
Tov Th0ringon e.V.
Nolifizierte Stelle nach DruckgorAterichllinie 0090
Notified Body for Pressure Equipment 0090

ZERTIFIKAT _ CERTIFICATE
IM GELTUNGSBEREICH DER RICHTTIN IE 201'/6!/EU ANIIANG I3,1.2
IN TTIE SCOPE OF DIRECTIVE 2014/68/EU ANNEX I 3 1.2

Qualifizierung eines SchweiBverfahrens
Welding Procedure Qualif ication Record (WPQR)

Zertif ikat-Nr./ Certificate No.: 481123084€,122

fiitrw

Z.nmzi(!flrn!6.t.llo / Cqtfi 6.rbn bodr:

H.Bt ld / Manutucix.r:

Eofgrundlag6n / Sp€c1ft rtoB:

Ornrm dcl S.h$,.iBons / Olt ol Nroldlm:

SchwEi8prcr63 / WEldn! proc.ssi

GutGnb.rlova la, SRB - 18103 Nia

OIN EN ISO l56l/t-1i2020 Slutc / lcvel:2

202243.30

ISO 14343-A: G 18 0 Mn

Pr0fst6le / T.d bbd3rory:
RDOn83/22 03rlJ-2?)
RO Dijagnciit. d.o.o.

THURINGEN

l9O aO03: llE (M.blLAldvgssschreiBen m M.ssNdrah6rektrode - H.ndschw.rB.n / MAG wotd n9 wnh
solrd tr16 €leclord6 - manu.l mrdmq )
EiE ldnhEul0hrungtry m / SitEl. si6 Ming .FEn
XehlMhl (Fw), .inli.giges SlhweiSd (gilt lit. Rohre und Bl€chc)
FilLt mld (FW, sanslc layor laycrmbiog (varid tor pips 8nd ptntcs)

N.htlorm / Form ol joint
Grund'der*slor(e) / PaGnl m6te.ia(s)

T sd / lom {a!60.tulol /.x..ded:T Sio& / tom)
SLhl. d.r Una.rgruppc. 4.1 Mch DIN CEN 6OaIR I 5600:2020
St€cl3 lrm slbgDup 8.t .cc. ro O CEtt EOrIR 1560C:2020
G6nH& stenb / w.rd.a 6b.r w Nr 1 4301 e 10 EN 1m23 7 20r 6

Di.le des Grund'i€rlGiofh(s) /
P eni noi.l Uiclness [mml
Dicte des Schw.iBgub / Thickrels ol

Oftnd. diam.ler tnml:
&rendung$6mperatu, /
Applaelion temp.ratr.e I'Cl:

Att &s ZlBaEw€rtstofr6 /

W.rldotl-ilr / Mden,rN. '
Sbndard d*ionalion:'

Von / 1,5 8is/ 6,0

[il, *, schwe,Gsltdrcke / @rdh! deposi rhrckn*s

Roti.rflde Po.hio66n / roarbd potiliont PA, PC: > '150,0
Ard€,l PGit:omn , odEr potitims: > lOO.0
wL Oruhd - !:e. Zu..t r.rbtott i.do.h ctn U.a€r.ts -120l.rt6,-
l. b.r. or llld m.t l cFctiv.ly, bln not lof,lr th.n -'120 Glt6l..
" - 6iehe lolg€nde Seite / 6e6 lollowins pEg€

AO Olrht Lttrod. / AO r.ldins wiE

Sciutzgas / Shielding 9...
Wur:ek huEga3/ B.otint 9ss:

ISO 14t75: 12; CO? G.h.ti / Cq cdr.d: 0, + t,0 % R€tr{v

BE Ei(UI{G I REMARX: HEutile.n orrr Etrf.r*n wn hitchrbn. 0,1% l.dB c.lbst ndt [. .rtord.rt
,.rr6hl.h.d.uL&trhliv.rtnEnrpr0trn!/o.[h.f.t.addo.dlmd.totnoM.ttun0.1%ot4t e.. .ffpon.nr d4. Fl ..{urr . Ermr, Eldhe p.oc.dm brr

Zwi*h.nlagentemperstur / tnt.rpsa6 teDpdature I C
uhlEnal. 6 -EM os ?,t

Schrei8po8ition n / W.ldng pGmon |sO 8!47: PA tw)! Pa {n-vl und / rhd PF (rl

Vo,wa.munq / Preh€t Ohn Vo.raft n! / w hour prit|..t

Sbomarl/ Typ. ol w€ldin9 curerl: Ei + lOC'+'t / O pl!.)

Ws.meeinbringu.q / Heal Inpd [rJ/mm]l
Lichtbog€nart / Type ol arc:

Min.: - Mar-: 031 (Lichthog€o.n.ryic i.rc Gn.rgy)
lso ao6!: Grcairopfiga, tli .oplig.r und imputlg..r.rFrt r W..t*ot0!.6a.o r otobut r,
lPr.y .d pu!4d t'.n.ler (C, I, P)

Oh Wr,'lxEcnb.li.ndlu.! , withou! polt wetd h{r rltln nt
Wtrmenachb.hrndlung /
Posl weld h.al lre.trenl:
gon.lioe Ano.bGn I Otll.r inlbmation: Kshln6mdi.ke / Throat tlickness in. fitrer wetd Imml:

3.0 + 6.0
D{rchrneBsd.lcs Zusat2w€.kloflB / Ohnsr€r o, fiI6l materiat Imml:
1,2 un.l.ndqE g.lnat,.d othsE .cc. ro Dtt{ EN tSO ItB1+1:2020.

udlhffi|ddfud6c|'y.dd
Mffi,''6lu,ndgd,'.h^.Mdu!g',g, o!.r'otn]R{uffi,d €r,15'9Bd.dnc.d.ol..lfu-

Oipl.-lng. D.
Ztnifi zierungsstelle l0t

dc! TW Thodng.n e V. K6n.-l{u
Cerliication Body ,or Prcs3ue

Od / localion: D - Ertun

99096 E tud

Datum &r A6tt tllng

Phon..: 0361/42830
F.r 0361/4263ut2
inlo@l!ev thuennoen de

/ Dale o,$!e: 2022{,5-?l

'Et.r.c tudi.lal€qct zdrwrd.ara v.imdr' / na 6n od,b.l- lyt r,*ndr
orTUV Thonngen e.V Reg



TW thoringon c.v.
Priifl abor fUr Druckgerele
Testang Laboralory of Pressure Equipme

Qualitizierun g eines Schvvei[3yerfahrens
Welding Procedure Qualilication Record WPQR)
P r uf b e r i ch I (Test Report)

TtilW
IHUHINGEN

WPOR-N.. /WPOR-No.:

z.dlf2l.rung6.t.ll. / c.irfaation body

Hardall6r / MEnulactrrar

Pfl grundlrg€n / Sp.cirrcdloc:

Odum d.r Schwti&lng / Dale ot

Schwll0prcz.ss / Weldmg proc€ss:

Seit. / Pag.:
al1/ill0E/A/A Plor-Nr. / Te3t No

Prufgl.lle / T.3l laborrlory
rl)v rho ngGn ..v.
pW6: I

,,EM DlP" d.o.o.

Oulmb.rgov. 'la, SRA.1El03 l{ia
Scnw.llon / w.|dlng loc.tlon: i!.lai, SRB - 18207 M.lC.

DIN EIt ISO latla-l:?o2o Stut /lcv.l: 2

202203-!0

K.hlnahi (FW), einlagiges Sch$!iE .
Flller s.ld (FW) single layer welding

MAG Drahleleklrode / MAG welding wire

rso,1063: Il!
(M6lEll-ahlvoas5chw.iB.n mir Masrvdr6hroloh.odo - H.nd*ta.lBen
olo.lord. - m.nual wlding)
Eanrcldrahl2uluhrun93Eyn.m / single wir. t.edlnq system
Strornquell./ pow.r sourc€: ESAB POWER MIG LA|V a20W

ROOn83/22 (11113-22)
RD Dijagnoslika d.o.o.

MAG @ldn9 with solid wrr6

Narilorm / Form ot jord:

Grundw€.k9ot(e) r Parent male al(s)

T Stoa / brm

W. ltl.. 1.€01 n.ch / .ccnrding to EIt 1002E-7:2016: SctuIL Nr. / hear no: 16t34

!.0Dlck€d Grundwe.kslofl(3) / Parsnl
mat.rbl(6) thickness [mml:

AuBendurcim6asr / Outside diameter
lmml
Art ds6 Zu3alzwerkstoffe6 /

INERTfIL 30', LINCOLN ELEC]RIC BESTER. POL;
O1,2 mm, ScnmeEe Nr./hcal no.: l0276Lg

ISO 1(la3"ArG 18 8 Mn

Schdzga3 / ShleErng gas:
Wur26ls.huEgas Ba.khg 9a6:

ISO 14176: M12 (ArC-2,6); Ga3durchnuarnengc / g.s ttow r.tc: 8 +.!1 t/min
Ohn Unt.rmhl3chutugas / rlthor, bdcilng g.s

MarkenbezechnLrng / Trade name '

Schm,Rpo3h,onen / Welding pGltDn ISO 09a7: PA (n-vt

Voffarmung / Plaheal: Ohm Voritnnuns / without p.ch.ar
ZwEch6nradenr.mo.Etur / litems
rcmprrar,,ilcl
slromad / Typ€ or wElding cunsnt: .i +(Dc"+i / cplu.)

A.rn rlungan / R.m.rls:
_3.hmladdtl lxERIFlr 3t
c.undr. (n.(w, tr. r,4lol tlt

Schf,.6r.. / 6t(br: tgo. Our.nona

h.l Z!L*un! hs.b bl. n2OC nkh VdflN W..t.toibut..n

Wdrmeeinbringun8 / Heat inpd lkJ/mml A-0,t10=176A;LJ=240V t=35.0cm V-33,3 cm/ml.:q=OA)

Lichbog.nai / Type ol aic: tSO 4ogi: t tntroptig.r W.rtdonobcrg.ng /.pray transr.r {S)

Warmenachbehandl!n9 /
P6l w6ld h€al tr€6lme.t Ohne Wtrm..ichbcha.dlung / withori pon w.ld ieat tre.tm.nt

tur s.hml&u.rt2[d$on. M 011.3.0a 10.2010.nfthdb.r h.rrb brs -196 c nrch E{ 1002&7i2016. weh.r€ l{ur2u.odE*r wI'oR unten.lm c h.r.b brt,196 c 
'st 

m,t
Xund. od.r Pr!t.l.ll. ru v..einb...n wlG lllEiTFrL 3O7 h.!.pprov.t do*n ro -t2OC

w N..1.t3ol is rppflc.bt. danto-196.c &codlngroE loo23-7r201G.Furth.r ut.ol0 .
.ccordlng ro vrr'n)v w.rh onbEr.r rrlr3.hr.rBzu*r.Erkn.fl. Nr 0112a m

!!PQR r.lo* -120!C down ro -196"c I. ro b. .gred eith by)crEln / (omp*.nr aody

md.i D.odrbi A,'r.dei!.i 6'd.d!r /c.in.dhn6

Olt/ Localion: SRA - Belgrad Oatum d.r ArrsBtolung / Oate orissue 2o22i..zo /dL."y'r,Z
lng. M. xovaa.vit

Prur€r d6s Pri,naboB riir
M

.l



TUv Th0ring€n e.V.
Pril'f labor tirr Druckoerdle
Testjng Laboralory ol Pressure Equipment T.iYW

ZERSTdRUNGSFREIE PRDFUNGEN / NoNoESTRUcTIvE EXAMINATIoNS

Pnjtue 6h.e.[e6tino P.ocedure AnforderunO / Requ{eneni
otN EN lso't7637,
OIN EN ISO 11614n, P*t/ pt 7.5 Repon No. / Bericht Nr:ROD-lll/z?

Durchsrrahlungspditun9 i RT

Ultaschallprutuoo / UT

Falbeindringpr0lung / PT DtN EN tSiO 345?-1,
DIN EN ISO 1561+'l, Ptt/ pt.7.5 Report No. / Seriohl Nr:RDD-i63/22

Maoneloulverrruf uno / MT

ZUGVERSUCH /TENSILE'TEST N EN,1136

AIEGEVEFSUCH / EENO TEST EN ISO5I

KERBSCHLAGAIEGEVERSUCH / IMPACT TEST EN tSO 9016

SCTIWF SSGUTANAI YSE, WELO METAL ANALYSIS

re EN ISO 3651

Ha.t6p itung/H.rdne.s T$tolN EN rso901'1: nz,/ na, Anltgc NrJAtr..hn{r No.:2 (Repod No. / Bencht Nr: RoD-!.t 2sr2.t )

Makrosef0s€ / Mrcrosbuclure otN EN 1 7639: d.c.o9bbt , Ant 0. t{rJAi.clmnt iao.: .t 
{Repon No. / ae.icht Nr: RDo-tu/zzt

BEMERKUNGEN / rcm.ltr t hdno'|.

Dl€ Prilhilo.d.rungen t nd o.ttllt. / Ihc te.t requi.nenr! !l. tufiihd.

Od / Pls@: 8R8 - B.oer.d Datlm der Au€siaitung / &t. ot t!.u.ftcer 2022{6-20

ROD-t83/22 0!rr3-22'
Ro Dr{.o.tt. d.o.o.

ln9. it

d6 TUV Thonns
Ttl. 16616r ot th€ LrboEtory of

rct

R.

Anlord.rung/Requitm

TT L e/Sid€ Be.d SB

No (D) Lolmml I No
Aend Elongrrion

No. tnml rcl ut IJI

c S, s

ProOe'Nr./Specime. No.

Probe'Nr /Spec'men No

Keine Ris* / no cracks

Qualifizierung eine3 Sc hureiBve rfah rens
Welding Procedure Qualification Record (WPQR)
P r ii f b e ri c h t (Test Report)
WPqR-Nr /WPQR-No €1|2i,l'+UU Soile / Paq.: 2
Zenifrzidunl6stelle / Cenifcatbn body: ToV Thoing€D €,V, Pl0l'Nr / T.il No
WPS Nt /WPS-No plVPS:3 Pl0fllele / T6l lEb@lory



TUv Thoringen e.v.
Prufl abor {trr Druckgerele
Teslrng Laboratory of Pressuro Equipment

Gef 0geuntersuchung Makro-/ Mikrogefoge
Structure Macro-/ Microstructure

Tulff

WPOR-NI /WPOR No: .fll2r0olE122

Z6.lilizierungsstdle/Ce'tifcalionbodyr T0VTh0ring.nc.V
WPS.NT /WPS-No.: PWPS:3

1

ROO-'|!!/22 03't 1-3-22)
RO Oijasoosuka d.o.o.

,;g"n o.{;

THURINGEN

) Abb. r rsict{saufnahme PB1 sl (V 3 1 )
no.-ta

Abb. 2 ichlsautnahmo PB2 sl (V 3:1)
FehlerfrererNahtau,b€u und €rnwandfreierWuze

F6hl6rfiei6r Nahleufuau und 6ihwendtreierWurzolei

/"b.,141

T

Anhge N!. / Att chm€nl No

Prtbtelle / Tesl Iabor.lory:



TUv Thii.ing€n o.v.
Prfflabor fu r Druckgerele
Testrng Laboratory of Pressure Equipment

HertemGssung / Hardness Test
(Vickers HV'l0)

WPQR.M /WPQR-No

3

aa1t230aaat22
Anlaoe N,. / atbchm.rn No 2

RDD,163/22 (15rrn-22)
RD Di,aqnafi.d.o.o.

tiivw
THURINGEN

Z.nifziqrlslle /Ce.t'f€iion body:

Ermiftluno der Herte (HV'|0)/ Hardness Test DIN EN ISO 9015-l

Prijfbereich: Lag€ d.. Hedceind.iicke @a*.'.d,,,,.^-*rd
E x*.i..,,..-,'..,.'.-.,...
p sa','.rru, -r "-r *9-r

o

z

LaOederHarleerndrJcke R00-163122 R00133/22
PB2

1 G,u.dwerksiotr, unbeeann, obe.ndche 197-201-t9t 198-200-199

2 Grundrerksrot , unboeini . Mine

3 Grundwerksrot , unbeenfr . Obe.freche 198.197.202

Grundwertsbff unbeeinn , Mine

202.201-201

5 Grundwerknott WEZ Nehlober*ne 21-t-242-245

6 G.u.dwe(srofi . WEZ. NahtunieBehe

Grlndwerk6toll wEz. Nahrobereire 238-237-212

8 Grundwerlstotl, WEZ, Nahtu.tersed.

9 Grunr,we.ksloft. WEZ, Wuzdsoe inre.

t0 Gruftiie.brofl, W€2, Wu-r.llage innen

t1

12 SctMeiSgd Geg€nl.g.

r3 Schwei0qut Wuzell.ge 220-219,219 220-219-219

SchweiBOut W0rzelege innen

Anfodorung I Equ*t:
-hur l0r lnlo / only tor lnfo)

!niti
k4"*n

t trl

)\\\

tr



EM DIP d.o.o NiS

,?.
Ntd d ,1!addi ,t d Cl.t 'E

aPlClflxACU tllltOLOOUEZlvAlUVArlJ lpllP!/\rvtlg) Oiol 3

watck, *o.dstr st,'afictttoa tew$)
rEN rSO rtaog-1

Ptd.Y!i,.A$.ntt-1u,., lf, .,lt tt d.. *r
P,'rf,rd(, 6d tud at ihd h.nrlr
VoL 9q. r l..vr/Joor 'rr..nd hn/d

or,!rr. ot Eros 6s!qrl, t'p]t zttro frA \d,P&at M,r'.rt1.l o',r'on.k 1 Xlcrillt a

o.uJr.. n.tjlaL (mlr^rdrra, lrirrr.t! r,6, ,

a,4

a \

Slq.

170.!to a. 0c],!3

1E

P6att zaiw I. tua.^J4 r \dr.rr tmar a.n ,lo[rrf
Anr Wd 8*n , O..iag *a.ng FE, ,rdr1 d ,unl

HLf'{ #Hr.X:, rrr€rlor.r'c B#,'ffitffi;l*;,
:P,*?*#ffi:tr'", rouu,{n iffi-:fl611,'*-*'
Tp v.lf,ri6n.l.a!fibr.aftr r 'F.rtqtq. anErdrar ro6rd/

, l!,],a, Etl(,tdh rD, 5t.. Oar.o anra r,,orwrry.rcr
Fod.o o ftaq.ii/Dodoar, pd.o o rr.re..!u u;ri,ol',r o, 8.cr Gosrr?a!.* ^,' . a.s1 r4a9 orir! -Itt? p..denv.qrcl! ,'i'rap ', 

: Ug.o;,q{n #ds"irrd rg.ll.44q'l. l,npr,n ,p.$ tar? . ?,4,C
N.lridro trgrrYarlrPo!, fi..rfl, I .lilFdrr Fn9r.v.qr.e'-n .t avbta,',(i, tonq,lt,.
il.ri-rr lsh'.l. ob..d. ,," t|r.qCEb.r.W.rd rl., tnr,,*t iaaio, eri*e t
{vtir -unpa!4ur.. rrsrEd./t -, t.dp.t tLt L4hod t
Dlzh. u$.rl,!. 

' 
hr.tt r r',{ernry atd bttry R.t ;) t

Ftl,? l,.t n to.&en.t.adit.n , ht.l{lo?EnEon

2. t E,unhho nody

/c.tsedt$ r,t/ .

,@
diPlh:a 'n, Dr.g.n Mn lAl LwE
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!nspection Gertificate 3.1

Producl Line
Producl
Size(s) mm
Item No.

INERTFIL3OT
,t.2X0015X85300XP

w000283111

THE WELDING EXPERIS'

Lot/Batch 30275549

Class
EN ISO 1a3a3.A: G 13 3 MI'l

LINCOLN
ELECTRIC

Chembal analy.i. (%)

CSr Mn

0.075 0.7t 6.08 o.o22
S

0.012
Ct

tE.5
Nr

,.9
Cu

0.10

Accordrng to EN10204 3 1

0-04

Mech anical te8t6. allweld rietal
TenBile t*tang

According to EN10204 2 2

Cond T

lmpact testing

Cond T p

'c
20

A5

&

emp Rpo 2
'C MPa

m,p0

Rm

630
J

80

Temp

-1m
J

50

the product rdentified above has been r|anutacturcd, iestoct and supptied jn comptiancc wth a cortrlted tSO 9001 Ouatty

Company

LtNcoLt{ ELEclRtc BESTER spofl(A
Z
ooRANtczot{,
oDPOWlEOaAU{OrC

JAIA It3o3|ES|(EOO 19A
6E-200 aE[AllUl
Polsl. .!+ !

GACEET

Pranted

By

Date

Codrut Oa6celu
QA Manager
oecn?/2021

Cert. No

01575265

I mirqr? apEcr^r a((oYs



VdTUV-Kennblatt f iir SchweiSzusaEe
1 H€rstelle/Lieferer
AIR LIQUIDE !\'EIDING FRANCE, OERLtr(ON-Bnrd
mlt Hcdtellenerken geDt0 VdItV Urre IUX)
F 95315 SrlnGoueh l'Aunone

2 Kennblett-

0ll{8.08
loml0

3 Schwe Bzusatz 5

INERTFIL.]07

1vp tN ISO ld|{3-A - G IE E Mn

11 Durchmesselbereich 0,8 bh 2,.1 12 HrlLstoffe EN ISO l{175 - Ml

13 t)16 wEileE Guligkeil wrd ln ds ies€ib l6t En Al,3€6b€ d€. CIROM 'rwsrgnrhgsgeFllte Schweig:6{tze be€chenid

15 Warmebehandl!ng (Wb) nach dem SchwerBen und Werkstofl€

GrurDe / Werkstofl 1 GruD06 / Werkstotf 2 8em

.a Oie Werkstoffeinterlung entspncht ISO 15608 2000

WurzelschweiBbarke( nichgcslBe.

?3 Wandd cke dsr. lE mm Stroma( und Polung C,+

75 Schweil3posiiion nach DIN ISO 6947: Ple PB, PC, Pf,, PF

6 J00 'C

2i H6chste Betriebstemperalur m Langzeitbereich max

-120'C

a Bereci nungskennwert $le Gru[d* c rlutofr

30 Ber E nsa? r. Langze(bereich

31 Korrosionsbesiendigk€it nachg€wiesen nach

32 Bemerkungen
Dai rslna Schw€ll€ur !€3lr2r b.l i. -180rc noch ausEtch$de Zahlgteit.

33 06EEnung.p.$iune6nou..u,d.rGru.dtg6r,6VdrUV-.rrn5t6t15JSMIhRubrit32-am,tung.n-nlchand*.ng.o.b...hrdios
S66iBzuBE urner Belnun! da A.h6Oi I AD6drnn a .,.r OetOe6.rth(hb Er dcn EhEE n.dr t lcfir.r{r.infiib g*ig.6t

34 E,l6ulmngar A..nSd5s
L - l63lngie.e[nr

u. sbC5eh6cld
N,nomrcQluht

S - arannuneemg.gtuht
G . Gr.itsEm Mhu.pot

35

Gefu.ddq.s.Uboi.|8,ri... d'.hi.ihxb'.b.t.n,uchb

1thr.u3o !.r: V.rb.d d.. T0V..V.
Vdhi.b lw{.di G66H, An GEM st in,51105 Xdn - Unt o.tFEiEorp. rf,V Rn 6brd c@p

24

Hochste B€trlebstemperalur m Kurz€itbererch wie Grundwerkstoff, jedoch max

Tiefste Betriebstemp6mlur we Grundwerkstoft. jedoch nrcht lief€r als

@

Erstelltdurch: Ttt pfrt,



outokumpuO MS
DIN

PECTTON CERTIFICATE 3.1Elt 1020{ 3.1

0/A2{0H

i60/sA.2{0u rr A aD. 2019

5{0 000 /001

21 ,0L.2020

L1:

1 (01)

A'24

STPE
sN 1000 0.2 :20L/r,/1.4307, 1.4101

An ,.d .ddut',r €{.M

AD 2000 w2. H10 t lll 1002t-7r2015
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NAZIV DOKUMENTA:
DACUMENI NAME

IZVESTAJ O VIZUELNOM
ISPITIVANJU

TEST VISUAL REPORT

Podaci o Naruaiocu ilhtotn,tion oh the cust.tl1€t

Naru6ilac EM OIP d.o.o

Zahtev od I Claih No. by 06,04.2022,

SRB - Beograd Datum ispitivanja

Radni
nalog: 01143122

Zahtev Narudioca

Mesto: o7.04.2022.

Predmet ispitivanja Uzorak za kvalifikaciju postupka zavarivanja
Test specimen fot welding ptocedure qualification

Oznaka/fab.br.:

Materijal/slandard:

Radna temperalura:

PWPS 3

1.4301 / SRPS EN ''0028-
7:20i6

*3mmDimenzije

Vreme eksploatacije:

Radniprilisak:

Podaci o ispitivanju 1 rsst ptocgdut.

KoriSCena oprema

Osvetljenje:

l\4etoda

MeraC nadvigenja
sava, lupa x 5,

no merilo

650 lx

Obim ispitivanja

Priprema povrsine
Sunaca pt Ntetlon
Temperdtura:

Nivo prihvalljivosli
Accepta@ lavel

100 %

Korisaen pribor:

lspitna strana:
Oulsda4hstde sudace

pomid

llletar

SpolajSnja

SRPS EN ISO 17637:
2017

Fotografije:

SRPS EN ISO 5817:20'15 B"
SRPS EN ISO 15614-1:2017,

Pt.7.5

NE

Ostali podaci /^,ior,
Tip spoia FW, Postupak 135, Poloiaj zavarivanla PB
Typ. ol joirn FW Ptoces. 135, Welding potition PB

,| REZULTAT ISPITIVANJA: REsuLrs oF Ex M/ve?oN
Na zavarenim spojevima nisu konstatovane nepravilnosti prema utvrdenom nivou prihvatljivosti
Unallowable deteds were not tound on the welded joints accotding to actedance level.

Oimenzi.ie zava.enih spoieva su / Dinensions of welded joints arc

Stinat width Visina/He,g,rt
b, mm a, mm

74-PB-A 8,2 4,5
74-PB.B 8,3 4,4

r cwoy{
Radoljub DoSi6, dipl.in:.mas., level ll
No. tND18{1557-R

REVIEWED
41",t, /1, /i , t"

Jovan Rovdanin, did. inz.mas., levellll,
No.8047-5281-1/16

1'

Bez pripreme

20oc

z
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NAZIV DOKUMENTA:
DACUMENf NAME

IZVESTAJ O ISPITIVANJU
PENETRANTIMA

PE,VEIRINT IEST REPORT

v

Podaci o NaruCiocu t tntomanan on rha purchrsat

Nsrudilac:

Zahtev Naruaiocai

EM DIP d.o.o.

Zahtev od I Claim No, by 06,04.2022.

Radni
nalog: 01143t22

Hii1 Ery: 07.04.2022.

Predmet ispitivanja Uzorak za kvalifikaciju postupka zavarivanja
Test specifien tot weldlng procedurc gualiricdtion

Oznakafab.br pwPS 03/22 B*,T:i"' *3mm

Materijal/standard: 1.4-301-/ SRPS EN 10028- Vreme eksploatacrje. Novo/ t elvMet naLstdndsft 7i 2016 s6v.c6 paood

Radna lemperatu.a: r Radnip.itisak:
Wotung !.nrtt.tua ' Wotuhe N.*uE '
Podacio ispitivanju t roi,,@du,
Penekanl FLUXO R ,I25 Osvelljenjel

Obim ispitivanjal

Priprema povrsine

Te m peratu ra:

lspitivanle prema:
Sland..d/Speciflc6ton

Nivo prihvatliivosti:

15 min 100 %

FLUXO R190

24oc

680 lx

Vreme penetdranja:

Odstranjivae:

Razvijaa:

Vreme razvijanj6:

llletoda:

Ne/IVo

FLUXO R175

nm51

SRPS EN tSO 3452-
'l: 2021

SRPS EN ISO 5817:2015 "B
SRPS EN ISO 15614-1:2017, pt.
7.5

Ostali podaci /,vore
Tip spoja FW, Postupak 135, Poloiaj zavarivanja PB
Typo ol ioint FW. Proc6ts 135, W.ldihg poshion PB

1. REZULTAT ISPITIVANJA
RESULfS OF EXAM]NATION

Na zavarenim spojevima nisu konstatovane povrsinske indikacije
No sutace defects were found on the welded joints.

tsptao opetat t 1 E\antned ope.alot

REUEWED
/,t ("*.1, / ,.,

a
Radol j ub OoSii, d i pl. ifi i-masJovan Rovaaoan,dipl.mes-ini., level lll

No. 8047-544&1/17 tND-1&0155SR
t No

BO: 143n2

Dalum:,l9.05.2022.
Date
Strana t oa t

Dalum ispilivanja:

L



NAZIV DOKUi,IENTA:

ZVESTAJ O
METALOGRAFSKOM

ISPITIVANJU
MEf ALLOG RAPHIC f ESf ING R EPORI

Broj: 143122

Dalum: 19.05.2022
Date
Strana 1 od 2
Page of

Udg i tt.ttt/{.'!t

Podaci o Narudioct) t totomanan on the custonot

Naru6ilac

Zahtev Naruaioc€

Mesto

Radni
nalog: 01183t22

13.05.2022

Predmet ispitivanja: Uzorak za kvalifikaciju postupka zavarivanja

pwPs 03/22lntema oznaka:
ldonnficano,

Materijal/standEd

Radna temperStura
WodinE lenQaluo

Dimenzije:

Vreme eksploatacile:

Radni pritisak:

1.4301 / SRPS EN 10028-
7i 2016

I

*3mm

200c

SRPS ISO EN I5614-
l:2017, pt.7.4.3

SRPS EN ISO 17639:
2014

Ostali podaci: /,vor6
Tip spoja FW, Postupak 135, Polq:aj zavarivanja PB

FW, Prcces. 135, PB

LTAT ISPITIVANJA: REsuLrs oF ElaM,NA

REVIEWED
/-({- 'a.../., i,.'

Proba: 74

Ocena/evaluation

Room lempeL

compliant (c)

Uvecank/magnificalion
Nagizanpl e[ched:
VrcmolfioE:
Tempratura,/
Tefipentue:

2,0 x
H20+Hct+HNo3
30s

le

EM DIP d.o.o.

Zahtev od I c,ahn No. by 06.01.2022.

sRB - Beograd Datun ispitivania'

Podacf o ispitivanju trost prccedurc

Koriscena oprema: Uredaj za seaenje / Metoda:
Ecuipnantu:4 Culting machlne r6st metod

Koriacen pribor: Ma5ini zi poliiinje / TemperaturaAccosso,ts Poliahlng machine ronpantue

Priprema povrsine Polirano / Kritenlum pnhvatljivosti
sulace sepaanoD Polished Accoptance tevet

ll

/

'''5t SlikaEiq 1 @jl I
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Broj: 183122

Ginmre-a.io,
Dde

NAZIV DOKUMENTA:

IZVESTAJ O
IUETALOGRAFSKOM

ISPITIVANJU
ME|ALLOGRAPHIC fESTNE REPORT

g
Strana 2 od 2
Page ot

fuoba:74

Room temper.

Ocena/evaluation: compliant (c)

2,0 x
H20+HCl+HNOt
30s

SlikaEig. 2 PB sl2

lzgled makroslruklure poprednog preseka zavarenoo spoja datje na slici br.1 i2. l\,lakrostruKumim ispitivanjem
zavarenog spoja nisu uoa€ni nedozvolieni defekti (ukliucci, zajedi, nalepljivanje, prsline itd.).

The apwarance of macrosTructure of ctoss-section of wglded ioint (test specimen) is shown in fiq. No 1 And 2.
ln mactusttucture of welded ioi arc not touncl unacceftable delects (inclusions, undercuts, lack ot lusbn,
cracks, etc).

REVIEWED
4/,".4uA

o(tt,1o1 Aip.ot;A by:

(Wo,o,
{

t

Jovan Rovaanin,dipl.maS.ini. Radoljub DoSic. dipl in, maS

a

wl

I

Uw C anje /m agnifr c at io n :
Nagrizanje/ etched:
Vrcme/nme:
Temperatua/
Tempercture:

,)



NAZIV DOKUMENTA
AOCUMENT NAME

IZVESTAJ O MERENJU
TVRDOCE

HARDNESS IESIING REPORT

183t22 g
Datum:19.05.2022
Date

Broj: I
{,'idgnostt (a

: Strana 'l od 2
Pa@ ol

Podaci o NaruCiocu tthtomanon onthecustamer

Narudilac: EM DIP d.o.o.
Radni
naloq: 01183122

f-Zahtev Naruaioca
Otdat No.

Mesto:

Zahtev od I claim No. by 06.04,2022.

sne - B*sJ I oatum isfitivan;a ,;.i;i..;;;;.

Predmet ispitivanja: Uzorak za kvalifikaciju postupka zavarivanja
fest

Oznaka,ifab.b. pWPS 03/22

l\4aterijaUstandard

Radna temperatura

Podaci o ispitivanju trest prccedure

l\retoda merenja SRPS EN ISO 6507-
112018

Stanje povrlina

Kori!6ena oprema Vickers HV-30DT
Machines fot Hardness

Obim ispitivanja

Tp sonde Temperatura

Dimenzije *3mm

1.4301 / SRPS EN 10028-
7:20r6

Radni pritisak:

Nagriieno HrO+HCl+HN03
I Etching H2O+HCI+HNo3

ostali podaci/Nor6

1. REZULTAT ISPITIVANJA: REsuLrs oF EXAMlNAroN

Prema skici/
by sketch

2ooc

K.iterijum prihvatljivosti SRPS EN tSO't5614-
'112017, pl.?.4.5

Tip spoia FW, Postupak 135, Poloiaj zavarivania PB
PA

Tadnost merenja:
Measureneal accuQcy

0,01

IZMERENE VREDNOSTI TVROOCE MATERUALA (HV1O) / TEsT FESULIs

Position PB - A

EESiErE
!!Efii

CEE
E

OM

=
11

;

242

245

iEEii$E :i
de-Er$;;

=E

E]
3
-g

1-1 OM

1-2

'1-3

197 5-1 zul
20'l

199

ZUI I 4-1 otV

4-2

4-3

198 7-1 ZUT

10-2

3-1241 OM

197

202

2-2

13- 1

-^;
NlS 220

2't9

2't9

o"Fl
g! 

Hl
EI

5-2

9-'1

9-2

10- 1 ZUT

11

11-3

11-1 [,1s

,,,,22:'YF)

Vreme eksploatacije:

I

I
i

I

i



norti

CSTlxi do o ll07T I{OVTeEOGRAD G.ndleral10 i€lrax

ZVESTAJ O MERENJU
TVRDOCE

HARDNESS TESI/NG REPORI
Strana 2 od 2
Pa@ ot

a's! -r8 e.ral .ddrF9^csuka@gdLan

Position PB - B

1-1

1-2

2-1

)-)
2-3

Skica mernih mestal

Sketch of measuring spots:

Jovan

a- o,- ii.i,r 1-k-.-;r
rnz. mas.

REVIEWED

Rado

234

237

242

E9!!4!l!tr!P!]e,
' Rezdlat ko rolMnia se odnos€ saoo na honl.oli*n Lrzo€rl ' lrvealal 6e ne sme umno2ala be? srBrasoos
'rna .esutls ,pply .nq b co tol lhe cootolled r.npe'rhg Epaa nls no, b. NpDducad ! thoui the cnnseht

Broj:

Datum: 19.05.2022.
Date

g

ZUT 3-1 ot!1 202 7-1 ZUToru '198 5-1

3-2 20'l 7-2200

201 7"3199

ZUIOM 9-1 zur 4-1 orV 1 0- 1

10-2I 4-2

/ '10-34-3

11-1 MS 1 3- 1 [rs 215

11-2 218

1 1-3 13-3 219

l,il

Odovn LbqoEct by

LWettL
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