TUV Thiiringen e.V.
Notifizierte Stelle nach Druckgeraterichtlinie 0090 Tuvg
Notified Body for Pressure Equipment 0090

THURINGEN
ZERTIFIKAT - CERTIFICATE

IM GELTUNGSBEREICH DER RICHTLINIE 2014/68/EU ANHANG | 3.1.2
IN THE SCOPE OF DIRECTIVE 2014/68/EU ANNEX [3.1.2

Qualifizierung eines Schweillverfahrens
Welding Procedure Qualification Record (WPQR)

Zertifikat-Nr./ Certificate No.: 481/230846/22

Seite / Page: 1 Von/of 1
WPS-Nr. / WPS-No.: pWPS: 1 Praf-Nr. / Test No.: RDD-181/22 (1311-1-22)

Priifstelle / Test laboratory:  RD Dijagnostika d.o.o.
Zertifizierungsstelle / Certification body: ~ TUV Thiringen e.V.

Hersteller / Manufacturer: +EM DIP* d.o.0.
Anschrift /| Address: Gutenbergova 14, SRB - 18103 Nis
Priifgrundlagen / Specifications: DIN EN ISO 15614-1:2020 Stufe / level: 2

Datum der Schweilung / Date of welding: 2022-03-30

Schweillprozess / Welding process: ISO 4063: 135 (Metall-Aktivgasschweillen mit Massivdrahtelektrode — Handschweillen / MAG welding with
solid wire electorde — manual welding)
Einzeldrahtzufihrungssystem / Single wire feeding system

Nahtart / Type of joint: Stumpfnaht (BW) und T StoB (T - BW), voll und teilweise DurchschweiBung, mehrlagiges,
einseitiges / beidseitiges SchweiBen ohne / mit Badsicherung, ohne / mit Ausfugen und
Kehinaht (FW), mehriagiges Schweien (glltig fur Rohre und Bleche) / Butt weld (BW) and T
joint (T = BW), full and partial penetration, multilayer, single side / both side welding, without /
with backing, without / with gouging and fillet weld (FW), multilayer welding (valid for pipes
and plates)

Nahtform / Form of joint: IV, Y, U X, 1/2V, 1/2Y, 1/2U, K und / and T StoR / form (ausgefirth / executed: V Stoft / form)

Grundwerkstoff(e) / Parent material(s): Stihle der Gruppe 1 nach DIN CEN ISO/TR 15608:2020 mit Streckgrenze R,.<355 MPa
Steels from group 1 acc. to DIN CEN ISO/TR 15608:2020 with yield point R.;<355 MPa
Geschweillt Stahle / welded steel: S355J2+N (W. Nr 1.0577) acc. to EN 10025-2: 2004

Dicke des Grundwerkstoffe(s) / Von/ 3,0 Bis/ 240

gj.a‘:::t d?:‘sa::r‘?v:gg;::sirg?ékness of gg:} R IBO|s | 240 - Schweillgutdicke / welding deposit thickness. (BW) ~ 12,0 mm
welding deposit [mm]: from: to:

AuBendurchmesser / Rotierende Positionen / rotated positions PA, PC: > 150,0

Qutside diameter [mm]: Andere Positionen / other positions: > 500,0

Anwendungstemperatur / wie Grund - bzw. Zusatzwerkstoff, jedoch nicht tiefer als -20 (-40)**

Application temperature [*C]: as base or weld metal respectively, but not lower than -20 (-40)"*

** - siehe folgende Seite / see following page
Art des Zusatzwerkstoffes / : :
Filler metal type: MAG Drahtelektrode /| MAG welding wire
Werkstoff-Nr. / Material-No.:* .
NonmoRzeoRaIng.{ ISO 14341-A: G 424 M G3 Si 1

Standard designation:*

Schutzgas / Shielding gas. ISO 14175: M21; CO; Gehalt / CO; content: 12,0 + 30,0 % Relativ

Wourzelschutzgas / Backing gas: Ohne / mit Unternahtschutzgas / without / with backing gas; ISO 14175: 1, N1, N2 und / and N3
BEMERKUNG /| REMARK: Hizufiigen oder Entfernen von hochstens 0,1% jedes Gasbestandteils erfordert
jedoch keine erneute SchweiBiverfahrenspriifung / Deliberate addition or removal of no more than 0.1% of
each gas component does not require a renewed welding procedure test

Schweilipositionen / Welding position: ISO 6947: PA (w), PB (h-v) und / and PF (s)

Vorwarmung / Preheat: Ohne Vorwidrmung / without preheat

Stromart / Type of welding current: =/+ (DC"+" | G plus)

Warmeeinbringung / Heat input [kJ/mm]:  Min.: 0,58 Max.: 1,25 (Lichtbogenenergie / arc energy)

Lichtbogenart / Type of arc: ISO 4063: GroBtropfiger, feintropfiger und impulsgesteuerter Werkstoffilbergang / globular,

spray and pulsed transfer (G, S, P)
Warmenachbehandlung / .
Post wekl Feat raatment: Ohne Wirmenachbehandlung / without post weld heat treatment

Sonstige Angaben / Other information: Kehinahtdicke / Throat thickness in a fillet weld [mm]:
Keine Einschriinkung / no restriction
Durchmesser des Zusatzwerkstoffes / Diameter of filler material [mm];: =
1,2 und andere gemiB / and others acc. to DIN EN ISO 15614-1:2020, Abs./sec. M.ﬁ .

stchenlagentemperatm I Interpass temperature [ C|: S 220 (170+50) ! =8N
Gilt fur Schweien in Werkstitten oder auf Baustellen, die der gleichen technischen und qualitativen Uberwachung von EM DIP” d o o. unterliegen / Valid for weldi Qw&wﬁs and oirsites-,

under the same technical conditions and quality control of JEM DIP* d 0.0,
A ungen fir Arbeltsprifung in Ar dungsnorm Uberprifen. [ Reql s for worki ples check inCndnstnwucnm,:-D
Ort / Location:; D - Erfurt Datum der Ausstellung / Date of i |ssue 2022-05-23 .

Dipl.-Ing. D. Aleksi¢

TUV Thiringen e.V. Phone.: 0361/42830 Zertifizierungsstelle fur Druckgerate - " J

Melchendorfer Str. 64 Fax: 0361/428342 des TUV Tharingen e V. Kenn-Nummer: 0 opav

99096 Erfurt info@tuev-thueringen.de Certification Body for Pressure Equipment /
of TOV Thringen e.V. Reg.~No.: gt;gb\’/

* Es sind nur eignungsgeprifte Zusatzwerkstoffe zu verwenden / It is used only tested filler materials

481-230846-22 Rev. 7



TOV Thiiringen e.V.
Pruflabor fur Druckgerate

Testing Laboratory of Pressure Equipment

(1] 434

Qualifizierung eines Schweilverfahrens
Welding Procedure Qualification Record (WPQR)
Prufbericht(Test Report)

WPQR-Nr. f WPQR-No.:

Zertifizierungsstelle / Certification body:
WPS-Nr. / WPS-No.:

Hersteller / Manufacturer:

Anschrift / Address:

Prifgrundlagen / Specifications:

Datum der Schweiung / Date of
welding:

Schweillprozess / Welding process:

Nahtart / Type of joint:

Nahtform / Form of joint:
Grundwerkstoff(e) / Parent material(s):

Dicke d. Grundwerkstoffe(s) / Parent
material(s) thickness [mm]:
AuBendurchmesser / Qutside diameter
[mm]:

Art des Zusatzwerkstoffes /
Filler metal type:

Markenbezeichnung / Trade name:*
Normbezeichnung /

Standard designation:

Schutzgas / Shielding gas:
Wurzelschutzgas/ Backing gas:
Schweilpositionen / Welding position:
Vorwarmung / Preheat:

Zwischenlagentemperatur / Interpass
temperature [ CJ:

Stromart/ Type of welding current:

Warmeeinbringung / Heat input [kJ/mm)]:

Lichtbogenart / Type of arc:

Warmenachbehandlung /
Post weld heat treatment:

Bemerkungen / Remarks:

THURINGEN
Seite / Page: 1 Von/of 2
481/230846/22 Praf-Nr. / Test No.: RDD-181/22 (1311-1-22)
Prifstelle / Test laboratory.  RD Dijagnostika d.o.o.
TUV Thiiringen e.V.
pWPS: 1
+EM DIP* d.o.0.

Gutenbergova 14, SRB - 18103 Nis§
SchweiBort / welding location: Maléa, SRB - 18207 Maléa

DIN EN I1SO 15614-1:2020 Stufe / level: 2

2022-03-30

ISO 4063: 135

(Metall-Aktivgasschweilen mit Massivdrahtelektrode — Handschweien / MAG welding with solid wire
electorde — manual welding)

Einzeldrahtzufilhrungssystem / Single wire feeding system

Stromquelle / power source: ESAB POWER MIG LAW 420W

Stumpfnaht (BW), voll durchgeschweiit, einseitiges, mehrlagiges Schweien ohne
Badsicherung und Unternahtschutzgas, ohne Ausfugen / Butt weld (BW), fully penetrated,
single side, multi layer welding without backing and without backing gas, without gouging

V Stof [ form

$355J2+N (W. Nr. 1.0577) nach / according to EN 10025-2:2004; Schm. Nr. / heat no: 677742
10,0

- (Blech / Plate)

MAG Drahtelektrode /| MAG welding wire

SIDEFIL 1, ERLIKON Wire Processing S.A., GRE; @1,2 mm, Schmelze Nr. / heat no.: 5076233
ISO 14341-A: G424 M G3Si 1

ISO 14175: M21 (ArC-18); GasdurchfluBmenge / gas flow rate: 8 U/min
Ohne Unternahtschutzgas / without backing gas

ISO 6947: PA (w)

Ohne Vorwdrmung / without preheat
max. 170 (80+170)

=/+ (DC“+" | G plus)

Q= 0,78+1,00 (1=155,0+195,0 A; U=22,0+26,5 V; I= ~35 cm; V=~21,0+26,6 cm/min; q=0,8)
ISO 4063: GroBtropfiger Werkstoffilbergang / globular transfer (G)

Ohne Wiarmenachbehandlung / Without post weld heat treatment

Schweier / welder: Radojkovi¢ Milan

**Schweildraht SIDEFIL 1 hat Zulassung herab bis <40'C nach VAdTUV Werkstoffblittern fiir Schwelfzusatzwerkstoffe Nr. 10449.02 09.2008.
Grundwerkstoff 5355J2+N ist anwendbar herab bis -20°C nach EN 10025-2:2004. Weitere Nutzung dieses WPQR unten -20°C herab bis -40°C ist mit Kunde
oder Priifstelle zu vereinbaren (priiffen). / Welding wire SIDEFIL 1 has approval down to 40°C according to VdTUV Werkstoffblatter fiir
Schweilzusatzwerkstoffe Nr. 10449.02 09.2009. Base material S355J2+N Is applicable down to -20°C according to EN 10025-2:2004. Further use of this
WPQR below -20°C down to 40°C s to be agreed with (approved by) client / competent Body. -

Hiermit wird bestatigt, dass die PrafungsschwelBungen in Lt g mit der WPS und den A der vorbezeichneten Regeln bzw, P hweilit und
gepruft wurden. Dia gesteilten Anforderungen sind erflllt. / Certified that test welds were prepared, welded and tested in accordance with the WPS and e / testing
standards indicated above. The requirements are fulfilled. S

Ort/ Location: SRB -Belgrad  Datum der Ausstellung / Date of issue:  2022-05-20 Scr /

The tester of the Laboratory of Preshy
of TUV Thoringen e V.

481-230848-22



TUV Thiiringen e.V.
Priiflabor fiir Druckgerte Tuvgg
Testing Laboratory of Pressure Equipment

THURINGEN

Qualifizierung eines SchweiBverfahrens
Welding Procedure Qualification Record (WPQR)
Prufbericht(Test Report)

Seite / Page: 2 Von/of: 2
WPQR-Nr. / WPQR-No.: 481/230846/22 Prisf-Nr. / Test No.: RDD-181/22 (1311-1-22)
Zertifizierungsstelle / Certification body: TUV Thiringen e.V. Prufstelle / Test laboratory:  RD Dijagnostika d.o.o.
WPS-Nr. / WPS-No.: ) pWPS: 1
ZERSTORUNGSFREIE PRUFUNGEN / NONDESTRUCTIVE EXAMINATIONS
Priifverfahren/Testing Procedure Anforderung / Requirement Ergebnis/Result
. ; DIN EN ISO 17637, 0.B. / acceptable
Sicitprifung VT DIN EN ISO 15614-1, PKt. / pt. 7.5 Report No. / Bericht Nr: RDD-181/22
- DIN EN ISO 17636-1, 0.B. / acceptable
DurchatrahlungaprOfung / RT DIN EN ISO 16614-1, Pkt. / pt. 7.5 Report No. / Bericht Nr: RDD-181/22
Ultraschallprifung / UT - -
o= 7 DIN EN ISO 3452-1, 0.B. | acceptable
Farbeindringpestung /T DIN EN ISO 15614-1, Pkt. / pt. 7.5 Report No. / Bericht Nr: RDD-181/22
Magnetpulverprilfung / MT - -

ZUGVERSUCH / TENSILE TEST (DIN EN 4138: ), Report No. / Bericht Nr: RDD-181/22

Probe-Nr./ | Abmessung Pruftemp. Ruo2 Rpio Rm A Bruchlage Ergebnis
Specimen Dimension | Test Temp. Fracture Location Result
no. [mm] (°C] [N/mm?] | [N/mm?] [N/mm?] [%]
Anforderung/Requirem.: 20 2 470 (-830)
72-1PA 10,0 x 25,0 20 - - 571 - GW/BM e / acceptable
72-2 PA 10,0 x 25,0 20 - - 567 - GW /BM e | acceptable

_BIEGEVERSUCH / BEND TEST (DIN EN 1SO 5173), Biegedorn / Mandrel @ =40 mm (4 x a) , Report No. / Bericht Nr: RDD-181/22

Decklage in Zugzone /Top Layer in Tension: D , Wurzellage in Zugzone/Root Layer in Tension: W, Seitenbiegeprobe/Side Bend: SB
Probe-Nr./ | Biegew. | Bruchbeurteilung Biegedehnung Probe-Nr./ | Biegew. | Bruchbeurteilung Biegedehnung
Specimen Bend Result Elongation Specimen Bend Result Elongation

No. (D} Angle Lo[mm] No. No. (W) Angle Lo [mm] [%]
72-3 PA 180° e [ acceptable - - 72-5 PA 180° e | acceptable - -
72-4 PA 180° e | acceptable - - 72-6 PA 180° e / acceptable - -

KERBSCHLAGBIEGEVERSUCH / IMPACT TEST (DIN EN I1SO 9016) Probenform / Specimen Type: ISO-V-KV 150/5,

Report No. / Bericht Nr: RDD-181/22
Probe-Nr./ Abmessung | Priftemp. Kerblage Werte Mittelwert Ergebnis
Specimen Dimension | Test Temp Notch Location Values avarage Result
No. [mm] ['C] [ [J]
Anforderungen: -20 KVc KVc KVec 2 27J (KVc; EN 10025-2)
72(1,2,3) W 5,0 x 10,0 -20 VWT 0/2 (PA) 120 121 120 120 e /acceptable
72(1,2,3)H 5,0 x 10,0 -20 VHT 1/2 (PA) 131 130 133 131 e /acceptable

SCHWEISSGUTANALYSE / WELD METAL ANALYSIS (%), Report No. / Bericht Nr: -
Probe-Nr./ c Si Mn P S Cr Ni Mo Al
Specimen No.

5-Ferrit im Schweilbgut / 5-Ferrit in welding zone AVS D 63 A (%), Report No. / Bericht Nr: -
Probe-Nr./Specimen No. a-Ferrit Ergebnis / Result

IK-Test Probenpraparation /sample Durchflihrung / test procedure EN ISO 3651-2, Report No. / Bericht Nr: -
Probe-Nr./Specimen No. Ergebnis / Result

- Keine Risse / no cracks -
Harteprifung / Hardness Test DIN EN ISO 8015-1: e / acceptable., Anlage Nr. / Attachment No.: 2 (Report No. / Bericht Nr: RDD-181/22)

Makrogefuge / Macrostructure DIN EN 17639 e/ acceptable, Anlage Nr. / Attachment No.: 1 (Report No. / Bericht Nr. RDD-181/22)
Mikrogeflige / Microstructure DIN EN 17638: n.z./ n.a.
BEMERKUNGEN / remarks: keine / none

Die Prifanforderungen sind erflllt. / The test requirements are fulfilled.
Ort/Place: SRB -Beograd Datum der Ausstellung / Date of issue: 2022-05-20 _ f

Ing. M. Kovacevic
Prifer des Prifiabors fur Druckg

des TUV Thiringen e.V. 499
The tester of the Laboratory of Pressure E |¢9:e_.nt 4
of TUV Thiringen e V. “Ingen®-_

481-230846-22 Rev 7



TUV Thiiringen e.V.
Pruflabor fur Druckgerate Tuvg
Testing Laboratory of Pressure Equipment

THURINGEN

Gefiligeuntersuchung Makro-/ Mikrogeflige

Structure Macro-/ Microstructure
Anlage Nr. / Attachment No.: 1
WPQR-Nr. / WPQR-No.: 481/230846/22 Priif-Nr. / Test No. RDD-181/22 (1311-1-22)
Priifstelle / Test Laboratory: RD Dijagnostika d.o.o.
Zertifizierungsstelle / Certification body: TUV Thiringen e.V.
WPS-Nr. / WPS-No. PWPS: 1

(,:,-., an)

Abb. 1: Ubersichtsaufnahme PA (V 2:1)
ehlerfreier Nahtaufbau und einwandfreie Durchschweillung

481-230848-22 Rev 7



TUV Thiiringen e.V.

Pruflabor fur Druckgerate ruvg

Testing Laboratory of Pressure Equipment _
THURINGEN

Hartemessung / Hardness Test
(Vickers HV10)

Anlage Nr. / attachment No 2
WPQR-Nr. / WPQR-No.: 481/230846/22 Prixf-Nr. / Test No.: RDD-181/22 (1311-1-22)
Prifstelle / test Labor: RD Dijagnostika d.o.o.
Zertifizierstelle / Certification body: TUV Thiiringen e.V.
WPS-Nr. / WPS-No.: PWPS: 1
Ermittlung der Harte (HV10)/ Hardness Test DIN EN ISO 9015-1
Priifbereich: Lage der Harteeindriicke 77 Grundwerkstaff / pasent material

m WarmeeinfluRzane / heat affected zone
Schweifgut / weld metal deposit

®
O
Lage der Harteeindriicke :Rgﬁllﬁ = B?{: :::T 9

1 Grundwerkstoff, unbeeinfl., Oberfldche 157-156-159 -
2 Grundwerkstoff, unbeeinfi., Mitte 165-157-157 -
3 Grundwerkstoff, unbeeinfl., Oberflache 150-155-153 -
4 Grundwerkstoff, unbeeinfi., Mitte 154-157-156 - "
5 Grundwerkstoff, WEZ, Nahtoberseite - 176-178-178 - g
6 Grundwerkstoff, WEZ, Nahtunterseite 173-175-175 - é
7 Grundwerkstoff, WEZ, Nahtoberseite 172-175-174 - g
8 Grundwerkstoff, WEZ, Nahtunterseite 170-173-175 - z:'}
9 | Grundwerkstoff, WEZ, Wurzellage innen - . s
10 Grundwerkstoff, WEZ, Wurzellage innen - - §
1 Schweilfgut Decklage 198-201-203 - .
12 Schweillgut Gegenlage - E
13 Schweillgut Wurzellage 210-211-214 -

14 Schweifligut Wurzellage innen - | 2

1
Anforderung / request:
max. 380 HV10 ‘

481-230846-22



Naziv dokumenta

EM Dl P d N 5 SPECIFIKACIJA TEMNOLOGIJE ZAVARIVANJA (pWPS/WFS)  Broj 1
.0.0. I Weiding Procedure Specification (pWPS)
(EN ISO 15608-1) -
Strana 10d 3
[ WPQR briNo ]
l Oznaka osnovnog materijala/  SRPS EN ISO 10025-2 plota

| Prozvodat/Manufacturer  EM DIP d.0.0. Nis

Farent Matena! Dasignation §355J2+N

|

Prenos dod mat/Mode of Metal Transfer MAG 135 N |
‘i Vrsta spoja | $avaljoint Type and Weid | BW sufeoni“V“ | Debljina materijaia (mm)/Matenal Thickness (mm) 10 \
Type spoj o . .
| Priprema - éidcenje/ Spoljni preénik cevi (mm)/ Outside Diameter (mm) /[
| Pethod of Preparation and Cieaning mehanitka » _ e — _
| N | Polota) zavarivanjaiWelding Position  PA )
P ja (skica)\Weid Preparation Details (Sketch)”
Skica Zijeba / Joint Design I Ras zavara | Welding Sequences
boeba (skica) prema SEPS G0 WG] Torraca buea prwma
605 B60%5
” s D e
. I \\ p N A N
\P' ,’ P \(1 J‘f .
bt V. \'\/'-—‘\ . A
N / ! ' - -— ' T
. e | \OF | |
I . I
B e 18| LT I 1|3
* — s JI- i L3 2 i *
\ - m |
i 2230 | __..l.__L a
Podac o zavarvanjwWeiding Defais
Preénik B [
Brzina Slobodni kraj
pouea | G0 | e | apon | VHOS' | o tcabns | U
Zavar Run m@_’“ i Curmant | Voltage g0l dice zavarivanja toplote
Pmc-a;g Filler (A) Vi cw;,'%m Wire Feed  Run out length/ | Hest input
Material Speed Travel Speed N
1 prolaz | sloj 138 ©1,2 | 150160 22 DC+ 2icm/min | 0,86KJ/mm
2prolaz_lisio] 136 @12 | 180-180 24 D+ 26cm/min | 0,93KJ/mm
34 Hillvsio] = 135 @12 | 180-200 2§ _DC+ | 28cmimin 0,98KJ/mm
56 Vsio] | 136 | @12 180 @ 26 oc+ [ 24cmimin | 1,00KJ/imm
Oznaka | proizvodat dodaincg mai | ENISO 440 G 46 M GISI1 | Ostah podaci . npr /Other information” e g
Fitier Matenal Designal. and Viake _ Sidefil 1 Oerlicon
Posebni zahtevi za sudenje/ ! Njihanje (max §itina prolazal/ J
Any Special Baking or Drying | , Weaving (max wicth of runj
Gas-Topitel: - zaStita/shielcing M21 ENISO 1 Oscnlaoje (amplituda, frekvencije. vreme)/
Gas-Flux  -podiodka/dacking. “re Osoillation (ampiitude, frequency. dwel time) !

Protok gasa. - zastita/shielding
Gas Flow Rate -podlodka/bacxing
" Tip volframove elektrode/prenik:
_Tungsten Electrode Type Si2e
Podaci o Zijeblienjwpodiodka
Detarls of Back Gouging Backng |
Temp. predgrevanja/Prefeal Temp 1]

!

12-15 Umin

Podaci o impulsnom zavanvanju/
Pulse welding defails

' Rastojanje miaznica-racni komad/
| Distance contact tuba/workpiece
' Podaci o zavarivanju plazmom/
. Piasma welding details |
Uglo nagiba gaﬂmihl!Tm:h ang'e !

_Medusiojna temp./interpass Temp
_ Naknadno zagrevanje/Fost heating

| 280°C
I

Temperatura Wmuﬁmm maintenance

ure /

Naknadna termicka obrada |/ starenje/Post-Weld Heat Treatment and/or Ageing /

(vreme, temperatura, metodal Time. Temperature,

Mathod |

brzina zagrevanja | hladenja /~ieating and | Cooling Rates”) |

Za 'pmizvodaca | Man.Jfacturer

dipl.mas.in Dragan Mitic IWE EWE

{ime i potpis / Name ana signature )

o j Datum 2a | Examining body
(.H.,, 2903.2022. Loleoyelorhs 7. 33
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= ERLIKON

WIRE PROCESSING 5.0

QUALITY CERTIFICATE

Product MAG Welding Wire Size(s) mm  @1.20
Trade name SIDEFIL 1
Class. EN 440: G 46 4 M G3 Sil

EN ISO 14341: G424 M G3 Sil

DIN 8559: SG2

AWS/SFAS.18: ER - 70 S6 Quantity @ 1.20/(PLW) 22.680 Kg
Customer OLIMPIA COMMERCE
Atln,
Fax Order

We certify the following properties for the above wire electrodes delivered by us:

Chemical Analysis (%) EN 10204 3.1
Size Batch No C Mn Si S P Ni Cu*
_ (mm) i .
5076233, 5083212, 5128222, 5037232,
506621, 609223, 509022, 510022, 501522,
| 506621, 501823, 501723, 502122, 512612,
01.20 509022, 512612, 508522, 507821, 512323,
(PL.W) 502122, 511421, 511021, 511323, 508321, 0,07 1,43 0,82 0,010 0,011 0,030 0,040
512323, 512521, 513423, 513222, 513012,
| 512962, 512222, 514422, 514322, 513621,
503723, 513322, 505121, 5135322,
/Heat 12

Mechanical tests, all weld metal

EN 10204 2.2

Class. Yield Tensile Elongation Temp. Avg. Impact Shielding gas
Y% Energy
N/mm? N/mm? (1=5d) o J
EN/DIN  >420 500-640 >22 -40 >47 Ar/CO2
Remarks

e The values apply without the copper coating. With copper coating Cu<0.35%

We hereby certify that the product identified above has been manufactured, tested and supplied in compliance
with a Quality Assurance Program that fulfills the requirements of ISO 9001/2015.

Company Issued by
Erlikon Wire Processing S.A. T. Katranas
Thessaloniki Plant -Greece Telephone

00302318605633

Date Cert. No
02.03.2022 51.03.22

O

Function

QC Manager
Fax
0030231072228

d

L

M



VdTUV-Kennblatt fiir SchweiBzusitze

1 Hersteller/Lieferer:

ERLIKON WIRE PROCESSING S.A.
Ag. Panteleimon, N. Santa - Kilkis
61100 Kilkis, Griechenland

<o

2 Kennblatt-
Nummer
10449.02
09.2009

Schweillzusatz: Drahtelektrode

5

Marke: SIDEFIL 1

Angaben

des

Typ: ENISO 14341-G 3 Si |

Hersteliers

11 | Durchmesserbereich: mm| 12

0,8 bis 1,2

Hilfsstoffe

ENISO 14175-C1, M 21

13

Die weitere Gultigkeit wird in der jeweils letzten Ausgabe der CD-ROM ‘TUV-eignungsgeprifte Schweilzusétze' bescheinigt.

Warmebehandlung (Wb) nach dem Schweilten und Werkstoffe

Pos | Wb Gruppe / Werkstoff 1

Text Gruppe / Werkstoff 2

Ciruppe 1.1

Gruppe 1.1

Gruppe 1.2

Gruppe 1.2

Gruppe 1.3 (ReH max 380 MPa)

Gruppe 2.1 (ReH max 380 MPa)

U
S
6]
S
U
L

L

Gruppe 3.1 (ReH max 380 MPa)

ey
[e2]

Die Werkstoffeinteilung entspricht ISO 15608:2000

Wurzelschweilbarkeit. nachgewiesen

Wanddicke: max. 30 mm

24 | Stromart und Polung: G+

Schweillposition nach DIN ISO 6947. PA, PB, PC, PE, PF, PG

Hdéchste Betriebstemperatur im Kurzzeitbereich wie Grundwerkstoff, jedoch max.:

450 °C

Hoéchste Betriebstemperatur im Langzeitbereich max

e

Tiefste Betriebstemperatur wie Grundwerkstoff, jedoch nicht tiefer als:

-2(°PC(CO2), 40°C(M 21) °C

Berechnungskennwert:  wie Grundwerkstoff

Bei Einsatz im Langzeitbereich:

ABIBIB|N|B|R|B| N

Korrosionsbestandigkeit nachgewiesen nach:

5

Bemerkungen:

(1) Warmebehandlung S: StE 315 und StE 355 nur M 21
(2) StE 380 nur M 21

Die Eignungsprifung erfolgte auf der Grundlage des VdTUV-Merkblattes 1153, Soweil in Rubrik 32 - Bemerkungen - nicht anders angegeben, ist dieser
Schweizusatz unter Beachtung des Anhangs | Abschnitt 4 der Druckgeraterichtlinie fiir den Einsatz nach Druckgeriterichilinie geelgnet

Erduterungen: A -angelassen
L - Isungsgegliiht
u. abgeschreckt
N - normalgegliht

S - spannungsarmgegliiht
St- stabilgegliint

U - ungegliiht

V- verglitet

W - weichgegliht G+ - Gleichstrom Pluspol
G- - Gleichstrom Minuspol

W - Wechsalstrom

Erstelltdurch: TUV NORD - Region Essen

vorherigen Zustimmung des Herausgebers vorbehalten

Die Vervielfatigung. die Verbreitung, der Nachdruck und die Gesamtwiedergabe auf fotomechanischem oder ahnlichern Wege bleiben, auch bel auszugswemser Verwertung, der

*) Herausgeber: Verband der TUV e.V.

Vertrieb: TUV-Media GmbH, Am Grauen Stein, 51105 Kain -

Untemehmensgruppe TUV Rheinland Group




| NAZIVDOKUMENTA:  [Broj: 1812 [[ o = |
| DOCUMENT NAME " No. . % |
| i
!

doe

agnostika IZVESTAJ O VIZUELNOM  pgre i
TES!!'SEEI-L]J\;?I;‘;EORT | Srranatiec 1 TABOPATOPUIA
| . o A e
| -
Podaci o Naru&iocu / information on the Customer
— [ Radni
Narucilac: 'EMDIP d.o.o. nalog: | 01181/22
Customer f o o
Zahtev Narucioca: | zahtev od / Claim No. by 06.04.2022.
k. I R I . .
Mesto: SRB - Beograd - Datum ispitivanja: 07.04.2022
Place ' Test date. T '
Predmet ispitivanja: Uzorak za kvalifikaciju postupka zavarivanja
Object to be tested Test specimen for welding procedure qualification
Oznaka/fab.br.: " Dimenziie:
Identification [PWPSOUZ2 | jeene  |M0Mm ~
Materijal/standard: S355J2+N / SRPS EN ' Vreme eksploatacije: |
Materlstancard | 10026-2:2020 | Servie perig | Novel New
Radna temperatura: : / ' Radni pritisak: /
Working temperature Working pressure
Podaci o ispitivanju / Test procedure
. Merac nadvisenja Lo
Kori&éena oprema: | 8ava. lupa x 5 Obim ispitivanja: 100 %
Eguipment used 2 p s Scope of testing L
__pomiéno merilo | (E— N——
Koriséen pribor: | Priprema povrsine: .
Accessories . 1 Metar | Surface preparation | i prlp_reme _
Ispitna strana: & Temperatura: 0
Outside/inside surface Spoljstnie Tempfrature | zoc R
R . . . .y SRPS EN ISO 5817:2015 "B"
lumination Acceptance level pt. 7.5
Metoda: SRPS EN ISO 17637:  Fotografije: 'NE
Test metod 2017 Photos

! Tip spoja BW (V), Postupak 135, Polozaj zavarivanja PA

i podaci /Ni
Ostall padac! 7ots Type of joint BW (V), Process 135, Welding position PA

:

REZULTAT ISPITIVANJA: RESULTS OF EXAMINATION

Na zavarenim spojevima nisu konstatovane nepravilnosti prema utvrdenom nivou prihvatljivosti.
Unallowable defects were not found on the welded joints according to acceptance level.

Dimenzije zavarenih spojeva su / Dimensions of welded joints are:

Polosa zavarivania Lice 1/Face1 Koren/Root
) zavarlvania "siinal width | VisinalHeight | Sirinal Width | Visina/Height
Welding position; b, mm h, mm b, mm h, mm
72- PA 18,7 1,9 42 04
~ Kontrolisao / Operator: E' 23 ¥ ;[_Odobri_ngppmved by: B
| WA, €
? — G
Jovan Rovéanin, dipl. inz.mas., level lll, - Radoljub Dosi¢, dipl.inz.mas., level Il

No. B047-5281-1/16 | No. IND-18-01557-R

REVIEWED
/{‘/‘Z‘J‘%{/H’Z 7



| NAZIV DOKUMENTA: | Broj:  181/22

| DOCUMENT NAME No.
{4({ 207 |

Datum: 19.05.2022.

tjagnostika IZVESTAJ O RADIOGRAFSKOM | Date 0‘,“5‘5
¥ ISPITIVANJU | Strana 1 od 1 .
RADIOGRAPHIC TEST REPORT ' Page of !f;‘jgfl’;}:;m
| SOAEC 17025
Podaci o Naruc¢iocu / information on the Customer
Naruéilac: . Radni nalog:
Customer 1 EM DIP d.o.0. Job order 01181122
Zahtev Narucioca: '
e | Zahtev od / Claim No. by 06.04.2022. |
Masto: SRB - Beograd Datum‘lspltwanja: 07.04.2022.
Place | Test date.

Predmet ispitivanja: = Uzorak za kvalifikaciju postupka zavarivanja

Object to be tested Test specimen for welding procedure qualification

Oznaka/fab.br.: Dimenzije:

identitcation - PWPS 01/22 | Bamension ’ ~#10mm _
Matenjaiistandam S$355J2+N / SRPS EN Vreme eksploatacije:

Material/standard 10025-2: 2020 Servioe parisd Novo/ New

Radna temperatura: ' Radni pritisak: /

Working temperature Working pressure

Podaci o ispitivanju / Test procedure

Koris¢ena oprema: Obim ispitivanja:
Equiamant b ‘ Rendgen ERESCO 300/5 | Scope.atissting 100%
Koriésen pribor: / Obrada filma: Ruéno
Accessories | Film processing . Manual
Tehnika prozracavanja Single wall penetrantion Tip filma: AGFA D5
Exposure arrangements | (ISO 17636-1 p.7.1.2fig.1)  Filmtype _
Rastojanje izvor/film: Tip folije:
_ Source surface distance | 600 mm_ | Screen type | Pb0,1/0,1
Vreme ekspozicije: : IKS:
Exposvoine. _ 3,0 min il | 13 FEEN
Klasa postupka: B Gustina zacrnjenja: | > 9 3
Test category | | Density [~ ™
Aktivnost-struja/napon: Temperatura: 0
Activity-current/ivoltage | 160 kV/ 5 r_nA _ | Temperature | 21°C o
Metoda: | SRPS EN ISO 17636-1: Nwo pnhvaﬂjwosh ISO 15614-1:201 7,
Test method 2014 Acceptance level pt. 7.5

Ostali podaci /Note |

! Tip spoja BW (V), Postupak 135, Polozaj zavarivanja PA

| Type of joint BW (V), Process 135, Welding position PA

1. REZULTATI ISPITIVANJA: RESULTS OF EXAMINATION
Pojedinacni rezultati ispitivanja dati su u tabeli: The Test results are shown in table:

Broj IKS

nalaza | QI Parametri nalaza /ndication parameters
Oznaka pozicije Indicat N - Napomena
Mark positions —L—'m Br. Oznaka Lokacija Duzina Veliéina Prihvatljivo Note
No. No | Identification | .o oo, |  Lenght Size Acceptable
| 72-PA - | W14 BN / / / 1-Dal Yes |

Zavareni spojevi nemaju nedozvoljenih greSaka. The welds do not have unallowable defects.

3 Ispm\.raoa‘gFramr o --{..__ L 2]
,; } TX .

/a“ "7'5("7 ]

| Odobrio / Approxed by
| ﬁ%ﬂu

Zoran 2 Zagorae inz. m‘éé Jlevel Il No.
Z-SC-25860/RT2

' No. IND-18-01556-R

" Radoljub Dosi¢, dipl inz.mas{level

REVIEWED

/’f’c/; '-"’{" ’({:/ z.

A



| NAZIV DOKUMENTA: 1 Broj:  181/22 r 4 1]
/_\ DOCUMENT NAME | No. | e |
) oY 1ZVESTAJOISPITIVANGU  pfim 1092022 1
¥ PENETRANTIMA ETETTE | ’
PENETRANT TESTREPORT oo of | 1i‘£éjﬁﬂi,ﬁ§:if‘e |
Podaci o Naruéiocu / Information on the Purchaser
T Radni
blarciee: EM DIP d.o.o. nalog: | 01181/22
Uanimer Job order
Aty Nacoctons: Zahtev od / Claim No. by 06.04.2022.
er No.
Mesto: ' ) L - Datum ispitivanja:
s SRB - Beograd St 07.04.2022.

Predmet ispitivanja:
Object to be tested

Uzorak za kvalifikaciju postupka zavarivanja
Test specimen for welding procedure qualification

Oznaka/fab.br.: | Dimenzije:

Identification | pWPS 01/22 | Deensions. | #10mm
Materijal/standard:  S355J2+N / SRPS EN ' Vreme eksploatacije:
Watrlstandars | 10025.2:2020  sovcwparioa | NOVOl New
Radna temperatura: / - Radni pritisak: ¥
Working temperature Working pressure |
Podaci o ispitivanju / Test procedure
Penetrant: ' FLUXO R 125 | Cvptiane: 680 Ix
g T T p——— Obim ISoTvarT . :
_Pentration time I 18D | Scope of testing { 100%
QOdstranjivac: ! Priprema povrSine:
Remover | FLUXORI%0 _ Surface preparation . Ne/No
Razvijat: Temperatura: 0
Developer [ FLUXO R175 | Temperature | 24°C
Vreme razvijanja: 15 min Ispitivanje prema: /
Development time | | Standard/Specification | )
: 3 - g SRPS EN ISO 5817:2015 "B"
Metoda: SRPS EN ISO 3452-  Nivo prihvatljivosti: .
Test method 1: 2014 Accopiance fevel SRPS EN ISO 15614-1:2017, pt.

7.5

Ostali podaci /Note

Tip spoja BW (V), Postupak 135, Polozaj zavarivanja PA

Type of joint BW (V), Process 135, Welding position PA

1. REZULTAT ISPITIVANJA:
RESULTS OF EXAMINATION

Na zavarenim spojevima nisu konstatovane povrsinske indikacije.

No surface defects were found on the welded joints.

Ispitag-eperater / Examined operator:

] ) ?Oﬂébﬁo!ﬂ;ﬁprﬁ by:

' Radoljub Dosi¢, dipl.inz.ma
| IND-18-01555-R

MP
Jovan RovEanin dipl.mas.inz., level lIl,
No. B047-5448-1/17

S tevel Il No.

REVIEWED

folcseloe s

w4
€ .



| ' Broj;  181/22 |
' NAZIV DOKUMENTA: ~_No. | | e

doo | DOCUMENT NAME  Datum: 19.05.2022. | | s
nagnostika .~ 1ZVESTAJ O ISPITIVANJU . Date | 01512
ZATEZANJEM | Strana 1 0d 1 St
TENSILE TESTING REPORT | Page of A g(r&m}ng,&}bg
Podaci o Naruéiocu / information on the Customer
G Radni
Naruzilac: EM DIP d.o.0. nalog: = 01181/22
id _ ) - Job order
Zahtev Narucioca:
B il | Zahtev od / lem No. by 06.04.2022. - |
Mesto: SRB - Beograd Datum’lspltwanja: 13.05.2022.
Place Test date.
Predmet ispitivanja: = Uzorak za kvalifikaciju postupka zavarivanja
Object to be tested Test specimen for welding procedure qualification
Interna oznaka: . Dimenzije:
dentiation |paPSOI22 Omensions s D
Materijal/standard; S355J2+N / SRPS EN Vreme eksploatacije:
Marerfa.-iilstandard - 10025-2: 2020 | Qefvige_geﬂpdp . Novo/ New
Radna temperatura: Radni pritisak: /
Working temperature | Working pressure |
Podaci o ispitivanju rest procedure
Koriséena oprema:  Univerzalna kidalica/ Metoda: i
Equipment used ‘ Breaking machine | Test metod | SRPS EN ISO 4136:2013
Koris¢en pribor: | / Temperatura: 20°C
Accessories | B Temperature ) |
Priprema povréine:  Masinska obrada/ gn’_‘;i’gmosti_ SRPS EN ISO 15614-1:2017,
Surface preparation Machine processing Acceptance level : pt.7.41
Ostali podaci: Tip spoja BW (V), Postupak 135, Polozaj zavarivanja PA
Note Type of joint BW (V), Process 135, Welding position PA
1. REZULTAT ISPITIVANJA: RESULTS OF EXAMINATION
Napon tedenj Silaizmerena  Zat Cvrstoéa @
© E a.% i o & | Yield strenght' Maximum load Tensile strenght Izdu:!t_enl:ﬁ E g
8 38 S§. 528 ReoaN/mm? Rm (N/mm?) Eongation B
§t| S § g g g g Zahtev Zahtev Zahtev 2y
gi © Criterion Fm (N) ___ Criterion Criterion i} £
: 470+630 20% s
Pukla u OM /
72-1 PA 10,0 x 25,0 i 142700 = 570,80 - el ol
Pukla u OM/
72-2 PA | 10,0 x 25,0 - 141700 = 566,80 - Cracked in BM |
Kontrolisao / Operator: ] R | Odobrio / Approved by

Rrossi Cﬁ-’&?@a@}/

Jovan Rovéanin,dipl. mas.inZ. Radoljub Dosi¢, dipl.inz.mas.

REVIEWED

)’ r _'_:‘ . )
f":_"é':‘ff e L4



........................ ‘|__ + Broj 181 /22
' NAZIV DOKUMENTA:  No. e
0 | DOCUMENT NAME - Datum: 19.05.2022. e 5
pagnostika | 1ZVESTAJ O ISPITIVANJU | Date asiz ||
SAVIJANJEM ' Strana 1 od 2 e |l
| BEND TESTING REPORT Page  of SAUCTHTHBA'SE |
| ISOAEC 17025
Podaci o Naruéiocu / information on the Customer
. Radni
Narucilac: ' EM DIP d.o.o. nalog: | 01181/22
Customer | Job order
Zahtev Narucioca:
Order No Zahtev od / Claim No. by.06.04.2022. B B
Mesto: SRB - Beograd Datum.|sp|t1vanja: 13.05.2022.
Place Test date.

Predmet ispitivanja:

Uzorci za kvalifikaciju postupka zavarivanja

Object to be tested Test specimen for welding procedure qualification test

Interna oznaka: Dimenzije:

Identification | PWPS 01722 | Dimensions #10mm -
Materijal/standard: ~ S355J2+N / SRPS EN Vreme eksploatacije:

Mareﬁavjsfandard - 10025-2: 2020 | Service period “NOVOI Now -
Radna temperatura: Radni pritisak: /

Working temperature Working pressure
Podaci o ispitivanje / rest procedure
Koriséena oprema:  Univerzalna kidalica/  Metoda: :
Equipment used ~ Breaking machine | Test metod . SRPS EN ISO 5173:2013
Korigéen pribor: Trn 240 mm, Temperatura: 20°C
 Accessories ~ Oslonci 850 mm | Temperature | - B
Masinska obrada/ Kriterijum SRPS EN ISO 15614-1:2017,

Priprema povrsine:
Surface preparation

prihvatljivosti:

Machine processing Rocentanos fes) pt7.4.2

Ostali podaci: /Note

Tip spoja BW (V), Postupak 135, Polozaj zavarivanja PA
Type of joint BW (V), Process 135, Welding position PA

1. REZULTAT ISPITIVANJA: RESULTS OF EXAMINATION
Preénik trna: 40 mm
Ugao
s savijanja IZGLED PRELOMA
1 . . Angle of FRACTUR.

o8 N>dq ! y Ispitivanja ® | [ Naprslinai | & =
b 6.? o 'g o8 | Lﬂ}enﬂm Method PP o E g | Greske | T - gredke E ()
x> agzs | et - a8 cd = ; roska i e £ g

33 i testin oY S§ a Lokacija korena oroznost | Veézivanja | g
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Podaci o Narué&iocu / information on the Customer
N silac: Radni
arucriac. EM DIP d.o.0. nalog: 01181/22

Castmer B B - Job order

Zahtev Naruéioca:  zantev od / Claim No. by 06.04.2022.

Order No. .

Mesto: SRB - Beograd Datum ispitivanja: 13.05.2022
Place Test date: 9. 3
Predmet ispitivanja: Uzorak za kvalifikaciju postupka zavarivanja

Object to be tested Test specimen for wefding procedure qualification

Interna oznaka: Dimenzije:

Identification | pWPS 01/22 - l | Dimensions ¢1 Omm
Materijal/standard: ' $355J2+N / SRPS EN Vreme eksploatacqe

Materalstandard 10025-2: 2020 Servicoperog  NOVO/ New

Radna temperatura: / | Radni pritisak: /

Working temperature | | Working pressure

Podaci o ispitivanju / Test procedure

Koris¢ena oprema: Metoda:
_Equipment used GHARPY !__I?ﬁf_mﬁmq ________________________________ SRPSEN ISO 901 6 201 3
Koris¢en pribor: / | Temperatura: 20°C

Accessories | Temperature

Priprema povrsine: ' Nivo prihvatljivosti: SRPS EN ISO 15614-1:2017, pt.
Surface preparation ; Bruseno / Brushed Acceptance level 7.4.4,

Ostali podaci /Note

Tip spoja BW (V), Postupak 135, Polozaj zavarivanja PA
Type of joint BW (V), Process 135, Welding position PA

1. REZULTAT ISPITIVANJA: RESULTS OF EXAMINATION

NAZIVNA ENERIJA/ZAREZ: KV 150/5

Ispitna temperatura: -20°C

Nominal Energy/Notch: KV 150/5 Test temperature:  -20°C
S : Zilavost, (J)
E ;! "E $3§ § epruvete Presge $ npec () o hapomena
c S €37 specimen [em?] Zahtev Izmereno Average value Note
o0 &£ 338 —-2-?—8-”-;5-;’— Area | Criterion = Measured
3 3 R -20°C -20°C
72-1W  pp VWT02 04 Min 27 120 /
7222W  pc VWT 02 04 Min 27 121 120,33 /
723W| pc  VWTO02 04 = Min27 120 4
72-1H pc VHT1/2 | 04  Min27 | 131 | /
72-2H  pc VHT 1/2 ‘ 04 | Min27 130 | 131,33 /
723H  pc | VHT12 | 04 | Min27 133 | !

~Jovan Rovéanin,dipl.inz.mas.

Napomena:Vrednost u koloni »Izmereno” je vrednost Ispitane epruvete 5x10 preracunata na epruvetu dimenzija 10x10 mm
Note:The value in the column “Measured” is the value of the test specimen 5x10, recalculated as value of 10x10 mm specimen
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Podaci o Naruc¢iocu / information on the Customer:

N ilac: Radni
Bl EM DIP d.o.o. nalog: 01181/22

Customer Jib order

Zahtev Narugioca:  zantey od / Claim No. by 06.04.2022.

Order No . _

Meso: SRB - Beograd Catunyisadivans: 13.05.2022.

lace Test dafe. o

Predmet ispitivanja: Uzorak za kvalifikaciju postupka zavarivanja

Object to be tested Test specimen for welding procedure qualification

Intema .Oznaka: pwps 01/22 D|men2|jet #10mm
_[dentification | ; ___| Dimensions _

Materijal/standard: $355J2+N / SRPS EN Vreme eksploatacije:

Material/standard - 10025-2: 2020 | seniceperiod ) N9vo! Neyv

Radna temperatura: / | Radni pritisak: /

Working temperature | Working pressure | -
Podaci o ispitivanju / rest procedure

Koris¢éena oprema: = Uredaj za seCenje / Metoda: SRPS EN ISO 17639:
Equipment used ' Cutting machine | Test metod 2014

Kori§éen pribor: Masina za poliranje / Temperatura: 20°C

Accessories Polishing machine | Temperature |

Priprema povréine: | Polirano / Knterjum SRPS ISO EN 15614-
Surface preparation Polished prihvatljivosti: 1:2017, pt. 7.4.3

Acceprance level
Tip spoja BW (V), Postupak 135, Polozaj zavarivanja PA
Type of joint BW (V), Process 135, Welding position PA
REZULTAT ISPITIVANJA: RESULTS OF EXAMINAT,

Ostali podaci: /Note

i
L} Proba: 72 |
! Uvecanje/magnification: 2,0 x
| Nagrizanje/etched: 4% HNO3
Vreme/Time: 30s
Temperatura/
Temperature: Room temper.
Ocena/evaluation: compliant (c)

~ Slika/Fig. 1.PA
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lzgled makrostrukture popreénog preseka zavarenog spoja dat je na slici br.1. Makrostrukturnim ispitivanjem

[ Broj: 18122 ||

| Datum: 19.05.2022. ATC

| Date 01512
Strana 2 od 2 NABOPATOPAIA
Page of | 3A MCMMTHBAHE

BOVEC 102%

zavarenog spoja nisu uoteni nedozvoljeni defekti (ukljucci, zajedi, nalepljivanje, prsline itd.).
The appearance of macrostructure of cross-section of welded joint (test specimen) is shown in fig. No 1.

In macrostructure of welded joint are not found unacceptable defects (inclusions, undercuts, lack of fusion,

cracks, efc).
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Podaci o Naru&iocu / information on the Customer

Narudilac:
Customer

Zahtev Narucioca:
Order No.

Mesto:

Place

EM DIP d.o.o.

Zahtev od / Claim No. by 06.04.2022.

SRB - Beograd

Datum ispitivanja:

Test date.

Radni

nalog: 01181/22
Job order
07.04.2022.

Predmet ispitivanja:

Object fo be tested

Uzorak za kvalifikaciju postupka zavarivanja

Test specimen for welding procedure qualification

Oznaka/fab.br.: Dimenzije: -

Identification pPWPS 01"22__ | iremiensions | #10mm
Materijal/standard: $355J2+N / SRPS EN  Vreme eksploatacije:

Material/standard - 10025-2: 2020 - Service period . Novo/ New
Radna temperatura: ‘ / | Radni pritisak: ¥

Working temperature | Working pressure

Podaci o ispitivanju / Test procedure

Metoda merenja:
Procedure

Koris¢ena oprema:
Equipment used

Tip sonde
Type probe

Tacnost merenja:
Measurement accuracy

' SRPS EN ISO 6507-
1:2018

Vickers HV-30DT

Machines for Hardness

/

0,01

Stanje povrsina:

| Surface preparation

| Obim ispitivanja:

Scope of testing

Temperatura:

Temperature

Kriterijum prihvatljivosti:
Acceptance level

Nagrizeno 4% NITAL /
Etching 4% nitric acid

Prema skici /
by sketch

20°C

SRPS EN ISO 15614-
1:2017, pt. 7.4.5

Ostali podaci /Note

Tip spoja BW (V), Postupak 135, Polozaj zavarivanja PA
Type of joint BW (V), Process 135, Welding position PA

1. REZULTAT ISPITIVANJA: RESULTS OF EXAMINATION

IZMERENE VREDNOSTI TVRDOCE MATERIJALA (HV10) / TEST RESULTS

Hi R L A
Eg3%§§§|c gﬁ:‘]} g§|-§§§§|c E ggéiizét g&'
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