10{°C).
Over 38.1 thru 63.5(mm): 66(°C).
Over 63,5(mm): 107(°C).
TECHNIQUE
Peening Not used
Surface preparation Grinding
Initialfinterpass cleaning Brushing and Grinding
Back gouging method None
NOTES
Signature 1 Signature 2
Name Signature Name Signature
F. van Toledo
Date 3 Date
1-6-2016

WeldOffice WPS 2016.01.001

"~ Aederiond BY

Catalog n® WPS00037

(c) Copyright 2016 C-spec Software. All rights reserved worldwide,
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@ element

Arjan Roza Lastechniek
G. Sterkenburgstraat 38

nll:tl A
MEEUWEN, 4268 GS

Element Materials Technology Tel.: 076-5424300

Voorerf 18 Fax: 076-5424848

4824 GN Breda Info.breda@element.com
TEST CERTIFICATE

Date: 21-Jan-16

Purchase Order Number: ARL2064

Report No.: ARJ001-16-01-18390-1

TEST REPORT FOR THE PURPOSE OF:
WELDING PROCEDURE QUALIFICATION TEST RECORD

Testing in accordance with

Purchase order No, Test piece No.
Manufacturer
WPS

Plate dimension and thickness
Plate material grade

Welding process(es)

Joint type

Welding position

Filler

Shielding gas, SFA A5.32/A5.32M
Backing gas,

Preheat / Interpass temp.
PWHT

Welder(s)

Date(s) / place of birth(s)
Stamp. No.(s) /1D(s)
Remarks:

NONDESTRUCTIVE EXAMINATION

* Visual examination:
* Radiographic examination:
* Magnetic Particle examination:

Note: The above mentioned data is on

CROSS WELD TENSILE TESTS [AW

: AWS D1.1/M: 2015

: ARL2064-1
: Airpack Netherlands B.V.
: 82600

: 500x200%4 mm to 500x200x4 mm
: AP 2W-50LS to APl 2W-50LS

: GMAW

: Butt weld single Vee, Multiple passes
1 2G

- Lincoln Electric, Outershield MC715-H
: SG-AC20: 80% Ar -20% CO,

:N.A.

:210°C/=s 196°C
:No

: Dorreman M.

- 1994-01-05 / Zierikzee

- W-013 /1D Card IKP0996J6
: No remarks

Performed on site
Performed on site, see RTD report no.: 148401 (0)
Performed on site, see RTD report no.: 05056-2016-02-006

ly for information and is no part of the examination in this test report

Dimensions(s) Rm Fracture location
[mm] [N/mm?]
20.01 x 3.83 527 Base material
20.02 x 3.82 502 Base material
Requirements; > 448
TECHNOLOGICAL TESTS
Type of test Former/ Result
Bending angle
Face bend 4t/ 180° 2 x acceptable
Root bend 4t/ 180° 2 x acceptable

Page 10f4 /
/A
76 JAN, 2016 %R



21-Jan-16
ARL2064

ARJ001-16-01-18390-1

Amount Result
2X No weld defects observed, segregation in plate noted (see page 3&4)
HARDNESS MEASUREMENTS
Method : Vickers HV10kg

Reguirements : < 325 HV10kg

Cross section 18390-1.1

Location of
indentations

Traverse 1-2mm
below outer surface

base material
heat affected zone
weld metal
heat affected zone
base material

170-172-170
192-208-218-218-214
203-211-211-211-208
209-207-203-208-208

169-167-167

Cross section 18390-1.2

Location of Traverse 1-2mm
indentations below outer surface
base material 166-167-167

heat affected zone
weld metal
heat affected zone

192-204-212-211-206
207-203-207-205-200
216-214-216-211-194

base material 170-170-169
IMPACT TESTS [AWS/ASME]
Notch location Spec. Test Test Average
size temp. results value
[mm] [°C] [J) 8]
Midweld 10x3 -40 29-34-36 33
Fusion line 10x3 -40 34-48-38 40
Fusion line +1mm 10x3 -40 55-47-48 50
Fusion line +2mm 10x3 -40 52-52-53 52
Fusion line +5mm 10x3 -40 48-48-51 49
Requirements for size 10x10mm; =34 2 41
1 Wilnesse

i

¢

Bortbenudemn Ui

! [
i Jrm— )
P Rennitjes %
%_:.

Hayd's Begvstor Nederland BV

RVA L 063 - ,.
¢ Albert Karstanje 7' JAN. 7076
All charactaristics of the above chjectls) hove, os for os occessible and relevant, been verified by Element Materiols Technol b.v. (Element). Other information was provided

by the purchoser. This information wos verified as for os possible and has been copled Into this report, unchanged. Element does not bear responsibility for the correctness of this submitted

information. We hereby certify that the reported test doto is correct ond that the obove obj

obove procedure(s) ond/for code(s)/specificotion(s). On

o test is

{s) wos {were) teste dlf

ined in with purchoser’s req

and/or the
by Element, the accreditation number of the subcontracted party is reported. Interpretations,

oplnions, conclusions and advice are partly based on the examination results and partly on informetion supplied by the purchoser. This report has legal volue only when furnished with an
BigsoFaard

ignature. If, upon reproduction, only port of this report is copied, Element will not bear any responsibility for content, purport and conclusions of that reproduction.

The items subjected for the examinations will be stored for 2 months, starting from the report date as mentioned on the title page of this report. When no other instructions are received

Jfrom our client before the end of this standard period of storage, we ossume that our chient has no objections that the objects concerned will be disposed of by Element at will.

Page 2 of 4




Date: 21-Jan-16
. P.O. No. ARL2064
element Report No.: ARJ001-16-01-18390-1

MACRO PHOTO
Cross section no. 18390-1-

i
1

18390-1-1

i

P e
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Date: 21-Jan-16
» P.0. No.: ARL2064
element Report No.: ARJ001-16-01-18390-1

MACRO PHOTO
Cross section no. 18390-1-2

18390-1-2
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Procedure Qualification Record (PQR)
WeldOffice WPS

PQR record number

WPS record number
Company name

52700
Mrpack Nethedands BY

Revislon 1

BASE METALS

‘Weiding standard AWS D1DLIM2015

Boariloalion Mhme oc
Spacificalion {yps o prads]

o
b

st

2
)
]
]

Thisk

hick

Ty ety
mmy e {mm)

AP 2W (S0LS)
AP 2W (50LS)

cc

‘Without PWHT, With Impacts, With hardness

(deg)

(mm)}

Single-V-groove
None
None

23
o1

WELDING PROCESSES

See addition information

See addition information

Welding process
Type

FILLER METALS

SFAspecification

ANS dassification

Filler metal F-number
‘Weld metal A-number
Filler metal nominal composition
Filler metal trade name
Filler metal size

Deposited thickness
Maximum pass thickness
Weld deposit chemistry
Supplemental filler metal
Supplemental filler metal vol.

{mm)
{mm)

Position
Weld progression

PREHEAT

Preheat
Mazimum interpass temperature

rc)
I

10
178

GAS

Shielding gas: Type
Flow rate

Tralling gas: Type
Flow rale

Backing gas: Type
Flow rale

AC-20 (A5.32 5G-)

12
Not Used
Not Used
Not Used
Not Used
Not Used
130-197
159-222
142 - 383
0.67-087
DCEP {reverse polarity)
o
Shert-circulting, Globular

{mm)

Stringer and Weave

15
15

Single electrode

Multiple passes

Not used
Brushing and Grinding
None

WeldOlfice WPS 2016.01.001

(c) Copyright 2016 C-spec

Al rights reserved

Cataleg n* PQR00024
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Procedure Qualification Record (PQR) - Test results (as welded)

et tard E— WeldOffice WPS
IPQR record number RETO278790/TK/002 Revision 1 WPS record number s2700 Revislon 1
Date 352018 Company name Airpack Nethedands BY
Welding standard AWS D11DLAM2015
Reduced section
Width Thickness Ao Utimate total losd Utimate unit stress Type of failure and
{mm) (mm) _(mm?) (MPa) location
1 20.03 1.23 144,817 - 529 Ductile-BM
2 20,03 7.28 145818 - 530 Ductile-BM
Comments I
QUIDED BEND TESTS
Type of lost Acceptance criterda Result ‘Comments
Face bond AWS D1 Acceplable
Face bend ANS DA Acceptable
Root bend AWS D1 Acceptable
Root bend AWS D1 Acceptable
Comments |
TOUGHNESS TESTS
Specimen Specimen size Test temperature Impact values Drop weight
Notch location HNoleh
rumber b {rom) x (mm) ) @ (% Shewr) (mm) break
1 Weld Metal Charpy V 1W0x5 -40 SE/56/60 - - No
2 HAZ Charpy V 10x5 -40 51/68/60 - - No
3 HAZ + 1 mm Charpy V' 10x5 -40 1510484 - - No
4 HAZ + 2 mm Charpy V 10x6 40 104/88/100 - - No
5 HAZ + 5 mm Charpy V 0xs -40 M504 - - No
Comments I
HARDNESS TEST
Type (Scale) Distance from surface API 2W (50LS) HAZ Weld HAZ API W (50LS)
Vickers (HV) Cap area 1-2 mm 166-164-164 184-193-204-205-204 213-214-217-190-211 205-199-198-196-188 167-170=170
Vickers (HV) Root area 1-2 mm 171-168-165 186-158-206-206-188 173-184-185-186-187 1687-186-165-188-170 165-166-164
Wickers (HV) Cap area 1-2 mm 165-168-167 167-208-211-211-211 220-221-207-208-219 208-211-207-208-188 168-165-166
Vickers (HV) Root area 1-2 mm 167-170-164 187-199-196-191-207 192-196-188-194-180 178-186-180-175-174 162-163-166
Comments
OTHER TESTS
Type of test Acceptance criteria Result Comments
2x Macroscoplc examination ANS D1 Acceptable
RT examination ANSD1A Acceplable
MT examination ANSDIA Acceplable
Comments I
CERTIFICATION
Welder's name 1D Number Stamp number Element Breda (NL)
Dorreman M, 1D Card IKP0396.J6 w013 Laborutory test number ARJDO1-16-01-18380-2
Test file number ARL2064-2
Tests conducted by A Karstanje
We certify that the statements in this record are correct and that the lest welds were prepared, welded and tested In accordance with the requirements of section 4 of ANSUAWS D1.1 Structural Welding
Code-Sieei,
Signature 1 Signatura 2
Name Name
F.van Toledo T. Koninga (Uioyds) W et [ -
Dute Oute g = |
162016 162018 [ S— M

‘WeldOffice WPS 2016,01.001

{c) Copyright 2018 C-spec Software, All fights reserved wordwide,
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welding conditions - (PQRD Welding Data Record)

WeldOffice WPS

PQRD number ARL2064-2 Revision 1 Date 11-01-2016

PQR number RET0278780/TK/002 Revision 1 Wielding standard AWS D1.1/D1.1M:2015

WPS number S2700 Revision 1 Company name Airpack Netherlands BY

To be tested Without PWHT

WELDING PROCESSES

Welding process GMAW

Type Semi-automatic
BASE METALS

Product form Plate ‘Welded to: Product form Plate

Material control number 816729 2938191 Material control number 816720 2938191
Specification (type or grade) APl 2W (50LS) Specificalion (type or grada) APl 2W (50LS)
Nominal composition C-Mn Nominal composition C-Mn

Trade name Voeslalpine Grobblech Trade name Voestalpine Grobblech
P number u P number u

G number G number

AWS group number [} AWS group number ]

Nominal pipeftube size Nominal pipeftube size -

Schedule - Schedule -

Length {mm)| 500 Length {mm)| 500

Width (OD) (mm)| 200 Width (OD) (mm)| 200

Thickness (mm)| 8 Thickness (mm)| 8
JOINTS

Joint desig Single-V-groove

Backing: None

Retsiners o See addition information see addition information
Groove angle {den)| 6O

Root opening (mm)| 2-3

Root face (mm){ 0-1
CLEANING/ROOT TREATMENT

Surface preparation Grinding

Initialfinterpass cleaning Brushing and Grinding

Back gouging mathod None

WaeldOffice WPS 2016.01.001

i‘ﬁ
(c) Copyright 2016 C-spec Software, reserved worldwide,
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Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

Airpack Netherlands BV

AWS - Welding parameters - (PQRD Welding Data Record)

Bt E— WeldOffice WPS
| PQRD number IARLZMZ Revision 1 Date ’ 11-01-2016
PASS INFORMATION
Pass number 1 2 3 4
Layer number 1 2 3 3
WELDING PROCESSES
Welding process GMAW GMAW GMAW GMAW
Type Semi-automatic Semi-aulomatic Semi-automalic Semi-automatic
FILLER METALS
Material control number P1FC150311 P1FC150311 P1FC150311 PAFC150311
SFA specification 518 5.18 6.18 5.18
AWS classification E7OC-6MH4 E70C-6MH4 E70C-8MH4 ET0C-6MH4
Filler metal F-number 6 3] 6 6
Weld metal A-number - - = =
Filler metal nominal composition NA. NA. NA NA.
Filler metal trade name Lincoln, Outershield MC715-H Lincoln, Qutershield MC715-H Lincoln, Outershield MC715-H Lincoln, Outershield MC715-H
Filler metal size {mm) 12 1.2 12 1,2
Length of filler metal consumed (mm) - - - -
Deposited thickness (mm) 2 2 2 4
Maximum pass thickness (mm) 3 3 3 3
Weld deposit chemistry s g = =
Supplamental filler matal - - - -
Supplemental filler metal vol, (mm?) - - = -
POSITION
Position 26 2G 26 26
Weld progression - - - -
PREHEAT
Preheat temperature (o) 10 10 10 10
Maximum interpass lemperature ("c) 10 69 128 178
GAS
Shielding gas:  Type AC-20 (A5.32 SG-) AC-20 (A5.32 SG-) AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
Flow rate Vmin)| 18 15 15 15
Trailing gas:.  Type None None None None
Flow rate (Wmiln)| - - - &
Backinggas:  Type None None None None
Flow rate (Vmin) 3 = = =
ELECTRICAL
Filler metal size (mm) 12 1.2 12 1.2
‘Waveform control Mot Used Mot Used Mot Used
Energy ) - - -
Power (Ws) - - .
Arc tima (sec) - = -
Wald bead length (mm) - - =
Amperes 130 196 197 194
Voits 159 217 222 22
Travel speed (mm/emin) 142 340 383 355
Maximum heat input (kMmm)| 0,8734 0,7506 0,679 0,7214
Currant/nolarity DCEP {revarse polarity) DCEP {reverse polanity) DCEP {reverss polanity) DCEP {raverss potarity)
Wire feed speed (m/min)| - - - -
Arc transfer mode Short-circuiting Globular Globular Globular
TECHNIQUE
String or weave Stringar and Weava Stringer and Weave Stringer and Weave Stringer and Weave
Orifice/gas cup size 15 15 15 15
C.TW.D {mm) 15 15 15 15
Muiti/single electrode Single electrode Single electrode Single electrode Single elactroda
Multi/Single pass per side Mulliple passes Multipla passes Multiple passes Multiple passes
Peening Mot used Not used Mot used Not used
Initial/interpass cleaning Brushing and Grinding Brushing and Grinding Brushing and Grinding Brushing and Grinding
Back gouging method None None None None

WeldOffice WPS 2016.01.001

(<) Copyright 2016 C-spec mu,u%---m-! worldwide,
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g Airpack Netherlands BV
k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
||" Pl:lc AWS - Welding parameters - (PQRD Welding Data Record)
Ferto o WeldOffice WPS

Revision 1 | Date [ 1012016

Q Witnesed
Wrevioand | 2 -
Bt o
Ton kg
WeldOffice WPS 2016.01.001 e ST / c) 2016 C-spec Al rights
Callogn® _ PGD0G0IZ
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(@) . Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
. IPP uct AWS - Welding Procedure Specification (WPS)
Sttt R——— WeldOffice WPS
WPS record number 52700 Revision 1 Qualified to AWS D1.1/D1.1M 2015
Date 1-6-2016 Company name Airpack Netherlands BV
Supporting PQR(s) RET0278790/TK/002 - Rev 1
Referance docs.
Scope General instruction welding structural for skids
Groove, filet, no PWHT (As-welded), impact testing
Joint Joint details for this welding procedure specification in:
Production drawings
BASE METALS THICKNESS RANGE QUALIFIED {mm)
’a Plate Pno. U Grp-no. 1l As-welded With PWHT
Welded o Plate Pno. U Grp-no. Il . i i Mex
Backing: None P-no. Grp-no. Complete pen. 3, 16, - -
Relainers None Impact tosted 8 16, . .
Notss Partial pen. 3, 16, - -
Fillel welds no min, no max. - <
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max, Min Max.
llomhal pipe size 610, no Max. - -
FILLER METALS THICKNESS RANGE QUALIFIED (mm)
As-welded With PWHT
SFA Classification F-no. | A-no. Chemical analysis or Trade name T bk i i
GMAW 5.18 E70C-6MH4 6 Lincoln, Oulershield MC715-H 3, 16, & =
GMAW = = ! =
GMAW = = - -
Sup. filler - - - - - None -
WELDING PROCEDURE
Welding process GMAW GMAW | GMAW
Type Semi-aulomalic Semi-automatic ] Semi-automatic
h p pass lemp (c) 10 10 ! 10
Maximum Interpass temy rc) 225 225 | 225
Filler matal size {mm); 1.2 1.2 1.2
Layer number Rool Filler ’ Cap
Position H H | H
Weld progression Not applicable Nol applicable Not applicable
Currentpolarity DCEP (reverse polarity) DCEP (reverse polarity) DCEP (reverse polarity)
Waveform control
Energy ) |
Power (s) i
Amperes 110 -140 190 - 210 190 - 210
Volts 15-17 21-23 22-24
Travel speed (mmimin) 135 - 150 320 - 350 350 - 390
Maximum heal input {kdimm) 08-10 07-08 06-08
Wire feed speed (mimin) 0, 0 0
Arc transfer mode Shorl-circuiting Spray Globular
Shielding: Gas typa AC-20 (A5.32 5G-) AC-20 (A5.32 5G-) AC-20 (A5.32 SG-)
Flow rate Vmin) 12- 22 12-22 12-2
Trailing: Gas type None None None
Flow rate (Vmiin| - - -
Backing: Gas lype None None None
Flow rate (Umin)| - - -
Slring or weave Stringer and Weave Stringer or Weave Stringer or Weave
Orificalgas cup size 15 15 15
C.TWD (mm 15 15 15
Multi/Single pass per side Mulliple passes Multiple passes Multiple passes
Multifsingle electrode Single electrode Single electrode | Single electrode
Maximum pass thickness (mm 5 5 ] 5
Weld deposit chemistry = N ! =
WaldOffice WPS 2016 01001 {c) Copyright 2016 C-spac Soltware. All (gHE reserved woldwide

Calalog n* WPS00033
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WaelcOffica WPS 2016 01,001

" Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
5] ""p Clck AWS - Welding Procedure Specification (WPS)
el —— WeldOffice WPS
WPS record number 52700 Revision 1 Qualified to AWS D1.4/D1.1M:2015 '
Date 1-6-2016 Company name Airpack Nethedands BY
PREHEAT TABLE
,:p;mbh standard
AWS D1.1 (Category 8) For thickness 3 to 19(mm). 0("C). Preheat to 20(*C) if the basa metal temperature s below 0{"C).
Qver 19 thru 38.1(mm): 10{°C).
Over 38.1 thru 63 5(mm): 66("C).
Over 63.5(mm}; 107{"C).
TECHNIQUE
Peening Not used
Surfaca preparation Grinding
Initialfinterpass cleaning Brushing and Grinding
Back gouging method None
NOTES
F
Signature 1 Signature 2
Name S 1 Signalure Name Signature
T Vdn ol edd
Date Date
-6~ %00

{c) Copyright 2016 C-spoc Soltware. All rights rasarved winidhwide.
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i Element Materials Technology Tel.: 076-5424300
element Voorerf 18 Fax: 076-5424848

4824 GN Breda Info.breda@element.com
Arjan Roza Lastechniek TEST CERTIFICATE
G. Sterkenburgstraat 38
mar—r— AR Pl ala Date' 21'Jan‘16
MIEEMCERR, et Purchase Order Number: ARL2064
Report No.: ARJ001-16-01-18390-2

TEST REPORT FOR THE PURPOSE OF:
WELDING PROCEDURE QUALIFICATION TEST RECORD

Testing in accordance with : AWS D1.1/M: 2015

Purchase order No, Test piece No. : ARL2064-2

Manufacturer : Airpack Netherlands B.V.

WPS : S2700

Plate dimension and thickness : 500x200x8 mm to 500x200x8 mm
Plate material grade : AP| 2W-50LS to APl 2W-50LS
Welding process(es) : GMAW

Joint type : Butt weld single Vee, Multiple passes
Welding position :2G

Filler : Lincoln Electric, Outershield MC715-H
Shielding gas, SFA A5.32/A5.32M : SG-AC20: 80% Ar - 20% CO:
Backing gas, - N.A.

Preheat / Interpass temp. :210°C /= 167°C

PWHT : No

Welder(s) : Dorreman M.

Date(s) / place of birth(s) : 1994-01-05 / Zierikzee

Stamp. No.(s) /1D(s) : W-013 / ID Card IKP0996J6
Remarks: : No remarks

NONDESTRUCTIVE EXAMINATION

* Visual examination: Performed on site
* Radiographic examination: Performed on site, see RTD report no.: 148401 (0)
* Magnetic Particle examination: Performed on site, see RTD report no.: 05056-2016-02-006

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

CROSS WELD TENSILE TESTS [AWS]

Dimensions(s) Rm Fracture location
[mm] [N/mm?]
20.03 x 7.23 529 Base material
20.03x7.28 530 Base material
Requirements;, > 448
TECHNOLOGICAL TESTS
Type of test Former/ Result
Bending angle
Face bend 4t/ 180° 2 x acceptable
Root bend 4t/ 180° 2 x acceptable

Page 1of4 /
wip
76 I 2016 wﬁ o



@ element”

MACROSCOPIC EXAMINATION

Date:
P.O. No.:
Report No.:

21-Jan-16
ARL2064
ARJ001-16-01-18390-2

Amount Result
2% No weld defects observed, segregation in plate noted (see page 3&4)
HARDNESS MEASUREMENTS
Method : Vickers HV10kg

Requirements : < 325 HV10kg

Cross section 18390-2.1

Location of
indentations

Traverse 1-2mm
below outer surface

Traverse 1-2mm
above inner surface

base material
heat affected zone
weld metal
heat affected zone
base material

166-164-164
184-193-204-205-204
213-214-217-199-211
205-199-198-196-186

167-170-170

171-169-165
186-198-206-206-188
173-184-186-186-187
187-186-186-188-179

165-166-164

Cross section 18390-2.2

Location of
indentations

Traverse 1-2mm
below outer surface

Traverse 1-2mm
above inner surface

base material
heat affected zone
weld metal
heat affected zone

165-168-167
197-206-211-211-211
220-221-207-208-219
209-211-207-209-198

167-170-164
187-199-196-191-207
192-196-188-194-189
178-186-180-175-174

base material 168-165-166 162-163-166
IMPACT TESTS [KV8]
Notch location Spec. Test Test Average

size temp. results value

[mm] [°C] [J] [J]

Midweld 10x5 -40 56-56-60 57

Fusion line 10x -40 51-69-60 60

Fusion line +1mm 10x5 -40 115-104-84 101

Fusion line +2mm 10x5 -40 104-99-100 101

Fusion line +5mm 10x5 -40 119-115-104 113
Requirements; 234 241

The above mentioned results sati

L . p
hé requirements

RVA L 063

______

For Element Bre

Mement”

© Renginges
Feattwehons Cla
oyd's Regrster Hoderhand B Y,

Albert Kur::tcn}jo aszl [ﬁﬂrh ﬂ];ﬁl
All characteristics of the obove object(s) have, as for as occessible ond rélevant, been verified by Element Materials Technology Rotter 14 efit}’ Other information was provided
by the purchaser. This information was verified as far os possible and has been copied Into this report, unchanged. Element does not bear responsibility for the of this submitted
information. We hereby certify that the reported test dato is correct ond that the obove bject(s) wos (were) df ined in accordance with purchoser’s requirements and/or the
sy

above p andfor an lon a test is sub 4 by Elsment, the occreditotion number of the sub d party is d. Interpr
opinfons, conclusions and odvice ore portly bosed on the examinotion results and partly on inft pplied by the . This report hos fegol value only when furnished with on
ized si If, upon only part of this report is copied, Element will not bear ony responsibility for content, purport and ions of thot reproducti

The items subjected for the exominations will be stored for 2 months, starting from the report date os mentioned on the title page of this report. When no other instructions ore received
from our client before the end of this standard period of storage, we assume that our client has no objections that the objects concerned will be disposed of by Element at will.
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Date:
P.O. No.:
Report No.:

MACRO PHOTO
Cross section no. 18390-2-1

21-Jan-16
ARL2064
ARJ001-16-01-18390-2
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Date: 21-Jan-16
. P.0.No.: ARL2064
element Report No:: ARJ001-16-01-18390-2

MACRO PHOTO
Cross section no. 18390-2-2

N
18390- -%‘_.‘g \
Aéf:l‘,g b
25 ks
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zlerikzee, The Netherlands
AWS - Procedure Qualification Record (PQR)

WeldOffice WPS

PQR record number

s|irpack

RET 0245029-001-26 Revision 1 WPS record number 52400 Revision 0
Date 136-2012 Company name Airpack Netherlands BV
. : Welding standard AWS D1.1/D1.1M:2010
BASE METALS ) o - - )
Product form Specification (type or grade) Pno. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Plate API 2W (50) u I - . 30
Welded to: | Plate APl 2W (50) u [} - - 30
and tested: Without PWHT, Fillet-weld test
Notes
JoNts . ] .
Joint design Fillet weld
See addition information See addition information
WELDING PROCESSES - - .
Welding process GMAW
Type Semi-automatic
FILLERMETALS ] . o -
SFA specification 518
AWS classification E70C-6MH4
Filler metal F-number 6
‘Weld metal A-number
Filler metal nominal composition N.A.
Filler metal trade name Lincoln, Outershield MC715-H
Filler metal size (mm) 1.2
Deposited thickness (mm) 8,00
Maximum pass thickness (mm) 5
Weld deposit chemistry
Supplemental filler metal
Supplemental filler metal vol. (mn) -
POSITION ) ) -
Position 3F
Weld progressicn Uphill
PREWEAT - .
Preheat temperature (‘c) 10
Maximum interpass temperature (c) 132
eas e erea amaveans I -
| Shielding gas:  Type AC-20 (A5.32 §G-)
| Flow rate ininy| 15
| Trailing gas: Type | None
Flow rate (i), -
! Backinggas:  Type | None
Flow rate (¥min) 4
;EI:EClelchi 7777; - 7-_: - i [ - -
Filler metal size (mm) 1.2
Amperes 142 - 143
Volts 159-16
Travel speed (mmvmin) 72-90
| Maximum heat input (kJimm) 1,88
Current/polarity DCEP (reverse polarity)
| Wire feed speed (m/min) 0
Arc transfer mode Short-direuiting
TECHNIQUE [ . -
String or weave Stringer and Weave
Orifice/gas cup size 15
CTWD (mm) 15
Multi/single electrode Single electrode
Multi/Single pass per side Multiple passes
Peening Not used
Initialfinterpass cleaning Brushing and Grinding

Back gouging method

WeldOffice WPS 2012,01.003
Catlogn®  PQRODO

(c) Copyright 2012 C-spec Software. All rights reserved worldwide.
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

o) -
=
AWS - Procedure Qualification Record (PQR) - Test results (as welded) ' ""PCICk

WeldOffice WPS ) ] ) _ Hetherdand; SRS

PQR record number RET 0245029-001-26 Revision 1 WPS record number $2400 Revision O

Date 138-2012 | Company name Airpack Netherlands BV
) | Welding standard AWS D1.1/D1.1M:2010
TENSILE TESTS Reduoediecligp
! Width Thickness | Area Ultimate total load | Ultimate unit stress Typeof failure and |
Specimen number | .
{mm) (mm) | (mm?) (N) | (MPa) | location |
|
|
Comments
GUIDED BEND TESTS ) e B N ) - - - - -
Type of test Acceplance criteria [ Result 3 Comments
| |
Comments
FILLET WELD TESTS - i -
Type of test Acceptance criteria ! Result Fillet leg size
| {mm) x (mm) ok
3x Macroscopic examination multiple pass AWS D1.1 Acceptable a=8 mm
3x Macroscopic examination single pass AWS D1.1 | Acceptable a=6 mm
Comments
CERTIFICATION S -
Weldersnams | 1D hOmbEG v s 1 Stampnumber | Mechanical testing by Schielab Breda (NLD)
T. Lajos 1D Card 353992JA W-104 Laboratory test number SL 12.6056-1
Test file number ARL1569-14
Tests conducted by A. Karstanje
o We aeni?y_lh;ﬂle statemen‘lx in this record are correct and that the l’es?\neh;s w;m pTep;zd_ ;velded and tested in accordance with the requirements of section 4 of D1.1-2010 Welding (:7'T teel.
Signature 1 Signature 2
Name Signature g Name Signature
Franky van Toledo W. Komdeur (Lloyds)
—— Uayrs Regter Necertana BY
Date Date bpidrieory prefopiecmtly
8-6-2012 8-6-2012 Xn

WeldOffice WPS 2012.01.003

(c) Copyright 2012 C-spec Software. All rights reserved worldvide.
Catalog n® PQRO0OO11
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Additional information (PQR)

slirpock

hathertand; IEESRN

PQR record number RET 0245029-001-26 Revision 1 WPS record number $2400 Revision 0
Date 136-2012 Company name Airpack Netherlands BV
S - o o dlng standard AWS D1.1/D1.1M:2010

a=8 mm
Z=11,3 mm

WeldOffice WPS 2012.01.003 -

- (c) Copyright 2012 C-spec Software. All rights reserved worldwide.
Catalog n* PQRO0O11 T - 2 ;
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Airpack Netherlands BV MNP

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands ==

AWS - Welding conditions - (PQRD Welding Data Record) ' Ir. GCk
WeldOffice WPS B Nethecands NN

PQRD number ARL1559-14 Revision 1 Date 29-5-2012

PQR number RET 0245029-001-26 Revision 1 ‘Welding standard | AWS D1.1/D1.1M:2010
WPS number 52400 Revision 0 Company name i.‘—\irpenck Netherlands BV

' To be tested Without PWHT
WELDING PROCESSES '
| Welding process GMAW

| Type Semi-automalic
BASE METALS -
| Product form Plate Welded to: Product form Plate
: Material control number 362705 Material control number 362705
| Specification (type or grade) API 2W (50) Specification (type or grade) API 2W (50)
| Nominal composition C-Mn Nominal composition C-Mn
| Trade name Dillinger Hutte Trade name | Dillinger Hutte
i P number u P number u
| G number G number
| AWS group number Il AWS group number ]
Nominal pipeftube size - Nominal pipe/tube size -
Schedule - Schedule -
Length (mm) 350 Length (mm) 350
Width (OD) (mm) 150 Width (OD) (mm) 150
Thickness (mm)| 30 Thickness (mm) 30
JOI_N-'_I'S_ - S
Joint design Fillet weld
See addition information See addition information
CLEANING/ROOT TREATMENT ) - -
Surface preparation Grinding
Initialfinterpass cleaning Brushing and Grinding

Back gouging method None

WeldOffice WPS 2012.01.003
Catalogn® PQDO000S

{c) Copyright 2012 érs;)ec éoMre.Nl rights reserved worldwide.
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Airpack Netherlands BV

Groeneweegje 19 - 26, 4301 RN Zierikzee, The Netherlands
AWS - Welding parameters - (PQRD Welding Data Record)

o irmclc

WeldOffice WPS tynd; E——
PQRD number ARL1559-14 Revision 1 Date 29-5-2012
PASSINFORMATION ' - )
Pass number 1 single layer 1 multi layer 1 multi layer 2 multi layer
Layer number 1 1 2 2
WELDING PROCESSES )
Welding process GMAW GMAW GMAW GMAW
Type Semi-automatic Semi-automatic Semi-automalic Semi-automatic
FILLER METALS
Material control number P1FC110214 P1FC110214 P1FC110214 P1FC110214
SFA specification 518 518 5.18 5.18
AWS classification E70C-6MH4 E70C-6MH4 E70C-6MH4 E70C-6MH4
Filler metal F-number 6 6 6 ]
Weld metal A-number - - &
Filler metal nominal composition N.A. NA. N.A. N.A.
Filler metal trade name Lincoln, Outershield MC715-H Lincoln, Qutershield MC715-H Lincoln, Qutershield MC715-H Lincoln, Qutershield MC715-H
Filler metal size (mm) 1.2 12 1.2 12
Length of filler metal consumed (mm) - - -
Deposited thickness (mm) 4 4 4 4
Maximum pass thickness (mm) & 5 g 5
Weld deposit chemistry s = -
Supplemental filler metal - - -
Supplementa filler metal vol. (mm?) - - -
Position 3F 3F 3F 3F
Weld progression Uphill Uphill Uphill Uphill
PREHEAT S
Preheat temperature (c) 10 10 10 10
(°C) 10 10 87 132
Shielding gas:  Type AC-20 (A5.32 G- AC-20 (A5.32 SG-) AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
Flow rate (Umin) 15 15 15 15
Trailing gas: Type None None None None
| Flow rate (Wmin) - - -
| Backing gas: Type None Naone None None
Flow rate (Vmin) - - -
ELECTRICAL ' -
Filler metal size (mm) 1.2 1.2 12 T2
Amperes 142 143 143 142
Volts 169 16 16 16
Travel speed (mm/min) 72 73 a0 75
Maximum heat input (kJimm) 1,8815 1,8805 1,6253 18176
Current/polarity DCEP (reverse polarity) DCEP (reverse polarity) DCEP (reverse polarity) DCEP (reverse polarity)
Wire feed speed (m/min) - - -
Arc transfer mode Short-drcuiting Short-circuiting Short-circuiting Short-circuiting
TECHNQUE o - '
String or weave Stringer and Weave Stringer and Weave Stringer and Weave Stringer and Weave
Orifice/gas cup size 15 15 15 15
CTWD (mm) 15 15 15 15
Multi/single electrode Single electrode Single electrode Single electrode Single electrode
Multi/Single pass per side Multiple passes Multiple passes Multiple passes Mulliple passes
Peening Not used Not used Not used Not used
Initialfinterpass cleaning Brushing and Grinding Brushing and Gninding Brushing and Grinding Brushing and Grinding
Back gouging method None None None None
PASS PERFORMEDWITNESSED BY - ) - B
Welders name T. Lajos T. Lajos T. Lajos T. Lajos
RecordedAvitnessed by AJ.H. Roza (IWTAWI) A.JH. Roza (IWT/AIWI) A.J.H. Roza (IWT/IWI) A.J.H. Roza (IWTAWI)
Date 29-5-2012 29-5-2012 29-5-2012 2962012

Data entry by

WeldOffice WPS 2012.01.003

AJH. Roza (IWTAWI)

A.J.H. Roza (IWT/IWl)

AJH. Roza (IWTAWI)

Tc) @opyright 2012 C-spec Software. Al ights reserved worldwide.
) - Page 2 of 3
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welding parameters - (PQRD Welding Data Record)
WeldOffice WPS

PQRD number ARL1559-14 Revision 1

a=8 mm
Z=11,3 mm

WeldOffice WPS 2012.01.003
Catalogn® PQDO000S

28-5-2012

s|irpack

Heiherdand; IS

(c) Copyright 2012 C-spec Software. All rights reserved worldwide.
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Rapport/Report

Schielab b.v.

SL 12.6056-1
Page 1 of 1

WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with :AWS DI1.1:2010

Purchaser : Arjan Roza Lastechniek BV

Purchase order no. : ARL1559-14

Manufacturer : Airpack Nederland BV.

WPS : 82400

Description of sample(s) : Plate with fillet welds single-layer and multi-layer
Dimension(s) :350x150x30 mm

Group number I -I0

Material grade : API 2W grade 50 - API 2W grade 50
Welding process(es) : GMAW (metal cored)

Filler : SFA 5.18 : E70C-6MH4, F-number 6
Brand and type : Lincoln Electric Outershield MC715-H
Shielding gas : AC-20 (A5.32 SG-)

Backing gas : NUA.

Welding position : 3F progression up

Preheat / Interpass temp. i (0 B G (37 €

Joint type : Fillet welds single-layer and multi-layer
Welder : T. Lajos

Date / place of birth : 11-02-1985 / Hungary

Stamp. No. / ID : W-104 /1D Card 353992JA

Testpiece marked with : ARL1559-14

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

MACROSCOPIC EXAMINATION
Amount Result

3x During the examination, no weld defects have been observed.

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 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 report). 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 report has legal value only when printed on Schielab paper and furnished with an authorised
signature. Digital versions of this report have no legal value. Unless explicitly agreed upon otherwise in writing our "General conditions for activities performed by Schielab b.v.™,
deposited at the Chamber of Commerce in Rotterdam, under number 24170257, apply

QBfe'%.%iﬁﬁ-%-mu
@l\\ ;ii&}%rzm;% A. Karstan
N

1ESTHE=~

HU A |. [Iﬁa Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader]Emschré;}E"
1
[

essed and approved by; Mr.
epresenting: Lloyd’s Register Nederland B.V.
[RET 0245029]

(Rt 110 ¢ Nofiarland B.V.

Entered in the RvA register for laboratories under number L 063 for the areas outlined in the pprovay

W | A
Schielab-Breda Voorerf 18-20, 4824 GN Breda, Tel. 076 - 5424 300, Fax 076 - 5424 848 L | i ] 0 3w < SS—
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257

mod. 524-R013 (11.10)



Airpack Netherlands BV

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

WeldOffice WPS

WPS record number
Date

Supporting PQR(s)
Reference docs.

Scope

Joint

BASE METALS

14-6-2012

$2400 Revision 0 Qualified to

Company name

RET 0245029-001-26 - Rev 1

Filletwelds single layer a <= 6 mm and mulli layer filletwelds => 8 mm

Fillet, no PWHT (As-welded)

Joint details for this welding procedure specification in:

Production drawings

irpack

tand; R

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

THICKNESS RANGE QUALIFIED ()
Type Plate P-no. U Grp-no. I As-welded With PWHT
Welded to Plate P-no. U Grp-no. I . Mn. Mex s [, e
Backing: None P-no. Grp-no. Complete pen. = ® = =
Retainers None \mpzt losied ) ) i i
Kot Partial pen. k. - = -
Fillet welds no min. no max. = E
. ' © DIAMETERRANGE QUALFED  (m
 Aswelded | With PWHT
Min. Max. ; Min. Max.
Nominal pipe size’ 610, no max. . #
FILLER METALS © THICKNESS RANGE QUALIFIED ()
i Aswelded | With PWHT
SFA Classification F-no.  A-no. Chemical analysis or Trade name i e : o e
GMAW 518  E70C-6MH4 6 - Lincoln, Outershield MC715-H 3, no max = =
Sup. filler - - - - - - None -
WELDING PROCEDURE -
Welding process GMAW
Type Semi-automatic
Minimum preheat/interpass temperaturé’c) 10
Maximum interpass temperature (*C) 188
Filler metal size (mm) 1.2
Layer number All
Position v
Weld progression Uphill
Current/polarity DCEP (reverse polarity)
Amperes 127 - 157
Volts 14,7-171
Travel speed (mmfmin): 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 {Umin) 12-22
Trailing: Gas type None
Flow rate {Vmin) i
| Backing: Gas type None
Flow rate (Umin) -
String or weave Stringer or Weave
Orifice/gas cup size 15
|C.TW.D (mm) 15
Multi/Single pass per side Multiple passes
Multifsingle electrode Single electrode
| Maximum pass thickness (mm) 5

Weld deposit chemistry
Notes

WeldOffice WPS 2012.01.003
Catalog n* WPS00018

it 2072 C-spec Software. Allights reserved worldvide.
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Airpack Netherlands BV .
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

()

EERST
AWS - Welding Procedure Specification (WPS) ' I PPC'Ck:
WeldOffice WPS -

Ketherdand; IE——

WPS record number 52400

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 (CategoryA)  For thickness 3 to 19(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).
| Over 63.5(mm): 150(°C).
;rECI-iNIQUI:;-_--- - . o -

Peening Not used
Surface preparation Grinding

‘ Initial/interpass cleaning Brushing and Grinding
Back gouging method None

-NDTES ) - - - B -

Signature 2

Name ~_signature_

Ueyd's Regsie Nederiard BV
MR s Sabopactbrn

Date

‘Wim Komdeur

S
Ko Xt = er

WeldOffice WPS 2012.01.003
Catalogn® WPS00018

() Copytight 2012 C-spec Software. Al fights reserved worldvide.
B ) T Page 2 of 2



slirpock

Retherlynds M

RET 0245029-001-17

PQR record number
Date 13-6-2012
BASE METALS (QW-403)
Product form
Pipe/Tube
Welded to: Pipe/Tube
and tested: Without PWHT, With impacts
Notes
JOINTS (QW-402)
Joint design Single-V-groove
Backing: None
Retainers None
Groove angle (deg) 60
Rooat opening (mm) 4
Root face {mm) 01
WELDING PROCESSES
Welding process
Type
FILLER METALS (QW-404)
| SFA specification
| AWS classification
Filler metal F-number
Weld metal A-number
Filler metal nominal composition
Filler metal trade name
Filler metal size (mm)
Deposited thickness (mm)
Maximum pass thickness (mm)
Weld deposit chemistry
POSITION (QW-406)
Position
| Weld progression
PREHEAT (QW-406) B
Preheat temperature (°c)
Maximum interpass temperature C)
GAS (QW-408)
Shieldinggas:  Type
Flow rate (Wmin)
Trailing gas: Type
Flow rate (Umin)
Backing gas: Type
Flow rate (Umin)
ELECTRICAL (Qw-409)
Filler metal size (mm}
Amperes
| Volts
Travel speed (mm/min)
Maximurn heat input (kd/mm)
Tungsten size (mm)

Tungsten type
Current/polarity
DC pulsing current

TECHNIQUE (QW-410)
String or weave
Orificalgas cup size
Multir'Single pass per side
Peening
Initialfinterpass cleaning
Back gouging method

WeldOffice WPS 2013.02.023
Catalog n® PQRO00045

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ASME - Procedure Qualification Record (PQR) - QW-483

WeldOffice WPS
Revision 0 WPS record number P2000 Revision 2
Company name Airpack Netherlands BY
' Welding standard ASME Section 1X:2010 including addenda 2011
Specification (type or grade) Pno. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
SA-333 (6) 1 1 63,50 Standard 516 73,03
SA-333 (8) 4 1 63,50 Standard 5,16 73,03
See addition information
GTAW
Manual
518
ER70S-3
6
1
N.A.
Lincoln Electric, LNT 25
24
5,16
4
6G
Uphill
10
166

Argon (A5.32 SG-A)
14
Nene

None

24
97 - 101
96-103
33-69
1,8165
24
SFA5.12 EWCe-2
DCEN (straight polarity)
None

Stringer and Weave
95
Muitiple passes
Not used
Brushing and Grinding
None

ot )

(c) Copyright 2013 C-spec Software. All rights reserved worldwide.
Page 1 of 3



Airpack Netherlands BV

[} o
k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
I r| P ac ASME - Procedure Qualification Record (PQR) - Test results (as welded)
Hethedyods IR WeldOffice WPS
PQR record number RET 0245029-001-17 Revision 0 WPS record number P2000 Revision 2
Date 13-6-2012 Company name Airpack Netherlands BV
Welding standard ASME Section IX:2010 including addenda 2011
TENSILE TESTS (QW-150) Reduced section
, Width Thickness Area Ultimate total load Ultimate unit stress Type of failure and
Specimen number 5
(mm) (mm) (mm?) (N (MPa) location
1 19.01 453 86,115 - 538 Nfmm? Ductile-Base Metal
2 19.02 4.73 89,965 527 Nfmm?* Ductile-Base Metal

Comments
GUIDED BEND TESTS (QW-160)

Type of test Acceptance criteria Result Comments |
Face bend Qw 163 Acceptable
Face bend Qw 163 Acceptable
Root bend Qw 183 Acceptable
Root bend Qw 163 Acceptable
Commenis
TOUGHNESS TESTS (QW-170)
Sbécim'en [ i X [ Specimen size Test lemperature Impact values | Drop weight
Notch location Notch type
number {mm) x (mm} {*C) ) (% Shear) (mm) | break e
1 Weld Metal Charpy V 10x4 -55 52 - - -
2 Weld Metal Charpy V 10x4 -55 19 2 -
3 Weld Metal Charpy V 10x4 -55 55 = "
4 HAZ Charpy V 10x4 -55 74 - “
5 HAZ Charpy V 10x4 55 81 - 5
8 HAZ Charpy V 10x4 -55 58 - -
Comments
CERTIFICATION - -
Welder's hame | I Number | Stamp number Mechanical testing by Schielab BY Breda (NLD)
A. Sumantri ID Card IXH4P8551 Al Laboratory test number SL 12.6043-1A
Test file number ARL1559-1
Tests conducted by A. Karstanje
We certify that the statements in this record are correct and that the test welds were preparéd, welded and tested in accerdance with the requirements of Section IX of the ASME Code.
Signature 1 Signature 2
Na;ﬁé_ S s Signature Name Signature L PR
Frankyigi'ljoledu [ W. Komdeur Llyds e
Date o t Date \
86-2012 8-6-2012
ond bv
WeldOffice WPS 2013.02.023 (c) Copyright 2013 C-spec Software. All rights reserved worldwide.

Catalog n* PQRO0045 Page 2 of 3



Airpack Netherlands BV

! : k Groeneweegje 19 - 26, 4301 RN Zierikzee, The Netherlands
w|Il® p cc ASME - Additional information (PQR)

Kethttyeds ISR WeldOffice WPS
PQR record number RET 0245029-001-17 Revision 0 WPS record number P2000 Revision 2
Date 13-6-2012 Company name Airpack Netherlands BV

| Welding standard ASME Section 1X:2010 including addenda 2011

Pipe diameter 22" x STD (73,0,3x5,16 mm)

WeldOffice WPS 2013.02.023 () Copyright 2013 C-spec Software. All rights reserved worldwide.
Catalog n® PQRO0045 Page3 of 3



) -
slirpack

Retherdaads ENTERINSSTN

PQRD number
PQR number
WPS number

WELDING PROCESSES
Welding process
Type

BASE METALS (QW-403)

Product form

Material control number

Specification (type or grade)

Nominal composition

Trade name

P number

G number

AWS group number

Nominal pipeftube size

Schedule

Length

Width (OD)

Thickness
JOINTS (QW-402)

Joint design

Backing:

Retainers

Groove angle (deg)
Root opening (mm)

| Root face (mm)

ARL1559-1
RET 0245029-001-17
P2000

PipefTube
353566
SA-333 (6)
C-Mn-Si
Vallourec & Mannesmann
1
1
u
63,50
| Standard
(mm) 150
(mm) 73,03
(mm) 5,16

Single-V-groove
None

None

60

4

01

CLEANING/ROOT TREATMENT

Surface preparation
Initialfinterpass cleaning
Back gouging method

WeldOffice WPS 2013.02.023
Catalog n° PQDO0011

Grinding

Brushing and Grinding

None

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ASME - Welding conditions - (PQRD Welding Data Record)

WeldOffice WPS
Revision 1 Date 29-5-2012
Revision 0 Welding standard ASME Section 1X:2010 including addenda 2011
Revision 2 Company name Airpack Netherlands BV
To be tested Without PWHT
GTAW
Manual
Welded to: Product form Pipe/Tube
Material control number 353566
Specification (type or grade) SA-333 (6)
Nominal composition C-Mn-Si

Trade name

P number

G number

AWS group number
Nominal pipeftube size
Schedule

Length

Width (OD)

Thickness

See addition information

Vallourec & Mannesmann
1
1
u
63,50
| Standard
(mm)| 150
(mm)| 73,03
{mm) 516

See addition information

(¢) Copyright 2013 C-spec Software. All rights reserved worldwide.
Page 1 of 3



irpack

eihedyed; TR

PQRD number

ARL1559-1
PASS INFORMATION
Pass number
Layer number
WELDING PROCESSES
Welding process
Type
FILLER METALS (QW-404)
Material control number
SFA specification
AWS classification
Filler metal F-number
Weld metal A-number
Filler metal nominal composition

Filler metal trade name

Filler metal size (mm)
Length of filler metal consumed {mm)
Deposited thickness {mm)
Maximum pass thickness (mm)

‘Weld deposit chemistry
Flux nominal composition
Flux trade name
POSITION (QW-405)
Position
Weld progression
PREHEAT (QW-406)
Preheat temperature {°C)
Maximum interpass temperature (°c)
GAS (QW-408)
Shieldinggas:  Type
Flow rate (Urmin}
Trailing gas: Type
Flow rate (Urmin)
Backing gas: Type

Flow rate (Wemin)

ELECTRICAL (QW-408) '

Filler metal size (mm)

Amperes

Volts

Travel speed (mm/min)

Maximum heat input (kJ/mm)

Tungsten size (mm)

Tungsten type

Current/polarity

DC pulsing current
TECHNIQUE (QW-410)
String or weave
Orifice/gas cup size
Multi/Single pass per side
Peening
Initialfinterpass cleaning
Back gouging method
PASS PERFORMED/WITNESSED BY
Welders name
Recordedfwitnessed by
Date
Data entry by

WeldOffice WPS 2013.02.023
Catalogn® PQDO0011

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ASME - Welding parameters - (PQRD Welding Data Record)

Revision 1

GTAW

Manual

334136
5.18
ER70S-3
6
1
NA.
Lincoln Electric, LNT 25
2.4
21
4
N.A
N.A.

6G
Uphill

Argon (A5.32 SG-A)
14
None
None

24
97
101
64
09185
2.4
SFA5.12 EWCe-2
DCEN (straight polarity)
None

Stringer and Weave
95
Multiple passes
Not used
Brushing and Grinding

None

A, Sumantdi
A.JH. Roza (IWT/IWI)
29.5.2012
AJH. Roza (IWT/IWI)

WeldOffice WPS

29-5-2012

GTAW
Manual

334136
5.18
ER70S-3
6
1
N.A.
Lincoln Electric, LNT 25
24
15
4
NA.
N.A.

66
Uphil

112

Argon (A5.32 SG-A)
14
None

None

24
101
96
69
0,8431
24
SFA5.12 EWCe-2
DCEN (straight polarity)
None

Stringer and Weave
9,6
Multiple passes
Not used
Brushing and Grinding
None

A. Sumantri
A.J.H. Roza (IWT/IWI)
29-5-2012
A.JH. Roza (IWTAWI)

GTAW

Manual

334136
5.18
ER70S-3
6
1
N.A.
Lincoln Electric, LNT 25
24
15
4

NA,
N.A.

6G
Uphill

Argon (A5.32 SG-A)
14
None
None

24
97
103
33
1,8165
24
SFA 5.12 EWCe-2
DCEN (straight polarity)

None

Stringer and Weave
9.5
Multiple passes
Not used
Brushing and Grinding

None

A. Sumantri
A.J.H. Roza (IWT/AWI)
29-5-2012
A.J.H. Roza (IWT/WI)

(c) Copyright 2013 C-spec Software. Al rights reserved worldwide,

Page 2003



Airpack Netherlands BV

s t Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
""P C’c ASME - Welding parameters - (PQRD Welding Data Record)
Kethedynds NI WeldOffice WPS
PQRD number ARL1559-1 Revision 1 Date 29-5-2012

Pipe diameter 2'2" x STD (73,0,3x5,16 mm)

WeldOffice WPS 2013.02.023 (c) Copyright 2013 C-spec Software. All ﬁéhls reserved worldvide,
Catalog n* PQD0COTT Page3 of 3
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SCHIELAB

Rapport/Report

Schielab b.v.

SL 12.6043-1A

WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with

Purchaser

: ASME 1X:2010
: Arjan Roza Lastechniek BV

Purchase order no. : ARL1559-1
Manufacturer . Airpack Nederland BV.
WPS : P2000

Description of sample(s)

Dimension(s)
Material grade

: Pipe with Single-V-groove
2,57 Sch 408 (© 73,03 x 5,15 mm)
: P1Gr,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 SG-A)

Backing gas : Not used

Welding position : 6G progression up

Preheat / Interpass temp.

:10°C/ 166 °C

Joint type : Single-V-groove
Welder : A. Sumantri
Date / place of birth :23-02-1962 / Oost- en West-Souburg

Stamp. No. /1D
Testpiece marked with

: W-102 /1D Card IXH4P6551
: ARL1559-1

Page 1 of 2

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 4.73 527 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

ﬁ\\\ 07 JUNI 2002 .

H A l Uﬁﬂ 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. 524-R013 (11.10)



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] [J] [J]
Midweld 10x4 -55 52-19-55 42
Fusion line 10x4 -55 74-61-58 64
Requirements for size 10x10mm; >19 > 27
Requirements for size 10x4mm; 2014 > 11

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 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 report). 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 report has legal value only when printed on Schielab paper and furnished with an authorised
signature. Digital versions of this report have no legal value Unless explicitly agreed upon otherwise in writing 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.
F1C . [RET 0245029]
i_ )Y 1A Karstanje
SCHiLLAL

07 JUNI20%;

2

RY

N
TESTING

H A |_ Uﬂ:] 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 Rolterdam nr. 24170257

mod. $24-R013 (11.10)



Airpack Netherlands BV

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

slirpock

WeldOffice WPS Netherisnd; EURMISSISI
WPS record number P2000 Revision 3 Qualified to ASME Section IX:2013
Date 14-6-2012 Company name Airpack Netherlands BY
Supporting PQR(s) RET 0245029-001-17 - Rev 0
Reference docs.
Scope Welding instruction piping
Groove, no PWHT (As-welded), impact testing
Joint Joint details for this welding procedure specification in:
Production drawings
BASE METALS (QW-403) THICKNESS RANGE QUALIFIED {mm)
Type Carbon steel (P1) P-no. 1 Grp-no. 1 As-welded With PWHT
Welded to Carbon steel (P1) P-no. 1 Grp-no. 1 Mo L Min, S
Backing: None P-no. Grp-no Complete pen. 1,50 10,32 - -
Bathirars Hiars Impact tested 2,58 10,32 - -
Notes Partial pen. 1,50 10,32 - -
Fillet welds - = = 3
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max, Min. Max.
Nominal pipe size| no min. | no max. - | c
FILLER METALS (QW-404) THICKNESS RANGE QUALIFIED (mm)
SFA Classification F-no. | A-no. Chemical analysis or Trade name LNy agel
Min. Max, Min. Max.
GTAW 518 |ER70S8-3 6 1 Lincoln Electric, LNT 25 no min. | 10,32 “ l -
Cons. insert - - - - - - None -
Flux - - - - - - None -
WELDING PROCEDURE
Welding process GTAW
Type Manual
Minimum preheat/interpass temperatur¢’c) 10
Maximum interpass temperature (C) 221
Tungsten size (mm) 2.4
Tungsten type SFA5.12 EWCe-2
Filler metal size (mm) 24
Layer number All
Position All
Weld progression Uphill
Current/polarity DCEN (straight polarity)
Amperes 90 -120
Volts 9,0-11
Travel speed (mm/min) 30-70
Maximum heat input (kdmm) 1,8165
DC pulsing current None
Shielding: Gas type Argon (A5.32 SG-A)
Flow rate (Vmin) 12-16
Trailing: Gas type None
Flow rate (Vmin) B
Backing: Gas type None
Flow rate (Umin)) -
String or weave Stringer and Weave
COrifice/gas cup size 9,5
Multi/Single pass per side Multiple passes
Weld deposit chemistry -
Notes

WeldOffice WPS 2014.01.008

(c) Copyright 2014 C-spec Software. All rights reserved worldwide.

Catalogn® WPS00031

Page 1 of 2



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

WeldOffice WPS

irpack

sthedand, TR

WPS record number P2000 Revision 3 Qualified to ASME Section 1X:2013
Date 14-6-2012 Company name Airpack Netherlands BV
PREHEAT TABLE
Applicable standard
ASME B31.1 80 (°C) for thickness over 25 (mm) and specified maximum carbon content over 0.30%
10 (°C) for all other materials.
ASME B31.3 10 (°C) for thickness less than 25 (mm) and specified minimum tensile strength not over 490 (MPa).
79 (°C) for 25 (mm) and greater thickness, or if specified minimum tensile strength is over 480 (MPa).
TECHNIQUE (QW-410)
Peening Not used
Surface preparation Grinding
Initial/interpass cleaning Brushing and Grinding
Back gouging method None
NOTES
Signature 1 Signature 2
Name Signature b Name Signature
Franky van Toledo Wim Komdeur
Date Date
8-6-2012 . 8-6-2012
\ JA il ")
WeldOffice WPS 2014.01.008 - » \n\‘\‘-‘ i (c) Copyright 2014 C-spec Software. All rights reserved worldwide.
Callogn®  WPS00031 méa!‘

Page 2 of 2



PQR record number
Date

BASE METALS (QW-403)

Welded to:

and tested:

Notes
JOINTS (QW-402)

Joint design

Backing:

Retainers

Groove angle (deg.)
| Root opening (mm)

Root face (mm)

WELDING PROCESSES
Welding process
Type

FILLER METALS (QW-404)
SFA specification

AWS classification
Filler metal F-number
Weld metal A-number

s|irpock

Rethedaod; E———

RET 0245029-001-19
13-6-2012

Product form

Pipe/Tube

PipefTube

Without PWHT, With impacts

Single-V-groove
None
None

30
4
01

Filler metal nominal composition

Filler metal trade name
Filler metal size
Deposited thickness
Maximum pass thickness
Weld deposit chemistry
POSITION (QW-405)
| Position
| Weld progression
PREHEAT (QW-406)

| Preheat temperature

(mm)
(mm)

(mm)

°c)

| Maximum interpass temperature {"C)

GAS (QW-408)

Shielding gas:  Type
| Flow rate
Trailing gas: Type
Flow rate
Backing gas: Type
Flow rate
ELECTRICAL (QW-409)
Filler metal size
Amperes
Volts
Travel speed
Maximum heat input
Tungsten size
Tungsten type
Current/polarity
DC pulsing current
TECHNIQUE (QW-410)
String or weave
QOrifice/gas cup size
Multi/Single pass per side
Peening
Initial/interpass cleaning
Back gouging method

WeldOffice WPS 2013.02.023
Catalog n* PQRO0048

(Vmin)
(Wmin)

(Wmin)

(mm)

(mm/min)
(kJImm)

(mm)

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ASME - Procedure Qualification Record (PQR) - QW-483

WeldOffice WPS
Revision 1 WPS record number P2500 Revision 2
Company name Airpack Netherlands BV
Welding standard | ASME Section 1X:2010 including addenda 2011
Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
SA-350 (LF2) 1 2 63,50 Standard 5,16 73.03
SA-350 (LF2) 1 2 63,50 Standard 5,16 73,03

See addition information See addition information

GTAW
Manual

5.18
ER70S-3
6
1
N.A
Lincoln Electric, LNT 25
24
5,16
4

66
Uphill

167

Argon (A5.32 SG-A)
14
None
None

24

93-98
9,6-106

37-58

1,65

24

SFA5.12 EWCe-2
DCEN (straight polarity)

None

Stringer and Weave
95
Multiple passes
Not used
Brushing and Grinding
None

gl i

ghts reserved worldwide.
Page 1 of 3



PQR record number

irpack

etheiling;

RET 0245029-001-19

Date 13-6-2012
TENSILE TESTS (QW-1560)
Width
Specimen number
(mm)
1 19.04
2 19.05
Comments
GUIDED BEND TESTS (QW-160)
Type of test
Root bend
Root bend
Face bend
Face bend
Comments
TOUGHNESS TESTS (QW-170)
Specimen
Notch location Notch type
number
1 Weld Metal Charpy V
2 Weld Metal Charpy V
3 Weld Metal Charpy V
4 HAZ Charpy V
5 HAZ Charpy V
(] HAZ Charpy V
Comments
CERTIFICATION )
Welder's name 1D Number

A. Sumantri

We cerlify 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
Name

Franky van Toledo

Date
8-6-2012

WeldOffice WPS 2013.02.023

Calalogn® PQRO0048

|D Card IXH4P8551

Signature

Thickness
(mm)
462
4,64

Revision 1

Specimen size

{mm) x (mm)

10x4
10x4
10x4
10x4
10x4
10x4

Stamp number

A1

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ASME - Procedure Qualification Record (PQR) - Test results (as welded)

WeldOffice WPS
WPS record number P2500 Revision 2
Company name Airpack Netherlands BV
Welding standard ASME Section 1X:2010 including addenda 2011
Reduced section
Area Ultimate total load Uitimate unit stress Type of failure and
(mm?) N (MPa) location
87,965 536 Nimm? Duclile-Base Metal
88,392 537 Nlmm? Ductile-Weld
Acceptance criteria Result Comments
QW 163 Acceptable
Qw 163 Acceptable
QW 163 Acceplable
Qw 163 Acceptable
Test temperature Impact values DFdl:T w;;iggti
c) [d)) (% Shear) (mm) | break
55 20 - = =
-55 43 # n -
-65 34 E = &
-55 43 - - =
-55 10 E - -
-85 34 5 = v

Mechanical testing by
Laboratory test number
Test file number

Tests conducted by

Signature 2

| Narme ;

W Komdeur (Lloyds)
Date

86-2012

Schielab BV Breda (NLD)
SL 12.6045-1A
ARL1559-3

A Karstanje

Signature

(c) Copyright 2013 C-spec Software. All rights reserved worldwide.
Page 2 of 3



Airpack Netherlands BV
: k Groeneweegje 19 - 26, 4301 RN Zierikzee, The Netherlands
I ppuc ASME - Additional information (PQR)
K

ctheibyd IR WeldOffice WPS
PQR record number RET 0245029-001-19 Revision 1 WPS record number P2500 Revision 2
Date 13-6-2012 Company name Airpack Netherlands BV
- i Welding standard ASME Section 1X:2010 including addenda 2011

Pipe diameter 212" x STD (73,0,3x5,16 mm)

WeldOffice WPS 2013.02.023 (c) Copyright 2013 C-spec Software. All rights reserved worldwide.
Catalog n* PQR00048 Page 3 of 3



PQRD number
PQR number
WPS number

WELDING PROCESSES
Welding process

Type

BASE METALS (QW-403)

Product form

Material control number

Specification (type or grade)

Nominal composition

Trade name

P number

G number

AWS group number

Nominal pipe/tube size

Schedule

Length

Width (OD)

Thickness
JOINTS (QW-402)

Jaint design

Backing:

Retainers

Groove angle (deg.)
Root opening (mm)
Root face (mm)

) -
s|irp

Retheilyngs DRSS

ack

ARL1559-3
RET 0245029-001-19
P2500

Pipe/Tube
29685
SA-350 (LF2)
C-Mn-Si

Sochorvé vélcovna S A.

1

2

u

63,50

Standard
(mm) 150
(mm) 73,03
(mm) 5,16

Single-V-groove
None

None

60

4

0-1

CLEANING/ROOT TREATMENT

Surface preparation
Initial/interpass cleaning
Back gouging method

WeldOffice WPS 2013.02.023
Calalog n* PQDO0012

| Grinding

Brushing and Grinding

None

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ASME - Welding conditions - (PQRD Welding Data Record)

WeldOffice WPS

Revision 2 Date 29-5-2012
Revision 1 Welding standard
Revision 2 Company name

To be tested

GTAW
Manual

Welded to: Product form

Material cantrol number
Specification {type or grade)
Nominal composition
Trade name

P number

G number

AWS group number
Nominal pipeftube size
Schedule

Length

Width (OD)

Thickness

See addition information

ASME Section IX:2010 including addenda 2011
Airpack Netherlands BV
Without PWHT

PipefTube
29685
SA-350 (LF2)
C-Mn-Si
Sochorva valcovna S.A.
1
2:
u
63,50
Standard
(mm) 150
(mm) 73,03
(mm) 516

See addition information

feE ey

(c) Copyright 2013 C-spec Software. All rights reserved worldwide.
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

ASME - Welding parameters - (PQRD Welding Data Record)
WeldOffice WPS

slirpack

Kethedynd, EG_G——————

PQRD number ARL1559-3 Revision 2 Date 29-5-2012

PASS INFORMATION

Pass number 1 2 3
Layer number 1 2 3
WELDING PROCESSES
Welding process GTAW GTAW GTAW
Type Manual Manual Manual
FILLER METALS (QW-404)
Material control number 334136 334136 334136
SFA specification 5.18 518 5.18
AWS classification ER70S-3 ER70S-3 ER70S-3
Filler metal F-number 6 6 )
Weld metal A-number 1 1 1
Filler metal nominal composition NA N.A NA.
Filler metal trade name Lincoln Electric, LNT 25 Lincoln Electric, LNT 25 Lincoln Electric, LNT 25
Filler metal size (mm) 24 24 24
Length of filler metal consumed (mm) - = =
Deposited thickness (mm) 21 1,5 1.5
Maximum pass thickness (mm) 4 4 4
Weld deposit chemistry - - -
Flux nominal composition NA. N.A. NA
Flux trade name NA NA. NA.
POSITION (QW-405)
Position &G 6G 6G
Weld progression - ” -
PREHEAT (QW-406)
Preheat temperature (c) 10 10 10
Maximum interpass temperature (‘c) 10 154 167
GAS (QW-408) '
Shielding gas:  Type Argon (A5.32 SG-A) Argon (A5.32 SG-A) Argon (A5.32 SG-A)
Flow rate (Vmin) 14 14 14
Trailing gas: Type None None None
Flow rate (Vmin) & u
Backing gas: Type None None None
Flow rate (Vmin) - N
ELECTRICAL (QW-409)
Filler metal size (mm) 24 24 24
Amperes 93 98 96
Volts 96 9:9 106
Travel speed (mm/min) 58 54 37
Maximum heat input (kJimm) 0.9236 1,078 1,6502
Tungsten size (mm) 24 24 24
Tungsten type SFA5.12 EWCe-2 SFA5.12 EWCe-2 SFA 5.12 EWCe-2
Current/polarity DCEN (straight polarity) DCEN (straight polarity) DCEN (straight polarity)
DC pulsing current None None None
TECHNIQUE (QW-410)
String or weave Stringer and Weave Stringer and Weave Stringer and Weave
Qrifice/gas cup size 95 95 95
Multi’Single pass per side Muitiple passes Multiple passes Multiple passes
Peening Not used Not used Not used
Initial/interpass cleaning Brushing and Grinding Brushing and Grinding Brushing and Grinding
Back gouging method None None None
PASS PERFORMED/WITNESSED BY
Welders name A. Sumantri A. Sumantri A. Sumantri
Recordedhwilnessed by A.JH. Roza (IWT/IWI) A.JH. Roza (IWT/IWI) A.J.H. Roza (IWT/IWI)
Date 29-5-2012 29-5-2012 29-5-2012
A.J.H. Roza (IWT/IW1) A.J.H. Roza (IWTAWI) A.J.H. Roza (IWT/IWI)

Data entry by

WeldOffice WPS 2013.02.023
Catalog n® PQD00012

(c) Copyright 2013 C-spec Software. All rights reserved worldwide
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e Airpack Netherlands BV

{7 = k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

' IPPC'C ASME - Welding parameters - (PQRD Welding Data Record)
L

Y —— WeldOffice WPS

PQRD number ARL1559-3 Revision 2 Date 29-5-2012

Pipe diameter 2%2" x STD (73,0,3x5,16 mm)

WeldOffice WPS 2013.02.023 . ights reserved worldwide
Catalog n° PQDO0012 Page3 of 3



‘ Rapport/Report

SCHIELAB Schielab b.v.

SL 12.6045-1A
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. : ARL1559-3

Manufacturer : Airpack Nederland BV.

WPS : P2500

Description of sample(s) : Pipe with Single-V-groove
Dimension(s) 02,57 Sch40S (@ 73,03 x 5,15 mm)
Material grade :P1Gr2-P1Gr.2

Material : ASTM SA-350 LF2 - ASTM SA-350 LF2
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/ 167 °C

Joint type : Single-V-groove

Welder : A. Sumantri

Date / place of birth : 23-02-1962 / Oost- en West-Souburg
Stamp. No./ID : W-102 /1D Card IXH4P6551
Testpiece marked with : ARL1559-3

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

CROSS WELD TENSILE TESTS

Dimensions(s) Rm Fracture location
[mm] [N/mm’]
19.04 x 4.62 536 Base material
19.05 x 4.64 537 Weld metal
Requirements; > 485
TECHNOLOGICAL TESTS
Type Former / Bending angle Results
Face bend 4t/ 180° 2 x acceptable
root bend 4t/ 180° 2 x acceptable

S 07 JUN 200

TESTING

H A [ ”ﬁg 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.

fo

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. $24-R013 (11.10)



Rapport/Report

Schielab b.v.

SL 12.6045-1A
Page 2 of 2

IMPACT TESTS - Type: Charpy KV

Notch location Size Test Results Average
temp. value
[mm] [°C] [J] [J]
Midweld 10x4 -55 20-43-34 32
Fusion line 10 x 4 -55 43-10-34 29
Requirements for size 10x10mm; >'19 22l
Requirements for size 10x4mm; 21D >11

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 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.y. (marked 'U’ on the report). 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 report has legal value only when printed on Schielab paper and furnished with an authorised
signature. Digital versions of this report have no legal value. Unless explicitly agreed upon otherwise in writing our "General conditions for activities performed by Schielab b.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]

)ﬂ A. Karstanje i
SCHIELAB

yister

(\J

SN
Entered in the RvA register for laboratories under number L 063 for the areas outlined in the approval.

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

H UA I. ]]ﬁ:] Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omschreven in de erkenning.
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257

mod. $24-R013 (11.10)



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

ASME - Welding Procedure Specification (WPS)
WeldOffice WPS

s|irpoick

Hetherdand: IR

WPS record number P2500 Revision 3 Qualified to ASME Section 1X:2013
Date 14-6-2012 Company name Airpack Netherlands BV
Supporting PQR(s) RET 0245029-001-19 - Rev 1
Reference docs.
Scope Welding instruction piping
Groove, no PWHT (As-welded), impact testing
Joint Joint details for this welding procedure specification in:
Production drawings
BASE METALS (QW-403) THICKNESS RANGE QUALIFIED (mm)
Type Carbon steel (P1) Pno. 1 Grp-no. 2 As-welded With PWHT
Welded to Carbon steel (P1) P-no. 1 Grp-no. 2 M. Max. Min. Mex,
Backing: None P-no. Grp-no. Complete pen. 1,50 10,32 - -
32 - -
Retainers None Impéct tested 2,58 10,
Notes Partial pen. 1,50 10,32 - E
Fillet welds - - -
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max. Min. Max,
Nominal pipe size| no min. | no max. - |
FILLER METALS (QW-404) THICKNESS RANGE QUALIFIED (mm)
Bl ; . As-welded With PWHT
SFA Classification F-no. | A-no. Chemical analysis or Trade name
Min. Max. Min. Max.
GTAW 518 ER70S-3 6 1 Linceln Electric, LNT 25 no min. 10,32 - ‘ -
Cons. insert - - - - - - None -
Flux - - - - - - None -

WELDING PROCEDURE

Welding process
Type

Minimum preheat/interpass temperatur€c)
Maximum interpass temperature (C)
Tungsten size
Tungsten type
Filler metal size

{mm)|

{mm})
Layer number
Position

Weld progression
Current/polarity
Amperes

Volts

Travel speed (mmvmin)
Maximum heat input (kdimm)|
DC pulsing current
Shielding: Gas type
Flow rate
Gas type
Flow rate
Gas type
Flow rate

(Umin)
Trailing:
(ifmin);
Backing:
(Umin)
String or weave
Orifice/gas cup size
Multi/Single pass per side
Weld deposit chemistry
Notes

GTAW
Manual
10
223
24
SFA5.12 EWCe-2
24
All
All
Uphill
DCEN (straight polarity)
90- 115
9-12
35-70
1,65
None
Argon (A5.32 SG-A)
14
None
None
Stringer or Weave
95
Multiple passes

WeldOffice WPS 2014.01.008

(c) Copyright 2014 C-spec Software. All rights reserved worldwide.

Catalog n® WPS00033
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
ASME - Welding Procedure Specification (WPS)

slirp

WeldOffice WPS Ketherland: (NERERERNSRS
WPS record number P2500 Revision 3 Qualified to ASME Section IX:2013
Date 14-6-2012 Company name Airpack Netherlands BV
PREHEAT TABLE
Applicable standard
ASME B31.1 80 (°C) for thickness over 25 (mm) and specified maximum carbon content over 0.30%.
10 (°C) for all other materials.
ASME B31.3 10 (°C) for thickness less than 25 (mm) and specified minimum tensile strength not over 430 (MPa).
79 (°C) for 25 (mm) and greater thickness, or if specified minimum tensile strength is over 490 (MPa).
TECHNIQUE (QW-410)
Peening Not used
Surface preparation Grinding
Initial/interpass cleaning Brushing and Grinding
Back gouging method None
NOTES
Signature 1 Signature 2
Name Signature Name Signature
Franky van Toledo W, Komdeur (Lloyds)
Date 4 Gk Date
8-6-2012 8-6-2012
“T—
\ond B
WeldOffice WPS 2014,01.008 ﬂuﬂa“ (c) Copyright 2014 C-spec Software. All rights reserved worldwide.
Catalogn® WPS00033
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