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Airpack Netherlands BV

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

s|irpock

WeldOffice WPS Neihertynd; ER—
PQR record number RET 0245029-001-22 Revision 1 WPS record number S2000 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 API 2W (50) u 1 - - 4 -
and tested: Without PWHT, With impacts
Notes

JOINTS
Joint design Single-V-groove
Backing: None
Retainers None TR . 2agn oo ¢
Groove angle (deg) 60 See addition information See addition information
Root opening (mm) 3
Rool face (mm) 0-1

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) 1.2

Deposited thickness (mm) 4

Maximum pass thickness (mm) 5

Weld deposit chemistry -

Supplemental filler metal -

Supplemental filler metal vol. (mm?) 5

POSITON
Position 3G
Weld progression Uphill

PREHEAT
Preheat temperature {°C) 10
Maximum interpass temperature c) 124

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 {fmin) =

ELECTRICAL )

Filler metal size (mm) 1.2

Amperes 69-83

Volts 14,1-151
Travel speed (mm/min) 75-83
Maximum heat input (kJ/mm) 0,90
Current/polarity DCEP (reverse polarity)

Wire feed speed {m/min) 0
Arc transfer mode Short-dreuiting

TECHNIQUE o '

String or weave Stringer and Weave

Orifice/gas cup size 15
C.TWD {mm) 15
Multifsingle 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
Catalog n® PQRO0OT

(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)

WeldOffice WPS

PQR record number RET 0245028-001-22

Date 13-6-2012
TENSILE TESTS
Specimen number Yo
| {mm)
1 2005
2 2005
Comments
GUIDED BEND TESTS
Type of test
Face bend
Face bend
Root bend
Root bend
Comments
TOUGHNESS TESTS
Specimen 2
e Nm,ﬁ? Vloication | Nortcn type
1 Weld Metal Charpy V
2 Weld Metal Charpy V
3 Weld Metal Charpy V
4 HAZ + 1 mm Charpy V
5 HAZ + 1 mm Charpy V
5] HAZ + 1 mm Charpy V
7 HAZ + 5 mm Charpy V
8 HAZ + 5 mm Charpy V
9 HAZ + 5 mm Charpy V
Comments
OTHER TESTS
Type of test
RT examination
. Comments
CERTIFICATION
Welder's name 1D Number
T. Lajos 1D Card 353992JA

irpack

Revision 1 WPS record number $2000 Revision 0
Company name Airpack Netherlands BV
| Welding standard AWS D1.1/01.1M:2010
: v Reduced section
Thickness Area Ultimate total load Ultimate unit stress | Type of failure and
(mm) (mm?) | (N) (MPa) | location
3.69 73,985 - 538 N/mm? Duclile-Base Metal
3,58 60,15 - 561 N/mm? | Duclile-Base Metal

Acceptance criteria Result
AWS D11 Acceptable
AWS D1.1 Acceptable
AWS D1.1 Acceptable
AWS D1.1 Acceptable
Specimen size Test temperature
{mm) x (mm) (°C) )
10x3 -40 31
10x3 -40 31
10x3 -40 32
10x3 -40 53
10x3 -40 52
10x3 -40 50
10x3 -40 50
10x3 -40 50
10x3 -40 49
Acceptance criteria Resutt
AWS D1.1/D1.1M:2010 Acceptable
Stampnumber | Mechanical testing by
W-104 Laboratory test number

Test file number
Tests conducted by

Impaci values
(% Shear)

Comments

Drop \;veigh{ -
break

Comments
RT report 1213-2012-31-003

Schielab Breda (NLD)
SL 12.6052-1
ARL1559-10

A. Karstanje

We certify that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements of section 4 of ANSI/AWS D1.1-2010 Structural Welding Code-Steel.

Signature 1
Name

Franky van Toledo
Date

862012

Signature

WeldOffice WPS 2012.01.003
Catalogn® PQR00007

Signature 2
Name
" V\_! Kcmdau-r-(llloyds)“
l Date

|86:2012

Signature

Loye s Reguas Nmgerann v
b A by it

Wimn Komdeur
Kownss Xon

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



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

]
AWS - Additional information (PQR) I rPGCk
WeldOffice WPS Hetherls o I
PQR record number RET 0245029-001-22 Revision 1 WPS record number $2000 Revision 0
Date 13-6-2012 Company name Airpack Netherlands BY
| Welding standard AWS D1.1/D1.1M:2010

ﬁ .>2_3_0-1 |
L a2
Lso:\ -

—

WeldOffice WPS 2012.01.003
Catalog n® PQRO0DOT

(c) Copyright 2012 C-spec Softy All rights e
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! y Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
' I r. P uct AWS - Welding conditions - (PQRD Welding Data Record)
Wethestaod; RS WeldOffice WPS
PQRD number ARL1559-10 Revision 2 Date 29-5-2012
PQR number RET 0245029-001-22 Revision 1 Welding standard AWS D1.1/D1.1M:2010
WPS number S$2000 Revision 0 Company name Airpack Netherlands BV
' 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 29382113 Material control number 29382113
Specification (type or grade) AP 2W (50) Specification (type or grade) API 2W (50)
Nominal composition C-Mn Nominal composition C-Mn
Trade name Voestalpine Grobblech Trade name Voestalpine Grobblech
P number u P number u
G number G number
AWS group number I AWS group number ]
Nominal pipe/tube size - Nominal pipe/tube size -
Schedule - Schedule -
Length (mm) 600 Length (mm) 600
Width (OD) (mm) 200 Width (OD) (mm) 200
Thickness (mm) 4 Thickness (mm) 4
JOINTS
Joint design Single-V-groove
Backing: None
Ranars None See addition information See addition information
Groove angle (deg) 60
Root opening (mm) 3
Root face (mm)| 0-1
CLEANING/ROOT TREATMENT
Surface preparation Grinding
Initial/interpass cleaning Brushing and Grinding
Back gouging method None

WeldOffice WPS 2013.02.023
Catalog n® PQDO00OT

(c) Copyright 2013 C-spec Software. All 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)

slirpack

Netberdiod: O WeldOffice WPS
PQRD number ARL1559-10 Revision 2 Date 29-5-2012
PASS INFORMATION -
Pass number 1 2
Layer number 1 2
WELDING PROCESSES
Welding process GMAW GMAW
Type Semi-automatic Semi-automatic
FILLER METALS
Material control number P1FC110214
SFA specification 518 5.18
AWS classification E70C-6MH4 E70C-8MH4
Filler metal F-number 6 6
Weld metal A-number - -
Filler metal nominal compaosition NA N.A,
Filler metal trade name Linceln, Outershield MC715-H Lincoln, Qutershield MC715-H
Filler metal size (mm) 1.2 12
Length of filler metal consumed (mm) &
Deposited thickness (mm) 2 2
Maximum pass thickness {mm) 3 3
Weld depasit chemistry - -
Supplemental filler metal * &
Supplemental filler metal vol. (mm?) - -
POSITION
Position 3G 3G
Weld progression Uphill Uphill
PREHEAT
Preheat temperature 'C) 10 10
Maximum interpass temperature ) 10 124
GAS
Shielding gas:  Type AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
Flow rate (Vmin) 15 15
Trailing gas: Type None None
Flow rate (Vemin) - a
Backing gas: Type None None
Flow rate {Vmin) - -
ELECTRICAL
Filler metal size (mm) 12 2
Amperes 69 83
Volts 144 15.1
Travel speed (mm/min) 75 83
Maximum heat input (kJfmm) 0,7949 0,906
Current/polarity DCEP (reverse polarity) DCEP (reverse polarity)
Wire feed speed (m/min) a &
Arc transfer mode Short-circuiting Short-circuiting
TECHNIQUE
String or weave Stringer and Weave Stringer and Weave
Orificel/gas cup size 15 15
CTwWD (mm) 156 15
Muiti/single electrode Single electrode Single electrode

Multi/Single pass per side Multiple passes Multiple passes
Peening Not used Not used
Initial/interpass cleaning Brushing and Grinding Brushing and Grinding
Back gouging method None None
PASS PERFORMED/WITNESSED BY
Welders name T. Lajos T. Lajos
RecordedAvitnessed by A.J.H. Roza (IWT/IWI) A.J.H. Roza (IWT/IW)
Date 29-5-2012 29-5-2012
Data entry by A.J.H. Roza (IWT/IW1) A.J.H. Roza (IWT/IW)
o Ak g Lyt L pe—
e
WeldOffice WPS 2013.02.023 013 C-spec Software All fights réserved worldwide.

Catalog n® PQDO0001 o Page 2 of 3



Airpack Netherlands BV
Q s k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
(%) Ir' UG AWS - Welding parameters - (PQRD Welding Data Record)
Re

theityed; I WeldOffice WPS

PQRD number ARL1559-10 Revision 2 Date 20-5-2012
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Rapport/Report

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 : S2000

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

Group number 111

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. S10%CH 124 °C

Joint type : Single-V-groove

Welder : T. Lajos

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

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

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

CROSS WELD TENSILE TESTS

Dimensions(s) Rm Fracture location
[mm] [N/mmz]
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

@m 07 _@"2012
TESTING

H A I. l]ﬁﬁ 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 Voorert 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 12.6052-1
Page 2 of 2

IMPACT TESTS - Type: Charpy KV

Notch location Size Test Results Average
temp. value
[mm] [°C] [J] [J]
Midweld 10x3.0 -40 31-31-32 31
Fusion line +1mm 10x 3.0 -40 53-52-50 52
Fusion line +5mm 10x 3.0 -40 50-50-49 50
Requirements for size 10x10mm; >.19 22
Requirements for size 10x3mm; =37 =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.y. 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

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

{ .
' A, Karstanje

]

L L
SCHIELAL

loyd's Register Nederland B.V.

07 JUNI 2012

)

L\

TESTING

H A |_ HHH 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

maod. 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.
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 ) o o
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. I M, Lot M, Max.
Backing: None P-na. Grp-no. Complete pen. 3. 8, - -
Retiars — Impact tested 3. 8, - -
Nolsx Partial pen. 3, 8, - *
Fillet welds no min. no max. - -
DIAMETER RANGE QUALIFIED {mm)
As-welded With PWHT
Min. Max, Min. Max.
hominal pipe size 610, no max. - ‘ -
FILLER METALS THICKNESS RANGE QUALIFIED (mm)
PR As-welded With PWHT
SFA Classification F-no. | A-no Chemical analysis or Trade name
Min. Max. Min. Max.
GMAW 5.18 E70C-6MH4 6 - Lincoln, Outershield MC715-H 3, | 8. - | -
Sup. filler - i 3 fl I’ - None -
Suppl. filler metal vol.  (mm?)| -
WELDING PROCEDURE
Welding process GMAW
Type Semi-automatic
Minimum preheat/interpass temperature  (°C) 10
Maximum interpass temperature ('C) 180
Filler metal size (mm) 1.2
Layer number \'
Position 3G
Weld progression Uphill & Downhill
Current/polarity DCEP (reverse polarity)
Amperes 60 — 100
Volts 13,1 =161
Travel speed {mm/min) 60— 100
Maximum heat input (kdimm) 0,90
Wire feed speed (m/min) 0,
Arc transfer mode Spray-transfer
Shielding: Gas type AC-20 (A5.32 SG-)
Flow rate {Vimin) 14-16
Trailing: Gas type Nane
Flow rate {/min) -
Backing: Gas type None
Flow rate {imin) -
String or weave Stringer and Weave
Orifice/gas cup size 15
CTWD {mm) 15
Multi/Single pass per side Multiple passes .
Multi/single electrode Single electrade |
Maximum pass thickness {mm) 5
Weld deposit chemistry %
Notes

WeldOffice WPS 2016.01.001
WPS00037

Catalog n’

(c) Copyright 2016 C-spec Software, All rights reserved worldwide.
N Page 1 of 2




Rlirpock

A"i.rpack Netherlands BV

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

WPS record number 52000 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
Initialfinterpass cleaning Brushing and Grinding
Back gouging method None
NOTES
Signature 1 Signature 2
Name Signatwr‘_a [Name Signature
F. van Toledo \SP\\,\‘ p2 - O "f\
Date " 1 Date
e o |
Wednesday, 17 Oclober 2018

WeldOffice WPS 2016 01.001
Catalog n* WPS00037

(¢} Copyright 2018 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)

slirpack

WeldOffice WPS L —
PQR record number RET 0245029-001-23 Revision 1 WPS record number S2100 Revision 0
Date 136-2012 Company name Airpack Netherlands BV
i N = " Welding standard AWS D1.1/D1.1M:2010
BASE METALS _
Preduct 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 API 2W (50) u ] - - 8 -

and tested: Without PWHT, With impacts

Notes

JOINTS
Joint design Single-V-groove
Backing: None
Retainers None . N . . ) .

Groove angle (deg) 60 See addition information See addition information
Root opening (mm) 3
Root face (mm) 0-1

WELDING PROCESSES
Welding process GMAW
Type Semi-automatic

FILLER METALS
SFA specification 5.18
AWS classification E70C-8MH4
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) 12

Deposited thickness (mm) 8

Maximum pass thickness (mm) 5

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 ) 137

GAS : )
Shielding gas: Type AC-20 (A5.32 5G-)

Flow rate (Vmin) 15

Trailing gas: Type None

Flow rate {Vmin) 5
Backing gas: Type None
Flow rate (Vmin) -

ELECTRICAL '

Filler metal size (mm) 1.2

Amperes 86-98
Volts 158 -16
Travel speed {mmv/min) 61-88
Maximum heat input (kJ/mm) 1.62
Current/polarity DCEP (reverse polarity)

Wire feed speed (m/min) 0
Arc transfer mode Short-circuiting

TECHNIQUE - )
String or weave Stringer and Weave
Orifice/gas cup size 15
C.TWD (mm) 15
Multifsingle 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®

PQRO000OS

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

WeldOffice WPS

PQR record number RET 0245029-001-23

Date 13-6-2012
TENSILE TESTS
Specimen number S
| i (mm)
1 2002
2 2006
| Comments
_GUIDED BEND TESTS
Type of test
Face bend
Face bend
Root bend
Root bend
Comments
TOUGHNESS TESTS )
Specimen ; |
number 8 No_lr:h location | Notch type
1 Weld Metal Charpy V
2 Weld Metal Charpy V
3 Weld Metal Charpy V
4 HAZ + 1 mm Charpy V
§ HAZ + 1 mm Charpy V
6 HAZ + 1 mm Charpy V
7 HAZ + 5 mm Charpy V
8 HAZ + 5 mm Charpy V
9 HAZ + 5 mm Charpy V
Comments
OTHER TESTS
Type of test
RT examination
. Comments
CERTIFICATION B
Welder's name ID Number
T. Lajos 1D Card 353992JA

WPS record number

irpack

iethirtand; —

Revision 1 52100 Revision 0
Company name Airpack Netherlands BV
| Welding standard AWS D1.1/01.1M:2010
Reduced section
Thickness Area Ultimate total load Ultimate unit stress Type of failure and
(mm) (mm?) | (N) | (MPa) Ipcali_on_
7.59 161,952 - 543 N/mm? Ductile-Base Metal
7.52 160,851 - 540 N/mm? Ductile-Base Metal
Acceptance criteria Result Comments =
AWS D1.1 Acceptable
AWS D1.1 Acceptable
AWS D1.1 Acceptable
AWS D1.1 Acceptable
Specimen size Test temperature Impact values dfop weight
{mm) x (mm) (c) | ) (% Shear) _ (mm) break
10x5 -40 44 . - -
10x5 -40 48 . - -
10%x5 -40 47 - - =
10x5 -40 130 - - "
10x5 -40 13 - - -
10x5 -40 116 - z =
10x5 -40 124 . - =
10x5 -40 85 . = s
10x5 -40 95 - - ~
Acceptance criteria Result 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

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

Signature 1

Sig;atu;e

Name

Franky van Toledo
Date
852012

WeldOffice WPS 2012.01.003
Catalog n® PQROX00S

Signature 2
 Name
l W. Komdeur (Lloyds)
Date
8-6-2012

Signature

ol L
Wirn Komdeu
Kvseaes X nay

{c) Copyright 2012 C-spec Software. All rights reserved worldwide.
Page2 of 3




Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Additional information (PQR)

WeldOffice WPS
PQR record number RET 0245029-001-23 Revision 1 WPS record number 52100
Date 136-2012 Company name

' ' Welding standard

3-4

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

[ 01
I

2

I
8 =
i

4
Y

— -
N
60°)
1

WeldOffice WPS 2012.01.003
Catalog n® PQROGD0OS

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

ack

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

Kethestao; G- WeldOffice WPS
PQRD number ARL1559-11 Revision 2 Date 29-5.2012
PQR number RET 0245028-001-23 Revision 1 Welding standard AWS D1.1/D1.1M:2010
WPS number 52100 Revision 0 Company name Airpack Netherlands BV
' ) ' 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 20382113 Material control number 29382113
Specification (type or grade) API 2W (50) Specification (type or grade) API 2W (50)
Nominal composition C-Mn Nominal composition C-Mn
Trade name Voestalpine Grobblech Trade name Voestalpine Grobblech
P number u P number u
G number G number
AWS group number n AWS group number Il
Nominal pipeftube size - Nominal pipeftube size -
Schedule - Schedule &
Length {mm) 600 Length (mm) 600
Width (OD) {mm) 200 Width (OD) (mm) 200
Thickness (mm) 8 Thickness {mm) 8
JOINTS '
Joint design Single-V-groove
Backing: None
hatanas Ree See addition information See addition information
Groove angle (deg) 60
Root opening (mm) 3
Root face (mm) 0-1
CLEANING/IROOT TREATMENT
Surface preparation Grinding
Initial/interpass cleaning Brushing and Grinding
Back gouging method None
e - L L <
L loyds
e o e
WeldOffice WPS 2013.02.023 (c) Copyright 2013 C-spec Software. All rights reserved worldwide.
Catalog n® PQDO0002
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irpack

Airpack Netherlands BV

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

ey, I 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-automatic
FILLER METALS
Material control number P1FC110214 P1FC110214 P1FC110214
SFA specification 5.18 518 518
AWS classification E70C-6MH4 E70C-6MH4 E70C-6MH4
Filler metal F-number 6 6 6
Weld metal A-number - - -
Filler metal nominal composition NA NA. NA,
Filler metal frade name Lincoln, Cutershield MC715-H Lincoln, Outershield MC715-H Lincoln, Qutershield MC715-H
Filler metal size (mm) 1.2 12 12
Length of filler metal consumed (mm) #
Deposited thickness (mm) 3 2 3
Maximum pass thickness (mm) 4 4 4
Weld deposit chemistry . - -
Supplemental filler metal - - -
Supplemental filler metal vol. (mm?) " . =
POSITION
Position 3G 3G 3G
Weld progression Uphill Uphill Uphill
PREHEAT
Preheat temperature °c) 10 10 10
Maximum interpass temperature 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 (Wmin) 15 15 15
Trailing gas: Type None None None
Flow rate (fmin) - = =
Backing gas: Type None None None
Flow rate (/min) » - -
ELECTRICAL
Filler metal size (mm) 12 12 T2
Amperes 89 86 98
Volts 16 1568 158
Travel speed {mm/min) 83 88 61
Maximum heat input (kJ/mm) 1,0294 0,9265 1,523
Current/polarity DCEP (reverse polarity) DCEP (reverse polarity) DCEP (reverse polarity)
Wire feed speed (m/min) - - -
Arc transfer mode Short-circuiting Short-circuiting Shont-circuiling
TECHNIQUE
String or weave Stringer and Weave Stringer and Weave Stringer and Weave
Orifice/gas cup size 15 15 15
C.TWD (mm) 15 15 15
Multifsingle electrode Single electrode Single electrode Single electrode
MultirSingle pass per side Multiple passes Multiple passes Muiltiple 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
Recordedhwitnessed by A.JH. Roza (IWT/IWI) A.J.H. Roza (IWT/IWI) A.J.H. Roza (IWT/IWI)
Date 28-5-2012 29-5-2012 29-5-2012
Data entry by A.JH. Roza (IWT/IWI) A.JH. Roza (IWT/WI) A.J.H. Roza (IWT/IWI)

[re—
Ul
WeldOffice WPS 2013.02.023 (c) Copyright 2013 C-spgc Software. All rights reserved worldwide.
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Airpack Netherlands BV

- k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
||"PC|C AWS - Welding parameters - (PQRD Welding Data Record)
Ketherlyods I N WeldOffice WPS —
1mcmm - ‘Nll.‘_ﬁﬂ-ﬂ i Revision 2 Date T m-ao 012 ]

WeldOffice WPS 2013.02.023 N ' {c) Copyright 2013 C-spec Software. Al rights :
Catlogn  PODO0GOZ ' = Page3 ol 3




‘ S:I 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 : §2100

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

Group number S IR

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. S10°C 1375

Joint type : Single-V-groove

Welder : T. Lajos

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

Stamp. No./ 1D : 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’]
20.02 x 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

@R\ U7 JUN 2

TESTING

H A [ ”ﬁ:] 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-RO13 {11.10)



Rapport/Report
SCHIELAB Schielab 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] ] )
Midweld 10x 5.0 -40 44-46-47 46
Fusion line +1mm 10x5.0 -40 130-113-116 120
Fusion line +5mm 10x 5.0 -40 124-85-95 101
Requirements for size 10x10mm; > 19 >27
Requirements for size 10x5mm; =8.5 >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 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 objeci(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
Schiclab 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 Schiclab 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]

<l e
ey A. Karstanig
SCHIELAB

0\

H A [ [lﬁH 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.

Schielah-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

meod. 524-R013 {11.10)
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Airpack Netherlands BV

WeldOffice WPS

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Welding Procedure Specification (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 lesting
Joint Joint details for this welding procedure specification in:
Production drawings
BASE METALS THICKNESS RANGE QUALIFIED (mm)
Type Plate Pno. NIA Grp-no. I As-welded With PWHT
Welded to Plate P-no. N/A Grp-no. I el ici) e ol
Backing: None P-no Grp-no. Complete pen. - & - -
Roliiners Hiise a Impact tested 8, 16, - -
Nai Partial pen. - - - ¥
Fillet welds no min. no max - -
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max. Min. Max.
Neminal pipe size 610, J no max. - I -
FILLER METALS THICKNESS RANGE QUALIFIED {mm)
As-welded With PWHT
SFA Classificaticn F-no. | A-no. Chemical analysis or Trade name
Min. Max. Min. Max.
GMAW 5.18 E70C-6MH4 6 - Lincoln, Outershield MC715-H 8, I 16, = ‘ - |
Sup. filler v I P B P - None -
Suppl. filler metal vol.  (mm?)| -
WELDING PROCEDURE - N
Welding process GMAW
Type Semi-automatic
Minimum preheat/interpass temperature  ('C) 10
Maximum interpass temperalure (c) 193
Filler metal size (mm) R
Layer number "
Position 3G
Weld progression Uphill & Downhill
Current/polarity DCEP (reverse polarity)
Amperes 78-107
Volts 147 -17.1
Travel speed (mm/min) 46 -110
Maximum heat input (kJimm) 1.52
Wire feed speed (m/min) 0,
Arc transfer mode Short only for root pass any other pass Spray
Shielding: Gas type AC-20 (A532 SG-)
Flow rate (Vmin) 12-22
Trailing: Gas type None
Flow rate (Vmin) =
Backing: Gas type None
Flow rate (Vmin) .
String or weave Stringer and Weave
Orifice/gas cup size 15
CTWD (mm) 15 [
MultifSingle pass per side Multiple passes |
Multi/single electrode Single electrode
Maximum pass thickness {mm) ]
Weld deposit chemistry -
Notes

WeldOffice WPS 2016 01.001

SV INSPECTZ5

Calalog ° WPS00037

(c) Copyright 2016 C-spec Scftware. All rights reserved worldwide

~ AT nERLiY
~CK NEDERL

Page 1 of 2
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welding Procedure Specification (WPS)
lar 4+ —— 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) shall 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 A_RIED:" - Signature 2
Name Signalurm }—‘_‘_:;—-“"' F ’5{)\ Name Signature
F. van Toledo — " =) |
Date Date
Wednesday, 17 October 2018

WeldOffice WPS 2016 01.001

Catalog n° WPS00037

{c) 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 - Procedure Qualification Record (PQR)

s|irpock

WeldOffice WPS et —
PQR record number | RET 0245029-001-25 Revision 1 WPS record number $2300 Revision 0
Date 13-6-2012 Company name Airpack Netherlands BV

S ' 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 1 - - 30 -

| Welded to: Plate API 2W (50) u ] - - 30 -
and tested: Without PWHT, Fillet-weld test

' Notes

JOINTS
Joint design Fillet weld

See addition information See addition information

WELDING PROCESSES - - )
Welding process GMAW
Type | Semi-automatic

FILLER METALS
SFA specification 5.18
AWS classification E70C-6MH4
Filler metal F-number 5]

Weld metal A-number -

Filler metal nominal composition N.A.

Filler metal trade name Lincoln, Qutershield MC715-H
Filler metal size (mm) 1.2

Deposited thickness (mm) 8,00

Maximum pass thickness (mm) 5

‘Weld deposit chemistry 5
Supplemental filler metal -

| Supplemental filler metal val. (mm?)| -

POSITION - - i -
Position 2F
Weld progression -

'PREHEAT - - - o o - i o
Preheat temperature (°c) 10
Maximum interpass temperature (c) 112

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

Flow rate (Vmin) 15
Trailing gas: Type None

Flow rate {ifmin) -
Backing gas: Type None

Flow rate {Vmin) E

ELECTRICAL - 7 B -

| Filler metal size (mm) 1.2

i Amperes 237 - 245

| Volts | 26,4 -26,6
Travel speed (mimvmin) | 315 -391
Maximum heat input (kJ/mm)| 1,241
Current/polarity | DCEP (rewverse polarily)

Wire feed speed (m/min)| 0
Arc transfer mode Spray

TECHNIQUE -

String or weave Stringer and Weave
Qrifice/gas cup size 15

CTWD (mm) 15

Multifsingle electrode Single electrode
Multi/Single pass per side Single and Multiple passes
Peening Not used
Initialfinterpass cleaning Brushing and Grinding
Back gouging method

WeldOffice WPS 2012.01.003
Catalogn® PQRO0010

(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 resulits (as welded)

WeldOffice WPS

PQR record number ' RET 0245029-001-25

Date 13-6-2012
TENSILE TESTS B
: | Width
Specimen number
3 0 AR kol
Comments
ED BEND TESTS -
Type of test
' Comments
FILLET WELD TESTS
Type of test

Revision 1 WPS record number
Company name

' Welding standard

3x Macroscopic examination multiple pass
3x Macroscopic examination single pass

Comments

CERTIFICATION i -
Welder's name 1D Number
T. Lajos ID Gard 353992JA

Stamp number

|$2300

irpack

Netherands IE—

Revision 0

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

Reduced section

Test file number
Tests conducted by

| Mechanical testing by
W-104 Laboratory test number

Area | Ultimate total load ~ Ultimate unit stress Type of failure and
(mm?) N) (MPa) location
|
|
Acceptance criteria Result Comments
1
Acceptance crileria | Result ‘ Fillet leg size
vt el W ! mxom
AWS D1.1 Acceptable a=8 mm
AWS D11 Acceptable } a=6 mm

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

A. Karstanje

We certify that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements of section 4 of ANSI/ANS D1.1-2010 Structural Welding Code-Steel.

Signature 1

Name Signature

Signature 2
Name

Franky van Toledo
Date
8-6-2012

WeldOffice WPS 2012.01.003
Catalog n® PQR0O0010

Date
8-6-2012

W. Komdeur (Lloyds)

Signature

Uoyd's Register Kecertand B.V.
P T 2

Wim Komdeur

(c) Copyright 2012 C-spec Software. All rights reserved worldwide.
i "~ Page2 of 3



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Additional information (PQR)

irpack

WeldOffice WPS Nethedands “
PQR record number RET 0245029-001-25 Revision 1 WPS record number $2300 Revision 0
Date 13-6-2012 Company name Airpack Netherlands BV

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

— 30 —

310

WeldOffice WPS 2012.01.003
Catalog n® PQRO00O10

) Copyright 2012 C-spec Software. All ights reserved worldwide.
7 Page3of 3



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

s|irpack

WeldOffice WPS land; ISR
PQRD number ARL1559-13 Revision 1 Date 29-5-2012
PQR number RET 0245028-001-25 Revision 1 Welding standard AWS D1.1/D1.1M:2010
WPS number $2300 Revision 0 Company name Aimpack Netherlands BV
' ' 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 | 362705 Material confrol 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
| P number u P number U
G number G number ‘
AWS group number Il AWS group number n
Nominal pipe/tube size - ' Nominal pipeftube size “
Schedule - | Schedule -
Length (mm) 350 Length (mm) 350
Width (OD) (mm) 150 Width (OD) (mm) 150 |
Thickness (mm) 30 Thickness (mm) 30
JOINTS - - - -
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®  PQD00004

(c) Copyright 2012 C-spec Suﬁ;va;;h]’lrﬁg}ll; reserved worldvide.
 Pagelof3



Airpack Netherlands BV

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

WeldOffice WPS

PQRD number

PASS INFORMATION

Pass number
Layer number
WELDING PROCESSES

Welding process

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
Paosition
Weld progression

PREHEAT
Preheat temperature
Maximum interpass temperature

GAS

Shielding gas:  Type
Flow rate

Trailing gas: Type
Flow rate

Backing gas: Type
Flow rate

ELECTRICAL
Filler metal size

| Amperes

| Volts

| Travel speed

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

TECHNIQUE
String or weave
Qrifice/gas cup size
C.TWD
Multi/single electrode
Multi/Single pass per side
Peening
Initialfinterpass cleaning
Back gouging method

PASS PERFORMEDMWITNESSED BY

Welders name

| Recordediwitnessed by
Date
Data entry by

WeldOffice WPS 2012.01.003
Catalog n° “PQDO0O04

ARL16569-13

(mm)
{mm)
{mm)

{mm)

(°C)
c)

(Vrmin)

(imin)

(Umin)

(mm)

{mmimin)
(kJ/mm)

(mm)

Lincoln, Qutershield MC715-H

(mm?)

Revision 1

1 single layer
1

GMAW

Semi-automatic

P1FC110214
5.18
E70C-6MH4
6

N.A.

12

4
5

10
10

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

12
245
286.4
315
1,232
DCEP (reverse polarity)

Stringer and Weave

15
15

Single electrode

Muitiple passes

Not used
Brushing and Grinding
Nene

T. Lajos
AJ.H. Roza (IWTAWI)
29.5.2012
A.J.H. Roza (IWTAWI)

Date

1 Multi layer
1

GMAW

Semi-automatic

P1FC110214
518
E70C6MH4
6
NA.
Lincoln, Qutershield MC715-H
12

4
5

2F

10
10

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

None

12
247
26.4
315
1,2424
DCEP (reverse polarity)

Spray

Stringer and Weave
15
15
Single electrode
Single pass
Not used
Brushing and Grinding
None

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

29-6-2012

1 Multi layer
2

GMAW
Semi-automatic

P1FC110214
5.18
E70C-6MH4
6

N.A.

Lincoln, Outershield MC715-H

1.2

4
5

2F

10
85

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

None

1,2
237
2686
391
0,9674
DCEP (reverse polarity)

Spray

Stringer and Weave

15
15

Single electrode

Multiple passes

Not used
Brushing and Grinding
None

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

AJH. Roza (IWT/WI)

inpack

2 Multi layer

GMAW

Semi-automatic

P1FC110214
5.18
E70C-6MH4
6
N.A.
Lincoln, Qutershield MC715-H
1.2

4
5

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

0,9952
DCEP (reverse polanity)

Spray

Stringer and Weave
15
15
Single electrode
Multiple passes
Not used

Brushing and Grinding
None

T. Lajos
AJH. Roza (IWT/WI)
29-5-2012

ght 2012 C-spec Software. Allrights reserved worldvide.
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Airpack Netherlands BV )

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands —1 - t
AWS - Welding parameters - (PQRD Welding Data Record) wolIPDCC
WeldOffice WPS i —

PQRD number ARL1559-13 Revision 1 Date 1 29-5-2012

— 30 —

[
30

Z=11,3 mm 7=8
a=8 mm @ \b a=6

WeldOffice WPS 2012.01.003 ) ) (o) Copyright 2012 C-spec Software. Allrights reserved worldvide.
Catalogn® PQD00004 i i T Page 3 of 3



Rapport/Report
SCHIEIAB 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 1 82300

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

Group number SIL-11

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 : 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./ID : W-104 /1D Card 353992JA

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 Schielabbv ™,
deposited at the Chamber of Commerce in Rotterdam, under number 24170257, apply

~ Breda, 07-06-2012

1 A
/J-\\\‘; \:}Bj A. Karstanje
\.INQ’C"H\ 178

[ESTING

H UA L [|53 Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omschrsven in dé

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

f’)

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 e
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257

med. §24-R013 (11.10)



Airpack Netherlands BV

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

WeldOffice WPS

WPS record number
Date
Supporting PQR(s)
Reference docs.

Scope

182300

RET 0245029-001-25 - Rev 1

Qualified to
Company name

Revision 0
14-6-2012

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

Fillet, no PWHT (As-welded)

Joint

BASE METALS
| Type

Welded to
Backing:

Retainers
| Notes

FILLER METALS

GMAW

Sup. filler

' Welding process
| Type

Minimum preheat/interpass temperature’c)|
| Maximum interpass temperature

| Filler metal size
‘ Layer number
Position
Weld progression
Current/polarity
Amperes
Volts
| Travel speed
Maximum heat input
| Wire feed speed
Arc transfer mode

|Shielding:  Gas type
Flow rate
Trailing: Gas type
Flow rate
Backing: Gas type
Flow rate

String or weave
Orifice/gas cup size
C.TW.D
Multi/Single pass per side
Multi/single electrode
Maximum pass thickness
| Weld deposit chemistry
' Notes

WeldOffice WPS 2012.01.003
Catalog n® WPS00017

Joint details for this welding procedure specification in:

Production drawings

~ THICKNESS RANGE QUALIFIED

slirpack

i

AWS D1.1/01.1M:2010
Airpack Netherlands BV

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

(mm)
— — — As-welded With PWHT
Plate P-no. U Grp-no. |l o M. Mex M, B
None P-no. Grp-no. Complete pen. - - - .
None ) i ) ) Impact tested = - - -
Partial pen. - - - -
Fillet welds no min. = no max. - -
© DIAMETERRANGE QUALIFIED (mm)
 Aswelded | WthPWHT |
Min. Max. Min. Max.
| Nominal pipe size| 610, | no max. v .
© THICKNESS RANGE QUALIFIED (mm)
; - | As-welded With PWHT |
SFA | Classification F-no. | A-no. Chemical analysis or Trade name
| | Min. Max Min Max.
5.18 E70C-6MH4 ] - Lincoln, Cutershield MC715-H 3 no max. - -
= = = - - - None -
GMAW
Semi-automatic
10
eyl 168
(mm} 1,2
' Al
FH
DCEP (reverse polarity)
213 -269
24,5-284
(mm/min) 265 - 485
(kJimm) 1,2421
(mimin) 0,
Spray
AC-20 (A5.32 SG-)
(WUmin) | 12 -22
None
(Umin) E
None
(Umin)
Stringer or Weave
15
(mm) 15
Single or multiple passes
Single electrode
(mm) 5

" Paget of 2



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

AWS - Welding Procedure Specification (WPS)

WeldOffice WPS
WPS record number
Date

PREHEAT TABLE

Applicable standard
AWS D1.1 (Category A}

TECHNIQUE

Peening

Surface preparation
Initial/interpass cleaning
Back gouging method
NOTES

Signature 1
Name

Date

WeldOffice WPS 2012.01.003
Caldogn®  WPSO0017

irpack

Netherlands INE——

$2300 Revision 0 Qualified to AWS D1.1/D1.1M:2010

14-6-2012 Company name Airpack Netherlands BV

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).

| Not used
Grinding
Brushing and Grinding

None

Signature 2
Name ’gnnhnrﬁ

[ s g togtaod .V
Da‘e 3 3 | Wim Komdeur

Xwenus Xory

(c) Ciurpyr@'\l 2012 C-spééé(rﬂ\;;re,}l];ig{lr; reserved worldwide.
-  Pagzol2



Airpack Netherlands BV

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

\_.'\.'e_ldEfficg_WP_S

PQR record number RET 0245029-001-27

Revision 1 WPS record number 52500

Date 13-6-2012 Company name
- | Welding standard
BASE METALS o
Product form Specification (type or grade) P no. Grp-no.
Plate APl 2W (50) u 1
Welded to: Plate API 2W (50) U ]
| and tested: Without PWHT, Fillet-weld test
| Notes
JONTS
Joint design Fillet weld
See addition information
WELDING PROCESSES B B _
Welding process GMAW
Type Semi-automatic
FILLER METALS - B
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) &
‘Weld deposit chemistry -
Supplemental filler metal -
Supplemental filer metal vol. (mm?) -
POSITION - -
Position 4F
| Weld progression -
| Preheat temperature cy| 10
| Maximum interpass temperature C)| 128
1L — S - o
Shielding gas:  Type AC-20 (A5.32 SG-)
Flow rate (Vmin) 15
Trailing gas: Type None
Flow rate (V/min}) =
Backing gas: Type None
Flow rate (Vmin) 5
ELECTRICAL B
Filler metal size {mm) 1,2
Amperes 227 - 233
Volts | 259-261
Travel speed (mm/min) 327 - 451
Maximum heat input (kJfmm) 41,1083
Current/polarity DCEP (reverse polarity)
Wire feed speed (m/min) 0
Avrc transfer mode Spray
TECHNIQUE B
3 String or weave Stringer and Weave
| Orifice/gas cup size 15
[CTWD (mm) 15
Multifsingle electrode Single electrode
i MultifSingle pass per side Multiple passes
| Peening Not used
Initial/interpass cleaning Brushing and Grinding
Back gouging method

WeldOffice WPS 2012.01.003
Catalogn® PQRO0012

None

irpock

etherand; I

Revision 0

Airpack Netherlands BV
AWS D1.1/01.1M:2010

Thick. (mm) Dia. (mm)

5 - 30 -

H - 30 -

See addition information

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

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

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

2. |
s|irpack

Revision 0

| Airpack Netherlands BV

AWS D1.1/D1.1M:2010

WeldOffice WPS
PQR record number RET 0245029-001-27 Revision 1 WPS record number $2500
Date 11362012 Company name
- ) o ' Welding standard
TENSILE TESTS snes SRR
: Width Thickness [ Area Ultimate total load [
Specimen number | |
¢ (mm) | (mm?) ]
|
|
|
|
?
Comments
GUIDEDBENDESTS, . -
Type of test Acceptance criteria -[ Result
Comments
FLLETWELD/ESTS: . B
1 Type of test Acceptance criteria | Result
PR Rl el b DR e Sl S s b ED b
3x Macroscopic examination multiple pass AWS D1.1 Acceptable
3x Macroscopic examination single pass AWS D1.1 Acceplable
Comments
CERTIFICATION o ——— = — _
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

Reduced section

Type of failure and
location

Ultimate unit stress
(MPa)

Fillet leg size
(mm) x {(mm)
a=8mm
| a=6mm

Schielab Breda (NLD)
SL 12.6057-1
ARL15669-15
A. Karstanje

We certify that the statements in this record are correct and that the test welds were prepared, welded and tested in accordance with the requirements of section 4 of ANSI/AWS D1.1-2010 Structural Welding Code-Steel

Signature 1

i:ran-'n.ky van Toledo
Date
8-6-2012

WeldOffice WPS 2012.01.003
Catalogn®  PQRO0DIZ

Signature 2

Name

Date
8-6-2012

W. Komdeur (Lloyds)

Signature

Loy Regster Nederland BV
et Sttt

Wim Komdeur

Xwaas X o

&

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



AirpacE-N_etherIands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
AWS - Additional information (PQR)

irpock

WeldOfficewps . e(herdand; MRS
PQR record number RET 0245029-001-27 Revision 1 WPS record number $2500 Revision 0

Date 13-6-2012 Company name Airpack Netherlands BV
- . - " Welding standard AWS D1.1/D1.1M:2010

30

= 30

]

a=8 mm 229 a=6 mm

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

(¢) Copyright 2012 C-spec Software. All rights reserved worldvide.
. Paged of 3

WeldOfice WPS 2012.01.003
Catalogn®  PQR0001Z



Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

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

PQRD number Revision 1 Date

lirpack

etherand; I

29-5-2012

ARL1559-15

PQR number RET 0245029-001-27 Revision 1 Welding standard | AWS D1.1/D1.1M:2010

WPS number $2500 Revision 0 Company name Airpack Netherlands BV

) ' | To be tested Without PWHT

WELDING PROCESSES

| Welding process GMAW

Type Semi-automatic

BASE METALS o '

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
P number u | P number u

G number G number

AWS group number I AWS group number I

Nominal pipeftube size - Nominal pipeftube size -

Schedule - Schedule -
| Length (mm)| 350 Length (mm)| 350

Width (OD) (mm)| 150 ' Width (OD) (mm), 150
Thickness (mm)| 30 Thickness (mm) 30
JOINTS -
Joint design Fillet weld
See addition information See addition information

CLEANING/ROOT TREATMENT

Surface preparation Grinding

Initial/interpass cleaning Brushing and Grinding

Back gouging method

WeldOffice WPS 2012.01.003
Catalog n® PQD00006

None

(c) Copyright 2012 C-spec Software. All rights reserved worldwide.
- ~ Pagelof 3



Airpack Netherlands BV

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

WeldOffice W PS

PQRD number ARL1559-15
PASS INFORMATION
Pass number

Layer number

WELDING PROCESSES
Welding process

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 (mm)|
: Length of filler metal consumed (mm)
| Deposited thickness (mm)
| Maximum pass thickness (mm)

Weld deposit chemistry

Supplemental filler metal

Supplemental filler metal vol. (mm?)
POSITION )
| Position

| Weld progression

PREHEAT o
Preheat temperature (°C)
Maximum interpass temperature (°C)

GAS ) - -
Shielding gas:  Type

Flow rate (Vmin}|
Trailing gas: Type

Flow rate (Umin)
Backing gas: Type

| Flow rate (Umin)

ELECTRICAL -
Filler metal size (mm)
Amperes
Volts
Travel speed (mm/min)
Maximum heat input (kJ/mm)
Current/polarity

| Wire feed speed (m/min)

| Arc transfer mode
String or weave
Crifice/gas cup size
C.TWD (mm}|
Mullifsingle electrode
Multi/Single pass per side
| Peening
 Initialfinterpass cleaning
: Back gouging method
PASS PERFORMED/WITNESSED BY
Welders name
Recorded/witnessed by
Date
Data entry by

WeldOffice WPS 2012.01.003
Catalog n® PQDO0006

Revision 1 Date
1 single layer 1 multi layer
1 1
GMAW GMAW
Semi-automatic Semi-automatic
900401 P1FC110214
518 5.18
E70C-6MH4 E70C-6MH4
6 6
NA. N.A.
Lincoln, Qutershield MC715-H Lincoln, Outershield MC715-H
1.2 1.2
4 4
5 5
4F 4F
10 10
10 10
AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
15 15
None None
None None
1.2 12
23 227
26.1 26.1
327 346
1,1083 1,0274

DCEP (reverse polarity)

Spray

Stringer and Weave

15
15

Single electrode

Multiple passes

Not used
Brushing and Grinding
None

T. Lajos

AJ.H. Roza (IWT/IWI)
29.5.2012

A.JH. Roza (IWT/IWI)

DCEP (reverse polarity)

Spray

Stringer and Weave
15
15
Single electrode
Multiple passes
Not used
Brushing and Grinding

None

T. Lajos
AJH. Roza (IWT/WI)
29-5-2012
A.J.H. Roza (IWT/IWI}

29-5-2012

1 multi layer
1

GMAW
Semi-automatic

P1FC110214
518
E70C-6MH4
6

NA.

Lincoln, Qutershield MC715-H

1.2

4
5

4F

81

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

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

Spray
Stringer and Weave
15
15
Single electrode
Multiple passes
Not used
Brushing and Grinding
Nene

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

AJH. Roza (IWTAWI)

ack

Netherands IR

multi layer1
1

GMAW
Semi-automatic

P1FC110214
5.18
E70C-6MH4
&
NA.
Lincoln, Cutershield MC715-H
1.2

4
5

128
AC-20 (A5.32 SG-)
15
None

None

0,8137
DCERP (reverse polarity)

Spray
Stringer and Weave
15
15
Single electrode
Multiple passes
Not used
Brushing and Grinding

None

T. Lajos
A.J.H. Roza (IWT/IWI)
20.5-2012

dpec Software. All rights reserved worldvide.
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

29-6-2012

30

<3

3
a=8 mm

Z=11,3 mm

WeldOffice WPS 2012.01,003
Catalogn® PQDO0006

a=6 mm
Z=8,5 mm

irpack

dland; I

(c) Copyright 2012 C-spec Software. All rights reserved worldwide.
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Rapport/Report
SCHIELAB Schielah 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) 1 350x150x30 mm
Group number (1111
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 :N.A.
Welding position 1 4F
Preheat / Interpass temp. o L Sl B o
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 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.
= 1 C1 presenting: Lloyd'’s Register Nederland B.V.
Q | (f‘ E A. Karsks

i [RETE 02_450(29]!(-2}3&{:? Nederland B.V,

H A I_ ﬂa Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals nader omschrave inde erkenning.
v Entered in the RvA register for laboralories under number L 063 for the areas outlined in the approval. 1] /|| INI 2047

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)



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

- irpack

WeldOffice WPS fand; SRS
WPS record number 52500 Revision 0 Qualified to AWS D1.1/D1.1M:2010
Date 14-6-2012 Company name Airpack Netherlands BV
Supporting PQR(s) RET 0245029-001-27 - 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

Type Plate P-no. U Grp-no. |l

| Welded to Plate P-no. U Grp-no. I = —
1 Backing: Nene P-no. Grp-no. | Complete pen.
Retainers None . Impéct tested
Notes Partial pen.
Fillet welds

FILLER METALS

SFA Classification F-no. | A-no. Chemical analysis or Trade name
GMAW 518 E70C-6MH4 6 - Lincoln, Outershield MC715-H
Sup. filler - - - - -
WELDING PROCEDURE :
Welding process GMAW
Type Semi-automatic
Minimum preheat/interpass temperatureé’c) 10
Maximum interpass temperature (°C) 184
Filler metal size (mm) 1.2
Layer number All
Position 0
Weld progression ‘ =
Current/pol arity DCEP (reverse polarity)
Amperes 204 -256,
Volts 24,0- 279
| Travel speed (mmimin) 245 - 490
| Maximum heat input (kJ/mm) 1,1063
| Wire feed speed (mimin) | 0,
| Arc transfer mode Spray
Shielding: Gas type | AC-20 (A5.32 SG-)
Flow rate (I-‘min)é 12-22
Trailing: Gas type None
Flow rate (Vmin)| -
Backing: Gas type None
Flow rate (Vmmin) =
String or weave Stringer or Weave
Orifice/gas cup size 15
|C.TW.D (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

(¢) Copyright 2012 C-spec Software. Al ights reserved worldvade.

THICKNESS RANGE QUALIFIED (mmy
As-welded With PWHT

Min. Max. | Min. Max.

no min. no max. - -
DEAMETER RANGE_QEM_JFIE_D - (n.1-n-rl)
As-welded | With PWHT
Min. Max. | Min. Max.
610, no max. E w
 THICKNESS RANGE QUALIFIED  (mm)
| As-welded | With PWHT
Min. Max. Min. Max.
3 no max. - -
- None -

Page 1 of 2




Airpack Netherlands BV

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

WeldOffice WPS

WPS record number
Date

PREHEAT TABLE

Applicable standard

|AWS D1.1 (Category A)

TECHNIQUE
Peening
Surface preparation

Initial/interpass cleaning

Back gouging method

NOTES

Signature 1
|Name

WeldOffice WPS 2012.01.003
Catllogn®  WPS00019

irpack

thedand; I

52500 Revision 0 Qualified to AWS D1.1/D1.1M:2010
14-6-2012 Company name Airpack Netherlands BV

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).

Not used
Grinding

| Brushing and Grinding
None

; -Signaiuré-

egister Nederiand BV
¥ L Arguier o

Wim Komdeur
Nwrona Xtogpmed

(c) Copyright 2012 C-spec Software. All rights reserved worid\ﬁde‘
T Page2 of 2
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Airpack Netherlands BV
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Procedure Qualification Record (PQR)

Hetherlans ESE— WeldOffice WPS
PQR record number RET0278790/TK/001 Revision 1 WPS record number 2600 Revision 1
Date 1-6-2016 Company name Airpack Netherlands BV
Welding standard AWS D1.1/D1.1M:2015
BASE METALS
Product form Specification (type or grade) P no. Grp-no. Size Sch, Thick.  (mm) Dia. (mm)
Plate AP 2W (50LS) u ] - - 4 ®
Welded to: Plate API 2W (50LS) u [} - - 4 N
and tested: Without PWHT, With impacts, With hardness
Notes
JOINTS
Joint design Single-V-groove
Backing: None
Retainers None
Groove angle (deg) g See addition information See addition information
Root opening (mm)] 2-3
Root face (mm)] 0-1
WELDING PROCESSES
Welding process GMAW
Type Semi-automatic
FILLER METALS
SFA specification 5.18
AWS dlassification 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) 4,00
Maximum pass thickness (mm) 3
Weld deposit chemistry .
Supplemental filler metal *
Supplemental filler metal vol. (mm?) -
POSITION
Position 26
Weld progression 5
PREHEAT
Preheat temperature (c) 10
Maximum interpass temperature (*C) 124
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 (Umin) 5
ELECTRICAL
Filler metal size {mm) 12
Waveform control Not Used
Energy ) Not Used
Power (J/s)] Not Used
Arc time (sec)| Not Used
Weld bead length (mm)| Not Used
Amperes 87-183
Volts 145-20,1
Travel speed (mm/min)| 117 - 485
Maximum heat input (kJ/mm)| 0,45-0,64
Current/polarity DCEP (reverse polarity)
Wire feed speed (m/min)) L]
Arc transfer mode Short-circuiting, Globular
TECHNIQUE
String or weave Stringer and Weave
Orifice/gas cup size 15
C.TW.D (mm) 15
Multi/single 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 2016.01.001

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

Catalog n® PQR00025

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

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

Hethustands IS WeldOffice WPS
PQR record number RET0278790/TK/001 Revision 1 WPS record number $2600 Revision 1
Date 1-6-2016 Company name Airpack Netherlands BV
Welding standard AWS D1.1/D1.1M:2015
TENSILE TESTS Reduced section
Sreciet minber Width Thickness Area Ultimate total load Ultimate unit stress Type of failure and
i (mm) (mm) (mm?) ™ (MPa) location
1 20.01 3.83 76,638 - 527 Ductile-BM
2 20.02 3.82 76,476 - 502 Ductile-BM
Comments
GUIDED BEND TESTS
Type of test Acceptance criteria Result Comments
Root bend AWSD1.1 Acceptable
Root bend AWS D11 Acceptable
Face bend AWS D11 Acceptable
Face bend AWS D1.1 Acceptable
Comments I
TOUGHNESS TESTS
Specimen Specimen size Test temperature Impact values Drop weight
lotch locati
number Nl lacston Heteh fyps (mm) x (mm) o) ) (% Shear) (mm) break
1 Weld Metal Charpy V 10x3 -40 20/34/36 - - No
2 HAZ Charpy V 10x3 40 34/48/38 - - No
3 HAZ + 1 mm Charpy V 10x3 -40 55/47/48 - - No
4 HAZ + 2 mm Charpy V 10x3 -40 52/52/53 - - No
5 HAZ + 5 mm Charpy V 10x3 -40 48/48/51 - - No
Comments I
HARDNESS TEST
Type (Scale) Distance from surface AP 2W (50LS) HAZ Weld HAZ AP| 2W (50LS)
Vickers (HV) Cap area 1-2 mm 170-172-170 192-208-218-218-214 203-211-211-211-208 209-207-203-208-208 169-167-167
Vickers (HV) Cap area 1-2 mm 166-167-167 192-204-212-211-206 207-203-207-205-200 216-214-216-211-194 170-170-169
Comments I
OTHER TESTS
Type of test Acceptance criteria Resuit Comments
2x Macroscopic examination AWS D1.1 Acceptable
RT examination AWS D1.1 Acceptable
MT examination AWS D1.1 Acceptable
Comments
CERTIFICATION
Welder's name 1D Number Stamp number festing by Element Breda (NL)
Dorreman M. ID Card IKP0996.J6 W-013 Laboratory test number ARJ001-16-01-18390-1
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 req: of section 4 of D11 | Welding
Code-Steel.
Signature 1 Signature 2
Name Signature / ‘6 Name g = -
F. van Toledo / T. Konings(Uoyds) o ncli.n:j,e: E YordsRegser
Dats o O Examined ¥
ate / A Date Ton Konegs
162016 X 1-6-2016 s P—— /77
7 »r Lo
WeldOffice WPS 2016.01.001 , @ (c) 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 conditions - (PQRD Welding Data Record)

ethertands IS WeldOffice WPS
PQRD number ARL2064-1 Revision 1 Date 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 Netherlands BV
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 293819/1 Material control number 816729 293819/1
Specification (type or grade) APl 2W (50LS) Specification (type or grade) API 2W (50LS)
Nominal composition C-Mn Nominal composition C-Mn
Trade name Voestalpine Grobblech Trade name Voestalpine Grobblech
P number U P number U
G number G number
AWS group number ] AWS group number [
Nominal pipe/tube 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
Rewiners sone See addition information See addition information
Groove angle (deg.)| 60
Root opening (mm)| 2-3
Root face (mm)| 0-1
CLEANING/ROOT TREATMENT
Surface preparation Grinding
Initial/interpass cleaning Brushing and Grinding
Back gouging method None

WeldOffice WPS 2016.01.001

{c) Copyright 2016 C-spec Software. All rights TEserved dvdde.

Catalog n® PQDO0011
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Airpack Netherlands BV

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

ethirtands IEE——— WeldOffice WPS
l PQRD number | ARL2064-1 Revision 1 Date | 11-01-2016 J
PASS INFORMATION
Pass number 1 2 3
Layer number 1 l 2 2
WELDING PROCESSES
Welding process GMAW GMAW GMAW
Type Semi-automatic : Semi-automatic i Semi-automatic
FILLER METALS
Material control number P1FC150311 P1FC150311 P1FC150311
SFA specification 518 i 518 l 5.18
AWS classification E70C-6MH4 E70C-6MH4 i E70C-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 MC715-H Lincoln, Outershield MC715-H
Filler metal size (mm), 1.2 q : 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 metal vol. (mm?) - - -
POSITION
Position 2G 2G 2G
Weld progression - % S
PREHEAT
Preheat temperature ({®) 10 10 10
Maximum interpass temperature (‘c) 10 69 124
GAS
Shielding gas:  Type AC-20 (A5.32 SG-) AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
Flow rate (Umin) 15 1 15 15
Trailing gas: Type None None None
Flow rate (Vmin) - v ¢
Backing gas: Type None None None
Flow rate (Umin) - x .
ELECTRICAL
Filler metal size (mm) 1,2 12 | 12
Waveform control Not Used Not Used | Not Used
Energy ) - 5 : &
Power (Jrs), - 1 - : -
Arc time (sec) - o -
Weld bead length (mm) . } : : =
Amperes 87 182 : 183
Volts 14.5 : 201 i 20.1
Travel speed 17 485 450
Maximum heat input (Jimm) 0,6469 ; 0,4526 0,4904
Current/polarity DCEP (reverse polarity) DCEP (reverse polarity) DCEP (reverse polarity)
Wire feed speed (m/min) - : - -
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 16 15
C.TW.D (mm) 15 15 15
Multi/single electrode Single electrode Single electrode Single electrode
Multi/Single pass per side Multiple 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

WeldOffice WPS 2016.01.001

4
(c) Copyright 2016 C-spec Software. All ﬂﬁ veESed &dee.

Catalog n* PQDO0011
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Airpack Netherlands BV

- k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
Ir‘ Puc AWS - Welding parameters - (PQRD Welding Data Record)
Hethistand: ISR WeldOffice WPS
IPQRD number IARL2064-1 Revision 1 Date |11-01-2016 J

.09

Q Witnessed L
@ Reviewed o

Q Examined

WeldOffice WPS 2016.01.001 (c)C 2016 C-spec Softy All rights reserved worldwide,

Catalog n* PQDO0011 [ rm—ry Af Page 3 of 3
vy -




WPS record number

irﬂgct

Airpack Netherlands BV

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

AWS D1.1/D1.1M:2015

$2600 Revision 1 Qualified to
Date 1-6-2016 Company name Airpack Netherlands BV
Supporting PQR(s) RET0278790/TK/001 - Rev 1
Reference docs,
Scope
Groove, fillet, no PWHT (As-welded), impact testing
Joint Joint details for this welding procedure specification in:
Production drawings
BASE METALS THICKNESS RANGE QUALIFIED (mm)
Type As-welded With PWHT
Welded to Min. Max, Min. Max.
Backing: Complete pen, 3, 8, = =
Retainers None npect lsled 5, i ; )
N Partial pen. 3, 8, - -
Fillet welds no min. no max. = ¢
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max, Min, Max,
lNimlnal pipe size 610, , no max. - -
FILLER METALS THICKNESS RANGE QUALIFIED (mm)
agay X As-welded With PWHT
SFA Classification F-no. | A-no. Chemical analysis or Trade name
Min. Max. Min. Max,
GMAW 5.18 E70C-6MH4 6 - Lincoln, Outershield MC715-H 3, 8, & 2
GMAW % - & g
GMAW i = « =
b ] | W—
Sup. filler - Required -
Suppl. filler metal vol, (mm?)| -
WELDING PROCEDURE
Welding process GMAW GMAW | GMAW
Type Semi-automatic Semi-automatic Semi-automatic
Minimum preheat/interpass temperature  (*c) 10 10 10
Maximum interpass temperature (c) 174 ! 174 174
Filler metal size (mm) 1.2 1.2 1.2
Layer number Root Fill Cap
Position FH FH FH
Weld progression Not applicable ! Not applicable Not applicable
Current/polarity DCEP (reverse polarity) ‘ DCEP (reverse polarity) DCEP (reverse polarity)
Waveform control Not Used Not Used Not Used
Energy W) Not Used Not Used Not Used
Power (J1s) Not Used Not Used Not Used
Amperes 80 - 100 175-185 175 - 185
Volts 14-17 ! 19-21 10-21
Travel speed (mm/min), 110-120 460 - 500 440 - 470
Maximum heat input (kJ/mm) 0,57 -0,70 0,40-0,49 0,44 - 0,53
Wire feed speed (m/min)| Not used Not used Not used
Arc transfer mode Short-circuiting i Short-circuiting Short-circuiting
Shielding: Gas type AC-20 (A5.32 SG-) AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
Flow rate (Umin) 14-16 14-16 14-16
Trailing: Gas type None None None
Flow rate (Vmin) - ® &
Backing: Gas type None None None
Flow rate (Vmin) - - -
String or weave Stringer or Weave Stringer or Weave Stringer or Weave
Orifice/gas cup size 15 15 15
C.TW.D (mm)| 15 15 16
MultiSingle pass per side Single pass Multiple passes Multiple passes
Multi/single electrode Single electrode Single electrode Single electrode
Maximum pass thickness (mm) 5 5 5
Weld deposit chemistry & - “
Notes - - *I

WeldOffice WPS 2016.01,001
Catalog n® WPS00037

(c) 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)

thertands IN— WeldOffice WPS
WPS record number $2600 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 B) Forthickness 3 to 19(mm}: 0(°C). Preheat to 20(°C) f the base metal temperature 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
Initial/interpass cleaning Brushing and Grinding
Back gouging method None
NOTES
Signature 1 Signature 2
Name Signature Name Signature
F. van Toledo
Date o . Date
1-6-2016

WeldOffice WPS 2016.01.001
Catalog n* WPS00037

\ :‘und v

(c) Copyright 2016 C-spec Software. All rights reserved worldwide,
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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
Date: 21-Jan-16

E

MEELIWEN, 426865 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 - AWS D1.1/M: 2015

Purchase order No, Test piece No. : ARL2064-1

Manufacturer . Airpack Netherlands B.V.

WPS : §2600

Plate dimension and thickness : 500x200x4 mm to 500x200x4 mm
Plate material grade : APl 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 : 8G-AC20: 80% Ar - 20% CO,
Backing gas, cNA

Preheat / Interpass temp. :210°C/s 196°C

PWHT : No

Welder(s) : Dorreman M.

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

Stamp. No.(s) /1D(s) - W-013 /1D 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?]
20.01 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 1 oftl//
' =
26 JAN, 2016 %LWR



Date: 21-Jan-16

T P.0. No.: ARL2064
element Report No.: ARJ001-16-01-18390-1
MACROSCOPIC EXAMINATION
Amount Result
2x No weld defects observed, segregation in plate noted (see page 3&4)
HARDNESS MEASUREMENTS
Method . Vickers HV10kg

Requirements : < 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
indentations

Traverse 1-2mm
below outer surface

base material
heat affected zone
weld metal
heat affected zone

166-167-167
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] (] V]
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,; >34 241
The above mentioned results satisf requirements
Qe ey |
/o For Element Bred - 'U% L HE
k 5 < N\ P Renntjes
Q ‘ (D ement” v g o S
h (‘ '\ : ':_ A LALCFLLL ltyxl\. Reyister Nederland B.V. a1
RVA L 063 el T
22 Albert Karstanje b JAN. ZUlb

All characteristics of the above object(s) have, as far as accessible and relevant, been verified by Element Materials Technology Rotterdam b.v. (Element). Other information was provided
by the purchaser. This information was verified as far as possible and has been copied into this report, unchanged. Element does not bear responsibility for the correctness of this submitted
information. We hereby certify that the reported test data is correct and that the obove object(s) was {were) tested/examined in accordance with purchaser’s requirements and/or the
above procedure(s) and/or code(s)/specification(s). On occasion a test is subcontracted by Element, the accreditation number of the subcontracted party is reported. Interpretations,
opinions, conclusions and advice are partly based on the examination resufts and partly on information supplied by the purchaser. This report has legal value only when furnished with an

authorized signature. If, upon reproduction, only part of this report is copied, Element will not bear any responsibility for content, purport and ¢

of that reproduction.

The items subjected for the inations 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

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.

Page 2 0of 4




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

MACRO PHOTO
Cross section no. 18390-1-1

18390-1-1

- e
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element”

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

MACRO PHOTO
Cross section no. 18390-1-2

21-Jan-16
ARL2064
ARJ001-16-01-18390-1

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 RET0278790/TK/002 Revision 1 'WPS record number 82700 Revision 1
Date 31-5-2016 Company name Airpack Netherlands BV
Welding standard AWS D1.1/D1.1M:2015
BASE METALS
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Plate API 2W (50LS) u n . . 8 -
Welded to: Plate API 2W (50LS) u L} - - 8 -
and tested: Without PWHT, With impacts, With hardness
Notes
JOINTS
Joint design Single-V-groove
Backing: None
Retainers None
ooy ole (deg.) £ See addition information See addition information
Root opening (mm)| 23
Root face (mm)) 0-1
WELDING PROCESSES
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 NA.
Filler metal trade name Uincoln, Outershield MC715-H
Filler metal size (mm) 1,2
Deposited thickness (mm) 6,00
Maximum pass thickness (mm) 3
Weld deposit chemistry -
Supplemental filler metal -
Supplemental filler metal vol. (mm?) o
POSITION
Position 26
Weld progression -
PREHEAT
Preheat temperature (*C) 10
Maximum interpass temperature (°C) 178
OAS
Shielding gas: Type AC-20 (A5.32 SG-)
Flow rate (Vmin) 15
Tralling gas: Type None
Flow rate (Vmin)) -
Backing gas: Type None
Flow rate (Vmin)) -
ELECTRICAL
Filler metal size (mm)) 12
Waveform control Not Used
Energy ) Not Used
Power (Vs)] Not Used
Arctime (sec) Not Used
Weld bead length (mm) Not Used
Amperes 130- 197
Volts 15.9-222
Travel speed ( ) 142-383
Maximum heat input (kJ/mm) 0,67 - 0,87
Current/polarity DCEP (reverse polarity)
Wire feed speed (m/min), 0
Arc transfer mode Short-circuiting, Globular
TECHNIQUE
String or weave Stringer and Weave
Orifice/gas cup size 15
C.TW.D (mm) 15
Multi/single electrode Single electrode
Multi/Single pass per side Multiple passes
Peening Not used
Initial/interpass cleaning Brushing and Grinding dp
Back gouging method None

WeldOffice WPS 2016.01.001

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

Bethirtands I—— WeldOffice WPS
PQR record number RET0278790/TK/002 Revision 1 WPS record number 82700 Revision 1
Date 31-5-2016 Company name Alrpack Netherlands BV
Welding standard AWS D1.1/D1.1M:2015
TENSILE TESTS Reduced section
Spéciinéd number Width Thickness Area Ultimate total load Ultimate unit stress Type of failure and
(mm) (mm) (mm?) ™) (MPa) location
1 20.03 7.23 144,817 - 529 Ductile-BM
2 20.03 7.28 145,818 - 530 Ductile-BM
Comments ]
GUIDED BEND TESTS
Type of test Acceptance criteria Result Comments
Face bend AWS D1.1 Acceptable
Face bend AWS D1.1 Acceptable
Root bend AWS D1.1 Acceptable
Root bend AWS D1.1 Acceptable
Comments
TOUGHNESS TESTS
Specimen Specimen size Test temperature Impact values Drop weight
number hoteh looalion Hoth e (mm) x (mm) c) o (% Shear) (mm) break
1 Weld Metal Charpy V 10x5 -40 56/56/60 - - No
2 HAZ Charpy V 10x5 -40 51/69/60 - - No
3 HAZ + 1 mm Charpy V 10x5 -40 115/104/84 - - No
4 HAZ + 2 mm Charpy V 10x5 -40 104/99/100 - - No
5 HAZ + 5 mm Charpy V 10x5 -40 119/115/104 - - No
Comments |
HARDNESS TEST
Type (Scale) Distance from surface APl 2W (50LS) HAZ Weld HAZ API 2W (50LS)
Vickers (HV) Cap area 1-2 mm 166-164-164 184-193-204-205-204 213-214-217-199-211 205-199-198-196-186 167-170=170
Vickers (HV) Root area 1-2 mm 171-169-165 186-198-206-206-188 173-184-186-186-187 187-186-186-188-170 165-166-164
Vickers (HV) Cap area 1-2 mm 165-168-167 197-206-211-211-211 220-221-207-208-219 209-211-207-208-168 168-165-166
Vickers (HV) Root area 1-2 mm 167-170-164 187-199-196-191-207 192-196-188-194-189 178-186-180-175-174 162-163-166
Comments I
OTHER TESTS
Type of test Acceptance criteria Result Comments
2x Macroscopic examination AWS D1.1 Acceptable
RT examination AWS D1.1 Acceptable
MT examination AWS D1.1 Acceptable
Comments [
CERTIFICATION
Welder's name 1D Number Stamp number 2 1 testing by Element Breda (NL)
Dorreman M. 1D Card IKP0996J6 W-013 Laboratory test number ARJ001-16-01-18390-2
Test file number ARL2064-2
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 accordance with the requirements of section 4 of ANS/AWS D1.1 Structural Welding
Code-Steel.
Signature 1 Signature 2
Name Signature / SRR, B Neme igr
F. van Toledo T. Konings (Lloyds) g:i'::;?f; lR g»mu»w.«
gy
O Examined
Date / 4 Date Ton :;:;:- L
162016 162016 o RS }/7’

7z

WeldOffice WPS 2016.01.001

\\'S\ 4

(c) 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 conditions - (PQRD Welding Data Record)

wlands ——— WeldOffice WPS

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

PQR number RET0278790/TK/002 Revision 1 Welding standard AWS D1.1/D1.1M:2015

WPS number §2700 Revision 1 Company name Airpack Netherlands BV

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 293819/1 Material control number 816729 293819/1
Specification (type or grade) APl 2W (50LS) Specification (type or grade) API 2W (50LS)
Nominal composition C-Mn Nominal composition C-Mn

Trade name Voestalpine Grobblech Trade name Voestalpine Grobblech
P number u P number V]

G number G number

AWS group number 1} AWS group number ]

Nominal pipe/tube size - Nominal pipe/tube 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 design Single-V-groove

Backing: None

Rewiors Ao See addition information See addition information
Groove angle (deg.)| 60

Root opening (mm)| 2-3

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

Surface preparation Grinding

Initial/interpass cleaning Brushing and Grinding

Back gouging method None

phts d
Page 1 of 3
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welding parameters - (PQRD Welding Data Record)

Nethrrlands E—— WeldOffice WPS
PQRD number l ARL2064-2 Revision 1 Date I 11-01-2016 J
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-automatic Semi-automatic Semi-automatic
FILLER METALS
Material control number P1FC150311 P1FC150311 P1FC150311 P1FC150311
SFA specification 5.18 5.18 5.18 | 518
AWS classification E70C-6MH4 E70C-6MH4 E70C-6MH4 i E70C-6MH4
Filler metal F-number 6 6 ; 6 : 6
Weld metal A-number - - & i &
!
Filler metal nominal composition N.A. N.A. N.A. | N.A.
Filler metal trade name Lincoln, Outershield MC715-H Lincoln, Outershield MC715-H Lincoln, Outershield MC715-H | Lincoln, Outershield MC7156-H
Filler metal size (mm) 12 1,2 1.2 j 1,2
Length of filler metal consumed (mm) - - - | -
Deposited thickness (mm), 2 1 2 | 2 ‘ 2
Maximum pass thickness {mm); 3 3 3 3
Weld deposit chemistry - J - - -
Supplemental filler metal - i - - -
Supplemental filler metal vol. (mm?) T : 2 2 -
POSITION
Position 2G 2G 2G 2G
‘Weld progression - - - -
PREHEAT
Preheat temperature ("c) 10 10 10 10
Maximum interpass temperature ("0)] 10 69 129 178
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 Wmin) 15 15 1 15 15
Trailinggas:  Type None None i None None
Flow rate (Vmin) - ] - : o &
Backing gas: Type None None ! None None
Flow rate (Umin) 5 ‘ % 5 %
ELECTRICAL
Filler metal size (mm) 1.2 12 12 12
Waveform control Not Used Not Used Not Used
Energy )] - - &
Power (Jrs) - - = !
Arc time (sec) s = 5
Weld bead length (mm) - - -
Amperes 130 196 197 194
Volts 16.9 217 222 22,2
Travel speed ) 142 340 383 355
Maximum heat input (kJ/mm) 0,8734 j 0,7506 0,679 0,7214
Current/polarity DCERP (reverse polarity) ;i DCEP (reverse polarity) DCEP (reverse polarity) DCEP (reverse polarity)
Wire feed speed (m/min) - ‘ - - -
Arc transfer mode Short-circuiting ' Globular Globular Globular
TECHNIQUE
String or weave Stringer and Weave Stringer and Weave Stringer and Weave Stringer and Weave
Orificelgas cup size 15 ; 15 f 15 15
C.TW.D (mm) 15 16 15 15
Multi/single electrode Single electrode | Single electrode / Single electrode : Single electrode
Multi/Single pass per side Multiple passes Multiple passes Multiple passes Multiple passes
Peening Not used j Not used Not used | Not used
Initial/interpass cleaning Brushing and Grinding Brushing and Grinding Brushing and Grinding i Brushing and Grinding
Back gouging method None None None ’ None

WeldOffice WPS 2016.01.001

(c) Copyright 2016 C-spec
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Airpack Netherlands BV

8 t Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
I r‘Puc AWS - Welding parameters - (PQRD Welding Data Record)
Hethirlands IS WeldOffice WPS
|PQRD number IARL2064—2 Revision 1 Date |11-O1-2016 J

.09

s [Rluggee

0 examined
100 Konmgs

i
WeldOffice WPS 2016,01.001 I it o (c) 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 §2700 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
Reference docs.
Scope General instruction welding structural for skids
Groove, fillet, no PWHT (As-welded), impact testing
Joint Joint details for this welding procedure specification in:
Production drawings
BASE METALS THICKNESS RANGE QUALIFIED (mm)
Type Plate P-no. U Grp-no. i As-welded With BV
Welded to Plate P-no. U Grp-no. Il Min Max, Min M
Backing: None P-no. Grp-no. Complete pen. 3, 16, = =
Retainers — Impact tested 8, 16, - =
Notes Partial pen. 3, 16, - =
Fillet welds no min. no max. - -
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max. Min. Max.
I&mlnal 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 ot N o s
GMAW 5.18 E70C-6MH4 6 - Lincoln, Outershield MC715-H 3, 16, = 3
GMAW 7 = : o
GMAW x = 4 -
Sup. filler - - - - - - None -
WELDING PROCEDURE
Welding process GMAW GMAW GMAW
Type Semi-automatic Semi-automatic Semi-automatic
Minimum preheat/interpass temperature  (°C) 10 10 ! 10
Maximum interpass temperature (C) 225 225 225
Filler metal size (mm) 1.2 1.2 1.2
Layer number Root Filler Cap
Position H H | H
Weld progression Not applicable Not applicable : Not applicable
Current/polarity DCEP (reverse polarity) DCEP (reverse polarity) DCEP (reverse polarity)
Waveform control
Energy )
Power (Ws), {
Amperes 110 -140 190 - 210 190 - 210
Volts 15-17 21-23 22-24
Travel speed (mm/min) 135- 150 320 - 350 350 - 390
Maximum heat input (kJimm) 08-1,0 07-08 06-08
Wire feed speed (m/min) 0, 0 0
Arc transfer mode Short-circuiting Spray Globular
Shielding: Gas type AC-20 (A5.32 SG-) AC-20 (A5.32 SG-) AC-20 (A5.32 SG-)
Flow rate (/min), 12- 22 12-22 12-2
Trailing: Gas type None None None
Flow rate (Vmin) - = =
Backing: Gas type None None None
Flow rate (Umin) - e i
String or weave Stringer and Weave Stringer or Weave Stringer or Weave
Orifice/gas cup size 15 15 15
CTWD (mm), 15 15 15
Multi/Single pass per side Multiple passes Multiple passes Multiple passes
Multi/single electrode Single electrode Single electrode Single electrode
Maximum pass thickness (mm) 5 5 5
Weld deposit chemistry - - -
Notes - - -
WeldOffice WPS 2016.01.001 (c) Copyright 2016 C-spec Software. All rights resarved worldwide.
Calalog n® WPS00033 Page 1 of 2



Airpack Netherlands BV

i p P u ck Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

AWS - Welding Procedure Specification (WPS)
Fthedn, WeldOffice WPS

WPS record number §2700 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 B)

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

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

TECHNIQUE
Peening Not used
Surface preparation Grinding
Initial/interpass cleaning Brushing and Grinding
Back gouging method None

NOTES

o

Signature 1

Signature 2

Signature

Signature

(c) Copyright 2016 C-spec Software. All rights resarved worldwide.
Page 2 of 2




@ element’
Arjan Roza Lastechniek

G. Sterkenburgstraat 38
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.: ARJ001-16-01-18390-2

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:

: AWS D1.1/M: 2015

: ARL2064-2
: Airpack Netherlands B.V.
: 82700

- 500x200x8 mm to 500x200x8 mm
- APl 2W-50LS to APl 2W-50LS

. GMAW

- Butt weld single Vee, Multiple passes
126G

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

- N.A.

‘210°C /< 167°C
: No

- Dorreman M.

: 1994-01-05 / Zierikzee

- W-013/ID 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

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
20.03 x 7.28 530 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 |

Page1of4 /
A
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(S>d clement’

MACROSCOPIC EXAMINATION

Date:
P.0. No..
Report No.:

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

Amount Result
2X 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]

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

requirements

For Element Bre

VN

RVA L 063

The above mentioned resultw

lement™

fo)v.lvuv,-.\-y' . E‘E‘j‘ = ‘
™ Revievord | oo

£ Reijies
ol Ol (S
Hoyd's Regrster Hodetland BV, I\

Albert l{r.[m*.(m;'o Z ﬁ; l[w me
All characteristics of the above object(s) have, as far as accessible and rélevant, been verified by Element Materials Technology Rotterdam b.v. (Element}. er information was provided
by the purchaser. This information was verified as far as possible and has been copied into this report, unchanged. Element does not bear responsibility for the correctness of this submitted

information. We hereby certify that the reported test data is cor

above procedure(s) and/or code(s)/specification(s). On

opinions, conclusions and advice are partly based on the examination
ion, only part of this report is copie

e. If, upon repr
bjected for the

authorized si
The items

rect ond that the above object(s) wos (were) tested/examined in accordance with purchaser’s requirements and/or the
ion a test is subcontracted by Element, the accreditation number of the subcontracted porty is reported. Interpretations,
results and partly on information supplied by the purchaser. This report has legal value only when furnished with an
d, Element will not bear any responsibility for content, purport and conclusions of that reproduction.

will be stored for 2 months, starting from the report date as 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.

Page 2 of 4




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

MACRO PHOTO
Cross section no. 18390-2-1

183 e-/z-}‘... 4
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Date:
P.O. No.:
Report No.:

MACRO PHOTO
Cross section no. 18390-2-2

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

RET 0245029-001-26 Revision 1 WPS record number 52400 Revision 0
Date 13-6-2012 Company name Airpack Netherlands BV
- Welding standard AWS D1.1/D1.1M:2010
BASE METALS ) ) i . -
Product form Specification (type or grade) P no. Grp-no. Size Sch. Thick. (mm) Dia. (mm)
Plate API 2W (50) u I - - 30 -
Welded to: Plate APl 2W (50) u 1] - - 30 o
and tested: Without PWHT, Fillet-weld test
Notes
Jowts :
| Joint design Fillet weld
See addition information See addition information
WELDING PROCESSES R -
Welding process GMAW
Type Semi-automatic
FILERMETALS . '
SFA specification | 5.18
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) 1.2
Deposited thickness (mm) 8,00
Maximum pass thickness (mm) 5
Weld deposit chemistry -
Supplemental filler metal -
Supplemental filler metal vol. (mm?) =
POSITION ‘ -
Position 3F
Weld progression Uphill
PREHEAT ' ' -
Preheat temperature °c) 10
Maximum interpass temperature °C) 132
Gas ' e o - )
| Shielding gas:  Type AC-20 (A5.32 SG-)
Flow rate (Vmin}| 15
| Trailing gas: Type | None
| Flow rate (Umin)| .
|Backing gas:  Type | None
| Flow rate (Vmin)| i
ELECTRICAL - S .
Filler metal size (mm) 1.2
Amperes 142 - 143
Volts 159-16
| Travel speed {mm/min)| 72-90
| Maximum heat input (kJ/mm) 1,88
Current/polarity DCEP (reverse polarity)
| Wire feed speed (m/min) o]
Arc transfer mode Short-drcuiting
TECHNIQUE ’ - ’ -
String or weave Stringer and Weave
Orifice/gas cup size 16
CTWD (mm) 15

Multifsingle electrode
MultifSingle pass per side

Peening Not used
Initial/interpass cleaning Brushing and Grinding
Back gouging method None

WeldOffice WPS 2012.01.003
Caogn®  PQRODOI

Single electrode
Multiple passes

() Copylight 2012 C-spec Software. All ights reserved worldvide.
Page 1 of 3



Airpack Netherlands BV @
"
Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands == k
AWS - Procedure Qualification Record (PQR) - Test results (as welded) ol P cac
WeldOffice WPS Nethertand; RN
PQR record number | RET 0245029-001-26 Revision 1 WPS record number . $2400 Revision 0
Date 136-2012 | Company name Airpack Netherlands BY
) - . - o ~ | Welding standard AWS D1.1/D1.1M:2010
TENSILE TESTS Reduced section
4 Width | Thickness Area Ultimate total load | Ultimate unit stress Type of failure and |
Specimen number | i | 3
(mm) | (mm) (mm?) (N) | (MPa) location
|
|
|
|
| f
Comments
GUIDED BEND TESTS -
Type of test Acceptance criteria : Result : Comments
|
|
Comments
FILLET WELD TESTS - ' - )
Type of test Acceptance criteria ! Result Fillet leg size
| | (mm) x (mm)
3x Macroscopic examination multiple pass AWS D1.1 Acceptable a=8 mm
3x Macroscopic examination single pass AWS D11 Acceptable a=6 mm
Comments
CERTIFICATION - -
T T e I == - : e ey
(-5 MWHgans oang ‘ \DNgriber - o) Stamofwmber - {Mechanial besting by Schielab Breda (NLD)
T. Lajos 1D Card 353992JA W-104 Laboratory test number SL12.6056-1
Test file number ARL1569-14
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 accordance with the requirements of section 4 of ANSI/AWS D1.1-2010 Structural Welding Code-Steel.

Signature 1 Signature 2
Name Name Signature
Franky van Toledo W. Komdeur (Lloyds)
== = = Uoyd's Register Nederand BV,
Date Date SRR
PR T r — Wim Komdeur
8-6-2012 8-6-2012 R

(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 - Additional information (PQR)

WeldOffice WPS

PQR record number RET 0245029-001-26
Date 13-6-2012

a=8 mm
Z=11,3 mm

WeldOffice WPS 2012.01.003
Catalogn®  PGRO0OT]

slirpock

Katherdand IS

Revision 0

WPS record number 52400
Company name
" Welding standard

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

(c) Copyright 2012 C-spec Software. All rights reserved worldwid
Page3 of 3




Airpack Netherlands BV

Groeneweegje 19 - 26, 4301 RN Zierikzee, The Netherlands

AWS - Welding conditions - (PQRD Welding Data Record)

WeldOffice WPS
PQRD number ARL1559-14
PQR number RET 0245029-001-26
S52400

WPS number

WELDING PROCESSES

| Welding process
| Type
BASE METALS -
: Product form Plate
Material control number 362705
| Specification (type or grade) API 2W (50)
Nominal composition C-Mn
| Trade name Dillinger Hutte
| P number U
: G number
: AWS group number 1]
Nominal pipeftube size -
| Schedule .
Length (mm)| 350
Width (OD) (mm)| 150
Thickness (mm)| 30
JOIP-\i'-I'S" - -
Joint design Fillet weld
CLEANING/ROOT TREATMENT
Surface preparation Grinding

Initialfinterpass cleaning
Back gouging method

WeldOffice WPS 2012.01.003
Catalogn® PQDO000S

Brushing and Grinding

None

a).
|l

Revision 1 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 362705
Specification (type or grade) APl 2W (50)
Nominal composition C-Mn
Trade name Dillinger Hutte
P number U
G number
AWS group number 1
Nominal pipeftube size -
Schedule -
Length (mm) 350
Width (CD) (mm) 150
{mm) 30

Thickness

See addition information

ack

Retherdand; R

See addition information

(c) Copyright 2012 é-spec Software. Al 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
PASS INFORMATION
Pass number
Layer number
WELDING PROCESSES

Welding process

Type
FILLERMETALS
Material control number
SFA specification
AWS classification
Filler metal F-number
Weld metal A-number

ARL1559-14

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.
POSITON

Position
Weld progression
PREHEAT

Preheat temperature

| Maximum interpass temperature

es
Shielding gas:  Type
Flow rate
Trailing gas: Type
| Flow rate
| Backing gas: Type
| Flow rate
ELECTRICAL

Filler metal size
Amperes
Volts
Travel speed
Maximum heat input
Current/polarity
| Wire feed speed
| Arc transfer mode
TECHNIQUE
String or weave
Orifice/gas cup size
CTWD
Multi/single electrode
Multi/Single pass per side
Peening
Initialfinterpass cleaning
Back gouging method

Welders name
Recordediwitnessed by
Date

Data entry by

WeldOffice WPS 2012.01.003
Catalog n® PQDO000S

PASS PERFORMEDMWITNESSED BY

Revision 1 Date
1 single layer 1 multi layer
1 1
GMAW GMAW

Semi-automatic

P1FC110214
518
E70C-6MH4
6
N.A.
Lincoln, Outershield MC715-H
12

4
5

aF
Uphill

10
10

AC-20 (A532 5G-)
15
None

None

12
142
15.9
72
1,8815
DCEP (reverse polarity)

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

T. Lajos

AJH. Roza (IWTAWI)
29-5-2012

AJH. Roza (IWT/IWI)

Semi-automatic

P1FC110214
5.18
E70C-8MH4
6
N.A.
Lincoln, Outershield MC715-H
1.2

4
5

aF
Uphill

10
10

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

None

1,2
143
16
73
1,8805
DCEP (reverse polarity)

Short-circuiting

Stringer and Weave
15
15
Single electrode
Multiple passes
Not used
Brushing and Grinding

None

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

29-5-2012

1 multi layer
2

GMAW

Semi-automatic

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

4

AC-20(A5.32 SG-)
15

None

None

1,2
143
16
90
1,6253
DCEP (reverse polarity)

Short-circuiting

Stringer and Weave
15
15
Single electrode
Multiple passes
Notused
Brushing and Grinding
None
T. Lajos
AJ.H. Roza (IWT/IwWI)
29-5-2012
A.J.H. Roza (IWTAWI)

2 multi layer
2

GMAW
Semi-automatic

P1FC110214
518
E70C-6MH4
6
NA.
Lincoln, Outershield MC715-H
12

4
5

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

18176
DCEP (reverse polarity)

Short-dircuiting

Stringer and Weave

15
16

Single electrode

Multiple passes

Not used
Brushing and Grinding
None

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

(c) . opyright 21 2 C-spec Software. All rights reserved worldwide.
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Airpack Netherlands BV 8.

Groeneweegje 19 - 26, 4301 RN Zierikzee, The Netherlands e k
AWS - Welding parameters - (PQRD Welding Data Record) ' I r‘pqc
WeldOffice WPS o ) Netbeihind; IR
PQRD number ARL1559-14 Revision 1 Date '29-5-2012 B

a=8 mm
Z=11,3 mm

WeldOffice WPS 2012.01,003
Catalog n® PQD0000S

(c) Copyright 2012 C-spec Software. All rights reserved worldwide.
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Rapport/Report
SCHIELAB 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 : §2400

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 SG-)

Backing gas i N.A.

Welding position : 3F progression up

Preheat / Interpass temp. e G RO

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 353992]JA

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 objecl(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 bv.",
deposited at the Chamber of Commerce in Rotterdam, under number 24170257, apply

W.Bie%if7-06-2012
f;\\\ V) | A Karstan

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

TES“N% [E i

H A I. I]HH Ingeschreven in het RvA register voor laboratoria onder nr. L 063 voor gebieden zoals naderlomschréy;a
U Entered in the RvA register for laboratories under number L 063 for the areas outlined in thellappmva]/
I 2

Schielab-Breda Voorerf 18-20, 4824 GN Breda, Tel. 076 - 5424 300, Fax 076 - 5424 848 B | il i 86 N
Schielab b.v. Handelsregister/Register of Commerce Rotterdam nr. 24170257

mod. 524-R013 (11.10)



Airpack Netherlands BV

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

WeldOffice WPS

WPS record number

Supporting PQR(s)

Qualified to
Company name

52400
14-6-2012

Revision 0

RET 0245029-001-26 - Rev 1

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:

BASE METALS

Type Plate P-no. U Grp-no. I As-welded With PWHT
Welded to Plate P-no. U Grp-no. I —— M. M [ e,
Backing: None P-no. Grp-no. Complete pen. - - # =
Retainers None Impect lestod i ) ) )
Flotas Partial pen. = - = =
Fillet welds no min. | no max. - -
- © DIAMETER RANGE QUALIFIED
 Aswelded | With PWHT
Min. Max. | M Max.
Nominal pipe size 610, no max. - -
FILLER METALS © THICKNESS RANGE QUALIFIED
Aswelded | With PWHT
SFA Classification F-no. = A-no. Chemical analysis or Trade name o i ‘ o ey
GMAW 518  ETOC-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 (mm/min) | 54 - 112
Maximum heat input (kdimm) 1,88
Wire feed speed {m/min) 0,
Arc transfer mode Short-circuiting
Shielding: Gas type AC-20 (A5.32 SG-)
Flow rate {Vmin) 12-22
Trailing: Gas type None
Flow rate (Vmin) -
| Backing: Gas type None
Flow rate (Vmin) “
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 -

WeldOffice WPS 2012.01.003
Catdogn®  WPS00018

Production drawings

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

THICKNESS RANGE QUALIFIED

L]
Iliclh.rind) Tl

(mm)

(mm)

(mm)

#yright 2612 C-spec Software. All rights reserved worldvide.
Page 1 of 2



Airpack Netherlands BV

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

WeldOffice WPS

WPS record number

PREHEAT TABLE

Applicable standard

'AWS D1.1 (CategoryA) |

TECHNIQUE
Peening
Surface preparation

Initial/interpass cleaning
Back gouging method

NOTES

Signature 1
|Name i

| Date

WeldOffice WPS 2012.01.003
Catalog n® WPS00018

52400

14-6-2012

Over 19 thru 38.1(mm): 66(°C).
Over 38.1 thru 63.5(mm): 107(°C).
| Over 63.5(mm): 150(°C).

Not used
Grinding
Brushing and Grinding

None

Qualified to
Company name

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

Signature 2

Name

Date

o irpack

Rethertand; IS

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

~_Signature

Ueyds Register Neder
| At o B s b

Wim Komdeur
Pr—

o

(c) Copyright 2012 dspec Software. All rights reserved worldwide.
B B T Page 2 of 2
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PQR record number
Date

BASE METALS (QW-403)

RET 0245028-001-17

13-6-2012

Revision 0

Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

ASME - Procedure Qualification Record (PQR) - QW-483
WeldOffice WPS

WPS record number
Company name
Welding standard

P2000 Revision 2
Airpack Netherlands BV
ASME Section IX:2010 including addenda 2011

Grp-no. Size Sch.

Product form

PipelTube

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
Root opening (mm) 4

Root face (mm) 0-1

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-405)
| Position
| Weld progression
PREHEAT (QW-406)
Preheat temperature (°c)
Maximum interpass temperature (°c)
GAS (QW-408)
Shieldinggas:  Type
Flow rate (Vmin)
Trailing gas: Type
Flow rate (Vmin)|
Backing gas: Type
Flow rate (Umin),
ELECTRICAL (QW-409)
Filler metal size (mm)
| Amperes
Volts
Travel speed {mm/min)
Maximum heat input (kdfmm)
Tungsten size - (mm)
Tungsten type
Current/polarity
DC pulsing current

TECHNIQUE (QW-410)

String or weave
Qrifice/gas cup size
MultirSingle pass per side
Peening

Initial/interpass cleaning
Back gouging method

WeldOffice WPS 2013.02.023
Catalog n° PQRO0045

Specification (type or grade) P no.

SA-333 (8) 1
SA-333 (6) 1

See addition information

GTAW
Manual

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

6G
Uphil

10
166

Argon (A5.32 SG-A)
14
None

None

24
97 - 101
96-103
33-69
1.8165
2.4
SFA5.12 EWCe-2
DCEN (straight polarity)
None

Stringer and Weave
9.5
Muitiple passes
Not used
Brushing and Grinding
None

Thick. (mm) Dia. (mm)
63,50 Standard 5,16 73,03
63,50 Standard 5,16 73,03

iy

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



Airpack Netherlands BV

L] 2 i
t Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
l P P ac ASME - Procedure Qualification Record (PQR) - Test results (as welded)
Kethedlyod: UM 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
o Welding standard ASME Section 1X: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 ;
{mm) (mm) (mm?) (N) (MPa) location
1 19.01 453 86,115 " 538 N/mm? Ductile-Base Metal
2 19.02 473 89,965 527 N/mm? Ductile-Base Metal
|
Comments
GUIDED BEND TESTS (QW-160)
Type of test Acceplance criteria Result Comments |
Face bend QW 183 Acceptable
Face bend Qw 163 Acceptable
Root bend Qw 163 Acceptable
Root bend Qw 183 Acceptable
Comments
TOUGHNESS TESTS (QW-170) '
Specimen . Specimen size Test temperature Impact values Drop weight
Notch location Nolch type |
number {mm) x (mm) {°c) (4] (% Shear) (mm) break
1 Weld Metal Charpy V 10x4 -55 52 - - -
2 Weld Metal Charpy V 10x4 -55 19 - - -
3 Weld Metal Charpy V 10x4 -55 55 - - o
4 HAZ Charpy V 10x4 -55 74 . % | <
5 HAZ Charpy V 10x4 55 61 - - -
6 HAZ Charpy V 10x4 -55 58 = s #
Comments
CERTIFICATION i
Welders name | 1D humber | Stamp nurnber Mechanical testing by Schielab BV Breda (NLD)
A. Sumantri ID Card IXH4P6551 A1 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 prepared, welded and tested in accordance with the requirements nf- Section 1X of the ASME Code.
Signature 1 Signature 2
Name Signature Name Signalture

Franky van Toledo

Date

W. Komdeur Llyds

Gh Date

86-2012

862012

WeldOffice WPS 2013.02.023

(c) Copyright 2013 C-spec Software. All rights reserved worlMde.
Catalog n® PQRO0045

Page 2 of 3



Airpack Netherlands BV

2 k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
|PPC|C ASME - Additional information (PQR)
Retheilands 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 2'2" x STD (73,0,3x5,16 mm)

WeldOffice WPS 2013.02.023 (c) Copyright 2013 C-spec Software. All rights reserved worldwide.
Catalog n° PQR00045 Page 3 of 3
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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 compeasition
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

ARL1559-1
RET 0245029-001-17
P2000

PipefTube
353566
SA-333 (6)
C-Mn-Si
Vallourec & Mannesmann
1
1
u
163,50
Standard
(mm) 150
(mm) 73,03
(mm) 5,16

Single-V-groove
None

None

60

4

(mm) 0-1

CLEANING/ROOT TREATMENT

Surface preparation
Initial/interpass 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 (B)
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
v}
63,50
Standard
(mm)| 150
(mm)| 73,03
(mm) 5,16

See addition information

" ]
Heyda gl Wederland

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



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
Length of filler metal consumed
Deposited thickness
Maximum pass thickness
Weld deposit chemistry
Flux nominal composition
Flux trade name
POSITION (QW-405)
Position

Weld progression

Preheat temperature
Maximum interpass temperature
GAS (QW-408)
Shieldinggas:  Type
Flow rate
Trailing gas: Type
Flow rate
Backing gas: Type
Flow rate
ELECTRICAL (QW-408)
Filler metal size
Amperes
Volls
Travel speed
Maximum heat input
Tungsten size
Tungsten type
Current/polarity
DC pulsing current
TECHNIQUE (QW-410)
String or weave
Orifice/gas cup size
Multi/Single pass per side
Peening
Initial/interpass cleaning
Back gouging method
PASS PERFORMEDMWITNESSED BY
Welders name
Recordedivitnessed by
Date
Data entry by

WeldOffice WPS 2013.02.023

Catalog n® PQDO0011

irpack

ethedysds

Revision 1

GTAW

Manual

334136
5.18
ER70S-3
6
1
NA
Lincoln Electric, LNT 25
(mm) 24
{mm) -
{mm) 21
(mm) 4
N.A.
NA.

6G
Uphill

Q) 10
) 10

Argon (A5.32 SG-A)
{Wmin) 14
None
(Vmin) -
None
(Vemin) E:

(mm) 24
97
101
(mm/min) 64
09185
(mm) 24
SFA5.12 EWCe-2
DCEN (straight polarity)

(kJ/mm)

None

Stringer and Weave
9.5
Multiple passes
Not used
Brushing and Grinding

None

A. Sumantn
A.J.H. Roza (IWT/IWI)
29-5-2012
A.J.H. Roza (IWT/IWI)

Airpack Netherlands BV

Date

WeldOffice WPS

29-5-2012

GTAW
Manual

334136
5.18
ER70S-3
6
1
N.A.
Lincoln Electric, LNT 25
24
1.5
4
N.A.
N.A.

6G
Uphill

10
112

Argon (A5.32 SG-A)
14
None

None

24
101
96
69
0,8431
24
SFA6.12 EWCe-2
DCEN (straight polarity)
None

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

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

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

GTAW

Manual

334136
518
ER70S-3
6
1
N.A.
Lincoln Electric, LNT 25
24
15
4
NA,
N.A.

6G
Uphill

10
166

Argon (A5.32 SG-A)

14
None

None

24

o7

103

33

1,8165
24
SFA5.12 EWCe-2

DGEN (straight polarity)

None

Stringer and Weave
9,5
Multiple passes
Not used
Brushing and Grinding
None

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

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

Page2 of 3



Airpack Netherlands BV

2 t Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
IPPGC ASME - Welding parameters - (PQRD Welding Data Record)
Kethedands IEISG_—_—_—— WeldOffice WPS
PQRD number ARL1559-1 Revision 1 Date 29-5.2012

Pipe diameter 272" x STD (73,0,3x5,16 mm)

[

WeldOffice WPS 2013.02.023 (c) Copyright 2013 C-spec Software. All rights reserved worldwide.
Catalog n® PQDO00H Page 3 of 3




‘ S:I Rapport/Report

SCHIELAB Schielab b.v.

SL 12.6043-1A
Page 1 of 2

WELDING PROCEDURE QUALIFICATION RECORD AND
WELDERS PERFORMANCE QUALIFICATION TEST RECORD

Testing in accordance with : ASME [X:2010

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

Manufacturer : Airpack Nederland BV.

WPS : P2000

Description of sample(s) : Pipe with Single-V-groove
Dimension(s) :2,5” Sch40S (@ 73,03 x 5,15 mm)
Material grade :P1 Gr.l1 —P1Gr, 1

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

Filler : F-no.6 A-no. 1

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 : W-102 /1D Card IXH4P6551
Testpiece marked with : ARL1559-1

NON DESTRUCTIVE EXAMINATION
* Visual examination : performed by examiner

CROSS WELD TENSILE TESTS

Dimensions(s) Rm Fracture location
[mm)] [N/mm’]
19.01 x 4.53 538 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

@ B 7 JUNI 2042

TESTING

H A l UEH 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-R0O13 (11.10)



Rapport/Report
SCHIELAB Schielab h.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 10 x4 -55 74-61-58 64
Requirements for size 10x10mm; >19 >27
Requirements for size 10x4mm; Ziclid >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.

[RET 0245029]

srland BV,

1““ o b "‘E
1, Uoen - Aaratani
SCHICLAL

@

TESTING

H A L ”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. $24-R013 (11,10)



Airpack Netherlands BV

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

slirpock

Hetheriangs RN

WPS record number P2000 Revision 3 Qualified to ASME Section X:2013
Date 14-6-2012 Company name Airpack Netherlands BV
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, Max; Mn Mo
Backing: None P-no. Grp-ne Complete pen. 1,50 10,32 -
Ty fians Impact tested 2,58 10,32 -
Notes Partial pen. 1,50 10,32 -
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)
S ; As-welded With PWHT
SFA Classification F-no. | A-no. Chemical analysis or Trade name
Min. Max. Min. Max.
GTAW 518 |ER708-3 6 1 Lincoln 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

(mm)
Filler metal size (mm)
Layer number
Position

Weld progression
Current/polarity
Amperes

Volts

Travel speed (mm/min)
Maximum heat input (kdimm)
DC pulsing current
Shielding: Gas type
Flow rate
Gas type
Flow rate
Gas type
Flow rate

(Vmin))
Trailing:
(Umin),
Backing:
(Vmin)
String or weave

Cirifice/gas cup size

Multi/Single pass per side

Weld deposit chemistry

Notes

GTAW
Manual
10
221
24
SFA5.12 EWCe-2
24
All
All
Uphill
DCEN (straight polarity)
90 - 120
90-1
30-70
1,8165
None
Argon (A5.32 SG-A)
12-16
None

None
Stringer and Weave

95
Multiple passes

WeldOffice WPS 2014 01.008

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

Catalogn® WPS00031

Page1 of 2



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

irpack

WeldOffice WPS bty
WPS record number P2000 Revisicn 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 430 (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 4 Name Signature
Franky van Toledo Wim Komdeur
Date Date
8-6-2012 8-6-2012

WeldOffice WPS 2014.01.008
Catalog n® WPS00031

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

Page 2 of 2
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PQR record number RET 0245029-001-19

Date 1362012
BASE METALS (QW-403)
Product form
PipefTube
Welded to: PipefTube
and tested: Without PWHT, With impacts

Notes

JOINTS (QW-402)

Joint design Single-V-groove
Backing: None
Retainers None
Groove angle (deg) 30
' Root 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
i’DSITION (QW-405)
| Position
' Weld progression
PREHEAT (QW-406)

| Preheat temperature C)
| Maximum interpass temperature c)
GAS (QW-408) ' -
Shielding gas:  Type
Flow rate (Umin)
Trailing gas: Type
Flow rate (/min)
Backing gas: Type
Flow rate (min)
ELECTRICAL (QW-409)
Filler metal size (mm)
Amperes
Volts
Travel speed (mm/min)
Maximum heat input (kdimm)
Tungsten size (mm)
Tungsten type
Current/polarity
DC pulsing current
TECHNIQUE (QW-410)
String or weave
Orifice/gas cup size
MultifSingle pass per side
Peening
Initial/interpass cleaning
Back gouging method

WeldOffice WPS 2013.02.023
Catalog n® PQR00048

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

6G
Uphil

10
167

Argon (A5.32 SG-A)
14
None

None

24
93-98
96-106
37-58
1,65
24
SFA5.12 EWCe-2
DCEN (straight polanty)
None

Stringer and Weave
9,5
Multiple passes
Not used
Brushing and Grinding
None

ights reserved worldvide.
Page 1 of 3




B . Airpack Netherlands BV
v Groeneweegje 19 - 26, 4301 RN Zierikzee, The Netherlands
' I I p q c ASME - Procedure Qualification Record (PQR) - Test results (as welded)
Hethedaods 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
) Welding standard ASME Section 1X:2010 including addenda 2011
TENSILE TESTS (QW-150)  Reduced section
Width Thickness Area Ultimate total load Ultimate unil slress | Type of failure and
Specimen number | 1
(mm) (mm) (mm?) (N) (MPa) | location
1 19.04 4.62 87,965 - 536 Nimm? Ductile-Base Metal
2 19.05 464 88,392 - 637 Nimm? | Ductile-Weld
Comments
GUIDED BEND TESTS (QW-160) -
Type of test Acceptance criteria Result Comments
Root bend QW 163 Acceptable
Root bend QW 163 Acceptable
Face bend Qw 163 Acceptable
Face bend Qw 163 Acceptable
Comments
TOUGHNESS TESTS (QW-170) =
Specimen Specimen size Test temperature Impact values i Drop weight
Notch location Notch type | |
number | {mm} x (mm) (°C) ) (% Shear) (mm) | break
1 Weld Metal Charpy V 10x4 -55 20 - - -
2 Weld Metal Charpy V 10x4 -55 43 - - =
3 Weld Metal Charpy V 10x4 -55 34 - - -
4 HAZ Charpy V 10x4 -55 43 - - -
5 HAZ Charpy V 10x4 -55 10 - w "
6 HAZ Charpy V 10x4 -55 34 - - ! -
|
Comments
CERTIFICATION
Weldar's nama | 1D Number | Stamp number  Mechanical testing by Schielab BV Breda (NLD)
A. Sumantr |D Card IXH4P6551 Al Laboratory test number SL 12.6045-1A
Test file number ARL1559-3
Tests conducted by A. Karstanje
We certify that the statements in this record are cor-recl and that the test welds were preparéd. welded and tesled in accordance with the r-equ\remems of Section IX of the ASME Cﬁde. i
Signature 1 Signature 2
Name Signature Name Signature
Franky van Toledo W. Komdeur (Lloyds)
Date P b Date
8-6-2012 86-2012
Nadeériand Hv _
WeldOffice WPS 2013.02.023 (c) Copyright 2013 C-spec Software. All rights reserved worldwide.

Catalog n® PQRO0048 Page 2 of 3



M) Airpack Netherlands BV
e o k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
U] I P P uc ASME - Additional information (PQR)

Kethertyod; RS 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
) Welding standard ASME Section 1X:2010 including addenda 2011

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

WeldOffice WPS 2013.02.023 (c) Copyright 2013 C-spec Software. All rights reserved worldwide.
Catalog n° PQRO0048 . Page 3 of 3
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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)

ARL1559-3
RET 0245029-001-19
P2500

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

Sochorva valcovna S.A.

1

2

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
Initial/interpass cleaning

Back gouging method

WeldOffice WPS 2013.02.023
Catalog n* PQDO0012

| Grinding
| Brushing and Grinding

None

Revision 2
Revision 1

Revision 2

Airpack Netherlands BV

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

Date

Welding standard
Company name
To be tested

Welded to:

WeldOffice WPS

29-5-2012

GTAW
Manual

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

See addition information

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

Pipe/Tube
29685
SA-350 (LF2)
C-Mn-Si
Sochorva valcovna S.A.
1
2
u
63,50
Standard
(mm) 150
(mm) 73,03
(mm) 5,16

See addition information

Lo Regte Nesena

(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)

slirpock

Kethestyods UGN WeldOffice WPS
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 518 518 5.18
AWS classification ER70S-3 ER70S-3 ER70S-3
Filler metal F-number 6 6 6
Weld metal A-number 1 1 1
Filler metal nominal composition N.A. N.A NA.
Filler metal rade name Lincoln Electric, LNT 25 Lincoln Electric, LNT 25 Lincoln Electric, LNT 25
Filler metal size (mm) 2.4 2.4 2,4
Length of filler metal consumed (mm) = 2 5
Deposited thickness (mm) 21 15 1.5
Maximum pass thickness (mm) 4 4 4
Weld deposit chemistry - - -
Flux nominal composition N.A. N.A N.A.
Flux trade name N.A. N.A. NA.
POSITION (QW-405)
Position 6G 6G 6G
Weld progression & . R
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) & E -
Backing gas: Type None None None
Flow rate (Vmin) - - 5
ELECTRICAL (QW-409)
Filler metal size (mm) 24 2.4 24
Amperes 93 a8 96
Volts 96 9.9 106
Travel speed (mm/min) 58 54 37
Maximum heat input (kJ/mm) 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
Orifice/gas cup size
Multi/Single pass per side
Peening

Initial/interpass cleaning

Stringer and Weave
9,5
Multiple passes
Not used
Brushing and Grinding

Stringer and Weave
9,5
Multiple passes
Not used
Brushing and Grinding

Stringer and Weave
95
Multiple passes
Not used
Brushing and Grinding

Back gouging method None Nene None
PASS PERFORMED/WITNESSED BY

Welders name A. Sumantri A. Sumantri A. Sumantri
Recorded/witnessed 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

Data entry by A.JH. Roza (IWT/IWI) A.J H. Roza (IWT/AWI)

WeldOffice WPS 2013.02.023
Catalog n° PQDO0012

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

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



8. Airpack Netherlands BV
bt k Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands
' “-.PCIG ASME - Welding parameters - (PQRD Welding Data Record)
Hetherlings UMMM WeldOffice WPS
PQRD number ARL1559-3 Revision 2 Date 29.5.2012

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

WeldOffice WPS 2013.02.023 " oRyig : Software. Alldights reserved worldwide.
Catalog n* PQDO0012 Page 3 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 1X: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) £ 2,57 Sch 408 (@ 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. 1

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. SL0SCTE16T 0

Joint type : Single-V-groove

Welder : A. Sumantri

Date / place of birth : 23-02-1962 / Oost- en West-Souburg
Stamp. No. / ID : W-102 / ID 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

//'-\\

TESTING
H A L Uﬁﬂ 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

/d

mod. $24-R013(11.10)



Rapport/Report
SCHIELAB 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 10x 4 -55 20-43-34 30
Fusion line 10x 4 -55 43-10-34 29
Requirements for size 10x10mm; =19 o A
Requirements for size 10x4mm; Zicld >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 destruclive 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

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

i

bb } A. Karstanje
SCHIELAB

rland B\

Registar

0\

TESTING

H A I. I]EH 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)



Airpack Netherlands BV

Groeneweegje 19 - 26, 4301 RN Zierikzee, The Netherlands

ASME - Welding Procedure Specification (WPS)
WeldOffice WPS

slirpack

Hethedand: IEG———

WPS record number P2500 Revision 3 Qualified to ASME Section IX: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) P-no. 1 Grp-no. 2 As-welded With PWHT
Welded to Carbon steel (P1) P-no. 1 Grp-no. 2 L8 N M. M
Backing: None P-no. Grp-no. Complete pen. 1,50 10,32 - -
32 - -
Retainers Nors Imp;-ict tested 2,58 10,
Notes Partial pen. 1,50 10,32 - -
Fillet welds - - -
DIAMETER RANGE QUALIFIED (mm)
As-welded With PWHT
Min. Max. Min. Max.
Nominal pipe size| nomin. | no max. - l
FILLER METALS (QW-404) THICKNESS RANGE QUALIFIED (mm)
LR : ; As-welded With PWHT
SFA Classification F-no. | A-no. Chemical analysis or Trade name
Min. Max. Min. Max.
GTAW 518 |ERV0S-3 6 1 Lincoln Electric, LNT 25 no min. 10,32 - |
Cons. insert - - - - - None -
Flux - - - - - - None -

WELDING PROCEDURE

Welding process
Type

Minimum preheat/interpass temperaturé€c)
Maximum interpass temperature (c)
Tungsten size (mm)
Tungsten type
Filler metal size {mm)
Layer number
Position

Weld progression
Current/polarity
Amperes

Volts

Travel speed

Maximum heat input (kdimm)
DC pulsing current

Shielding: Gas type
Flow rate
Gas type
Flow rate

Gas type
Flow rate

(Umin)
Trailing:
(Umin)
Backing:
(Umin)
String or weave

Orifice/gas cup size

Multi/Single pass per side

Weld deposit chemistry

Notes

GTAW
Manual
10
223
24
SFAS.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.

Catalogn® WPS00033
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Airpack Netherlands BV

Groeneweegje 19 - 25, 4301 RN Zierikzee, The Netherlands

ASME - Welding Procedure Specification (WPS) PClCt
WeldOffice WPS L

etheriand; I

WPS record number P2500 Revision 3 Qualified to ASME Section [X: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 480 (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 Date

8-6-2012 8-6-2012
nd bv

WeldOffice WPS 2014.01.008 (c) Copyright 2014 C-spec Software. All rights reserved worldwide.
Catalogn® WPS00033 Page 2 of 2




