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MARINE BRANCH
BRANCHE MARINE

STATEMENT OF FACT

[ssued within the scope of the Bureau Veritas Marine Division General Conditions
Delivree dans le cadre des Conditions Generales de Devision Marine du Bureau Veritas

Name of the Company: SEDINA Sp. z 0. o.

The undersigned surveyor to BUREAU VERITAS Poland, acting within the scope of

Bureau Veritas Marine Branch General Conditions certifies that above mentioned Welding

Procedures (WPQR and WPS) for 135 Method — Butt welding have been approved by Bureau

Veritas Poland Ltd.

1. WPS No. 1/135/PC and WPQR No. 3860-SZC-20:

2. WPS no. 1/135/PF and WPQR No. 3861-SZC-20:

Szczecin; 19 October 2020

The latest published Rules of the Bureau Veritas Marine Branch and then General Condition therein are applicable.
La derniere edition des Reglements de la Branche Marine du Bureau Veritas ainsi que les Conditions Generales qui y figurent sont aspplicables.

Toute personne qui n’est pas partie au contract aux termes duquel ce
document est delivre ne pourra engager la responsabilite du Bureau
Veritas pour les inexactitudes ou omissions qui pourraient y etrerelevees
ainsi que pour les erreurs de jugement, fau-tes ou negligences commises
par le personel de laSociete ou par ses agents dans 1'etablissement de
cedocument et dans I’execution des interventions qu’il comporte.

Any person not a party to which this document is delivered may not
assert a claim against Bureau Veritas for any liability arising out of
crrors or omissions which may be contained in said document , or for
errors of judgement, fault neglizence committed by personnel of the
Society or of its Agents in the establishment or issuance of this
document, and in connection with any activities for which it may
provide. :
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[ ‘ Strona/Page:
SEDINA Sp. 2 0.0 INSTRUKCJA TECHNOLOGICZNA SPAWANIA WPS NR: NR : 1/135/PF 1 _
T : WELDING PROCEDURE SPECIFICATION WPS No: ’ Stron/Pages.
[ ‘ 1
[nstrukcja technologiczna Spawanie tukowe w oslonie aktywnych Welding Procedure
1 [spawania: gazéw ochronnych 3 |Qualification Record 3861-SZC-20
Welding procedure specilication Metal Active Gas Weldine No
Wytworca: . Zakres uprawnien: T
2 Manulacturer B 4 Range of qualification: HSRERE DTG
5 IS]).osgb‘pl?}'gotowanla Cigcie termiczne. Szczotka druciana g |Metoda spawania: 135 na podkiadce ceramicznej
| CZyszezema: ) Thermal cutting Wire brush Welding method: (EN 24063/1S0 4063)
Edye preparation and clearinu:
Specyfikacja materiatu L ]
: t. doczol
6 |podstawowego: DH36 10 5;edﬁfufﬂpmy Bw ZBu(llj::rﬁo owe
| Parent imaterial specitication: -
2 Grul_)osc materialu s 11 ?lqczc pr9bndPozyCJa PE- pionowa do gory(EN 287-1)
podstawowezo [mm] spawama: B PF —(EN 287-1)
Puremt eruberal thickness [mm) Test joint/Welding position:
8 Cirupa materialowa: 1.1:12 12 Prad spawania: Staly (DC) ,.+" na elektrodzie
Parent group Al Welding current: DC * +" on clectrode
13 Rysunek zlacza: 14 Kolejnosé spawania:
Sketch of joint: Welding sequence:
4 3 \ a4
f
c 1
1
. b
L7 =<
x 1
2
T(MM) | B(MM) C (MM) a( 9
15 | 2-3 0-1 55-60
15 ] Szezegaly dotyczace spawania: Details of weldin
. Wymiar spoiwa | Naresenie pradu Napigcie luku T Seydlast Fredliost Energia liniowa
Scieg [mm] [A] vl Biegunowosé podawania drutu spawania [kJ/mm]
Laver [)imensiul\.u(' llter Current Voltage Type ofc'urrcm [mlm"‘] [n"“/S] H;al inpun
material Polarity Wire feed speed Welding speed
! 12 100 20 Prad staly 25 1,12 143
2 12 (00 20 Biegunowos¢ 2.7 1,16 138
3 12 [10 20 dagania 2.7 0.8 210
4 1.2 90 19 DCRP 2,0 0,84 1.63
Rodza) spoiwa. oznaczenic EWM SW70S G3 Temperatura podgrzania Nie dotyczy
16 |wytworey: AWS A5 18 ER70S.3 24 wstepnego: None
Type of ller material. manuthcturer: Preheating temperature: ¢
17 Specjalne zalecenia suszenia: Nle}\? otyezy 25 Temperatura migdzy$ciegowa: Max. 200°C
Special recommendation of drying one Interpass temperature None
] CI wg. PN-EN 439 Metoda obrobki cieplnej po )
18 Gaz ostonowy/Topnik: None 26 |spawaniu, temperatura, czas: Nie dotyczy
Shielding gas/Backing/Flux n Postweld heat treatment method, None
time:
Nalezenic przeplywu gazu Szybkos¢ grzania . )
19 lostonowego [I/min}: 18 27 |i chtodzenia: Nie r(qi‘l])"tcyczy
Shielding eas (ow rate {l/min]: Heating and coolinu time:
20 Gaz lormujacy: Nie dotyczy
fockny Rone Informacje dodatko
it o o rmacje dodatkowe:
21 NML‘AL,I"L prchl_\(wn-I gazu Nie dotyczy 28 Additional informations; Mozna stosowac zamylhniki matecialow dodatkowych
lormujacego [I/min]: None
Backin uas flow rate [Vmin]: iski \* nier N
ROdZﬂj Clt‘.kll'()dy . Data. I'IEI.Z\I_‘\"IS}'\CI | deplS ) ﬁ_‘-§ Spa '_. : W
22 |wolframowej/srednica [mm]: L ::):Zczy 29 ng acowujacego technologig i3 c-—— i
T'ype of tungsten electrode/diameter fimin): n:l'f;;:‘":’::vd signature person worl El M H d]mrchef
Data, nazwisko i podpis ~ ——H
23 Zlobienie (szlilowanie grani) Nie dotyczy 30 ?,ulwii:rdznjqccg() [echnologi¢; Tom
Gouging (root grinding). None Date, name and signature person as:cq:nnf
i
hm_‘}xv | o A_ul' uJuunl uu.u,l.ui



Ad. E 4624

WELDING PROCEDURE

QUALIFICATION RECORD
No. 3861-SZC-20

According to Bureau Veritas Marine Branch Rules & Regulations

Delivered to the manufacturer:
Sedina Sp z 0.0.
After execution of the welded test pieces: 1/135/PF
The (date): 07-08-2020 in (location): Szczecin
In the presence of: Tomasz Bany / Surveyor
Belonging to Bureau Veritas:
Region: Poland Centre: Szczecin
which certified that the welding procedure, according to the preliminary welding procedure specification (pWPS) in
annex stated by the manufacturer, has given satisfactory results, in accordance with the requirements of the Bureau
Veritas Marine Branch Rules & Regulations ( NR 216 DT R05 E, Ch. 5, Sec. 4)
Record issued the: 22-09-2020
with the reference documents ( Test No.):
1. Test Report No 689/079/20/T
2. WPS 1/135/PF

Name, date and signature of the authorized examiner and stamp of Bureau Veritas:
|
19 | AO ( oz

Tomasz Bany |/~ [
SURVEYOR /

to Bureau Veritas Szezecin




WPQR No. 3861-SZC-20

LMANUFACTURER'S WELDING PROCEDURE:
VARIABLES DURING WELDING TEST

Type of Steel 1

Type of Steel 2

pWPS No. DH36-15 Parent Material Specification: DH 36 DH-36
Joint Type: Butt weld BW/PF Batch number: 525896 525896
Weld Preparation Details and Cleaning: Machine Steel Group: 1.2 1.2
cutting , grinding, wire brush Material Thickness (mm): 15 | 15
Outside Diameter (mm): n/a | n/a
. . Welding Sequences
Joint Design g =eq
3 4 .
N\ -
'y
__/“‘___h"""'u.w ><—r/\
‘Lc t D
,rb P ~
Run ...l 1 2 - 3 4
Welding Process . .. ...... ... 135 135 135 135
Welding Position ... .. ...._. PE PF PF PF
Autom. Welding - no. of heads . . )
-weaving” .. ..... C - )
- amplitude frequency .
- dwelltime . ... .
Manual Welder or Welding MW MW MW MW
Operator —
Filler metal: Wire (w) or w w w w
Electrode (E) — o R
. . . AWS: A5.18: ER AWS: A5.18: ER | AWS: A5.18: ER | AWS: A5.18: ER
e Filler metal Classification ... .. 70S-6, 705-6, 705.6, 705.6,
EWM Sw EWM SwW EWM SW EWM SW 70SG3
o Type and Trade name . . ... .. 70SG3 | 70sG3 70SG3 -
o Diameter. . . ... ..... ...... 1.2 mm 1.2mm 1.2 mm 1.2 mm
» Conserving/Baking . . ....... o
Auxiliaries :
e Powdery Flux — Classification
- Type and Trade name. - N
« Gas Flux - Classification: 100% CO- 100% CO- 100% co- 100% co.
- Type and Trade name LINDE - o
e Backing - flow-rate I/min . . -
¢ Shielding - flow-rate I/min . . 18 18 8 8
ePlasma................. B |
Tungsten Electr /Type and Size | Al
TypeofCurrent .. .. . ...... DC DC DC DC
Electrode or Wire Polarity . . .. +) ) ) +) o
Current(A). . .............. 100 100 110 90
Voltage (V) . .. ...covvvon .. 20 20 21 19
Pulsed Welding . ........ ...
Execut. speed of a run (mm/s)S 1,12 1,16 0.88 0,84
Wire Feed Speed (m/min) 2,5 2,7 27 20
VxA 1,43 1,38 2,10 1,63
Power in kJ/mm =0,8x
1000 x S(m/s)
Preheat temperature in °C . ... n/a - | ]
Interpass temperature in °C . .. - 180° _175° | 192°
Welding Equip. — Trade mark
-Weldingset..... .... -
Backing Strip (type) ... .....-. I | |
Back chipped groove (gouging,
grinding) .
Post-Heating : No [l Yes[] Temperature °C : Time :
Post-Weld Heat Treatment and/or Ageing : Nold Yes[d Ref: Heating Rate in °C/h:
Max Temperature in °C and Time : Cooling Rate in "C/h: from to
from to

OTHER INFORMATION :

Weaving (maximal width) :

Frequency, temporization :

Torch Angle : 45-50°

Pulse welding details :

Stand off distance : 18-25

Plasma welding details :

Ad.E 4624



WPQR No. 3861-SZC-20
3
Il. TEST RESULTS 5
1. NON DESTRUCTIVE TESTS Performed by Report Nr. and date
Visual Technic — Control Sp. z 0. 0. 689/079/20/T 11-09-2020
Magnetic particie Technic — Control Sp. z 0. o 689/079/20/T 11-09-2020
Ultrasonic Examination Technic — Control Sp. z 0. 0. 689/079/20/T 11-09-2020
2. TENSILE TESTS performed by : ZACHODNIOPOMORSKI UNIWERSYTET TECHNOLOGICZNY
Test specimen 5 Re N/mm¢ | A % | 2% 4
Mark Section dimension in mm Rm N/mm cylindrical specimen only Fracture Location
of test i i REMARKS
specierrslen Transversal, acting on Requirements Base Weld
. Part of
All thickness . 490-620 355 Metal metal
thickness
2/135/PF-1 14,91x2525 | 526 yes ~_no accepted
2/135/PF-2 14,71x25,85 535 yes ne accepted |
3. BEND TESTS performed by : ZACHODNIOPOMORSKI UNIWERSYTET TECHNOLOGICZNY
Mark Specimen ) Direction of bending and section dimension in mm
of test Former F Bend R Bend Side Bend Test acting on REMARKS
specimen _— 4t 'mm ace Ben eserve Ben g
p Transversal Longitudinal | (4"t) Test Test S T—— Sart of thicknoss
2/135/PF-1 - 40 SBB - 15 10 Accepted - 180°
2/135/PF-2 40 SBB s 15 10 Accepted - 180°
2/135/PF-3 40 SBB x 15 10 Accepted - 180°
2/135/PF-4 40 SBB = 15 10 Accepted - 180°
4. IMPACT TESTS performed by: ZACHODNIOPOMORSK! UNIWERSYTET TECHNOLOGICZNY
) . ) Requirements KV J KV 3004
Specimen dimensions : 5x10
Minimal Value -
Average -
Specimen Location KVLJ - Notch Location / Direction
Mark HAZ (VHT)
T. - .
of test o¢ | Width subsize =b Weld metal (VWT) Fosionlina A T REMARKS
specimen Depth below notch = h
Individual Average Individual Average individual Average
1 -20 627 116 177
-20 88,3 94,2 179
71,2 106,7 194
-20 62,7 110 226




WPQR No. 3861-SZC-20

5. HARDNESS TESTS HV 10 :
Test performed yes x no

Maximal acceptable value for multi run weld : 350HV

by : ZACHODNIOPOMORSKI UNIWESYTET TECHNOLOGICZNY

Location of measurements (sketch*) Indentation Row

Results 1/135/PC-1

Base material
(3 spec.)

1: 170,167,161 -1I: 168,163,163

Heat affected
zone (5 spec.)

Weld
(6 spec))

Heat affected
zone (5 spec.)

Base material
(3 spec.)

1: 173,198,219,207,219 - lI: 157,172,192,176,185

1: 170,188,181,189,178,182 - 11:149,149,147,147,148,156

1: 194,209,213,217,197 -I: 188,177,182,170,175

1:167,170171 - 1I: 168,170,167

Location of measurements (sketch*) Indentation Row

Results

Base material

™ 3 spec.
i (3 spec.)
T Heat affected
_ e zone (5 spec.
o e (5 spec.)
| TT ™ 4% 8 12 /s 20 Weld
4 % 15518 =  (Bspec) |
P B i Heat affected

zone (5 spec.)

Base material
(3 spec.)

H=s2

6. MACROGRAPHIC EXAMINATION performed by : ZACHODNIOPOMORSKI UNIWERSYTET TECHNOLOGICZNY

Etching preparation : Adler acid

Magnification : 1,5 : 1

Specimen identification Nr 1: _
Result : Acceptable

Specimen identification Nr 2:__
Result :




WPQR Nr:

7. OTHER EXAMINATION OR TESTS

Annexed Documents |dentification

Name and Signature of Bureau Veritas
Examiner or Test Body

Name and Signature
of Manufacturer’'s Representative

Technic Control Spétka z 0.0.
Report No: 689/079/20/T ( 11-09-2020)

Zachodniopomorski Uniwersytet
Technologiczny
Report

Wps 1/135/PF

7

iy I':\ '[.;
Tomasz Bagy -

Ad.E 4624



Sedina Sp z 0.0.

INSTRUKCJA TECHNOLOGICZNA SPAWANIA WPS NR:
WELDING PROCEDURE SPECIFICATION WPS NO:

111358/ PC Strona/Page:

1

Instrukeja technologiczna
spawania;

Welding procedure
specilication:

Spawanie lukowe w oslonie aktywnych

gazéw ochronnych
Metal Active Gas Welding

Welding Procedure

Qualification Record
No.

3860-SZC-20

Wylworca:
Manutacturer:

Sedina Spzo.0.

Zakres uprawnien:
Range of qualification:

PA;PB;PC.PD;PE;PG

Sposob przygotowania

Frezowanie. Szczotka druciana

. . Metoda spawania: 135 pa podkladce ceramicznej

5 |i czyszezenia: ‘ Milling. Wire brush 9 Welding .“,.[:.od; [()EN 24063/150 4063) !

Eduze preparation and clearing:

|- 6 Spccfy;lllv\'acty:wumlalcnulu Staldokll:')qllo;v: DH 36 10 Rodzaj spoiny: BW zi. doczotowe

p(\d.\l‘l\\'()\\(.:(): _ Grade DH Type of joim: B

Parent miteral specifieation

Grubo$¢ materiatu Zlycze probne/Pozycja .

- -N 287-
7 |podstawowego [mmy]; 15 11 |spawania: PC Pl'(l:a.Sh(‘:) :‘ignr:j((t?:]s; 21;7 D
:' Parent matenial thickness [mm]: Test join/Weldinu position: =

Grupa materialowa; . Prad spawania: s .

8 Parent geoup LL12 12 Welding current: Sla'y (DC) »+" na elektrodzie
DC “ +" on electrode
13 Rysunek zlacza: 14 Kolejnos¢ spawania:
Sketch af joint Welding sequence:
t (mm) b (mm) ¢ (mm) al( )
15 1-3 12 30 - 60
e
A
b | / )
c I~

i

15 f Szezegoly dotyezaee spawania:

Details of welding:

Tvpe ol tungsten clecirode/diameter [mm):

Date, name and signature person w
out lechnalogy:

.. Wymiar spoiwa | \atezenic pradu | Napiecie tuku Rodzs) p rqd‘u( Szybkost s Energia liniowa
Scicg [mm] [A] [V] Biegunowos¢ podawamg drutu przesuwu [K¥/min]
I 1,2 120 18 Prad staty 2,7 1,83 0,94
2 1,2 185 22,5 Biegunowos¢ 5,0 1,86 0,67
_' 3 1,2 190 22,5 dogcmma 5.0 4.79 0,70
| 4.5.6 1,2 186 22,5 DCRP 5,0 4,37/6,03/5,86 0.75/0,54/0,56
7 1,2 177 22,5 5,0 5.93 0,53
8 1,2 194 22,5 5,0 5.83 0,59
9 1,2 190 22,5 5,0 5,22 0,64
I Rodzaj spoiwa, oznaczenie Temperatura podgrzania o
| 16 Wwytworcy: (AWS a3l E,\%v/m.ssl‘ens(l)z?osc-}} 24 wsigpnego: Nie gzlteyczy
Tvpe of filler material, furer; Prehenting
17 Specinine zalecenia suszenia: Nie d'otyczy 25 |Temperatura migdzy$ciegowa: Max. 200°C
Special recommendation of drying INone Interpass temperature: None
Metoda obrébki cieplnej po
18 |Gaz oslonowy/Topnik: Cl wg. PN-EN 439 26 |spawaniu, temperatura, czas: Nie dotyczy
Shieldmy wasBacking Flux: Postweld heat treatment method, None
Ire, time:
Natgzenie przeplywu gazu Szybknsc grzania .
19 |oslonowego [Vmm]: 14 -18 27 |i chlodzenia: Nie gotyczy
Shielding yas ow rate [Vmin] Haating and cooling time il
20 |Gaz formujacy: Nie dotyczy
Backing: None Inf ie dodatk .
py Natezenie przeplywu gazu Nie dotyczy 28 |0 diol:‘l)]:aalfi?orngllionsrowe. Mozna SIU wa¢ zamienniki materialgw
formujacego [I/min]: o 7| dodatkowych
Backiay eas tlow rate [I/min] 3
Rodzaj elektrody Nie dotyez Data, nu;r.\_visku i podpis M
22 |wolliamowej/srednica [mm]: e N‘?n? czy 29 |opracowujacego technologi

. ] Data, nazwisko i podpis W2 L,
Zlabicnic {szlifowanie grani) Nie dotyczy zatwierdzajgcego technologig:
23 Gouging (100t grinding): None 30 Date, name and signr:(ure person wcb?;lj lllgences TO nl % B any
hinalogy "%T’{U‘ w o 1I ff‘\rn‘r

to Bui(.l‘ /utaq Szczecin




Ad. E 4624

WELDING PROCEDURE

QUALIFICATION RECORD
No. 3860-SZC-20

According to Bureau Veritas Marine Branch Rules & Regulations

Delivered to the manufacturer:
Sedina Sp z o.0.
After execution of the welded test pieces: 1/135/PC
The (date): 21-08-2020 in (location); Szczecin
In the presence of: Tomasz Bany / Surveyor
Belonging to Bureau Veritas:
Region: Poland Centre: Szczecin
which certified that the welding procedure, according to the preliminary welding procedure specificétion (PWPS) in
annex stated by the manufacturer, has given satisfactory results, in accordance with the requirements of the Bureau
Veritas Marine Branch Rules & Regulations ( NR 216 DT RO5 E, Ch. 5, Sec. 4)
Record issued the: 22-09-2020
with the reference documents ( Test No.):
1. Test Report No 689/079/20/T
2. WPS 1/135/PC

Name, date and signature of the authorized examiner and stamp of Bureau Veritas:

.

/lCﬂ(/lOIZOZQQ ’

Lf

j 7
[ It /
Tomasz Bany L/
SURVEYOR [

to Bureau Veritas Szczecin |

-



WPQR No. 3860-SZC-20

2
.MANUFACTURER'S WELDING PROCEDURE: 5
VARIABLES DURING WELDING TEST
Type of Steel 1 Type of Steel 2
pWPS No. DH36-15 PC Parent Material Specification: DH 36 DH-36
Joint Type: Butt weld BW/PC Batch number: 525896 525896
Weld Preparation Details and Cleaning: Machine Steel Group: 1.2 1.2
cutting , grinding, wire brush Material Thickness (mm): 15 15
Outside Diameter (mm): n/a n/a
Welding Sequences
Joint Design
RUN G 530 9@ w3t s oo - moms 1 2 3 ~ |ass 7 |8 . 9 i
Welding Process . .. ...... 135 135 135 135 135 135 135
Welding Position . . ... ... ; PC PC PC PC PC PC PC
Autom. Welding - no. of heads . . | -
- weaving® . ... .. -
- amplitude frequency . _ |
-dwelltime . ...... ..
Manual Welder or Welding MW MW MW MW Mw MW MW
Operator - |——— B B -
Filler metal: Wire (w) or w w w w w w w
Electrode (E) | )
 Filler metal Classification AWS: A5.18:ER | AWS:A5.18: ER | AWS: A518: ER | AWS: A5.18: ER AWS:A5.18: ER | AWS: A5.18: | AWS:A518:
e 70S-6, 708-6, 70S-6, 7086, 70S-6, ER 70S-6. ER 70S-6,
« Type and Trade name EWM SW EWM SW EWM SW EWM SW 70SG3 EWM SW 708G3 EWM Sw EWM Sw
"""" 708G3 70SG3 708G3 70SG3 70SG3
o Diameter, ,,..... ........ | 1.2mm 1.2 mm 1.2 mm 1.2 mm 1.2 mm | 12mm 1.2 mm E
» Conserving/Baking . N
Auxiliaries :
» Powdery Flux — Classification
- Type and Trade name,
e Gas Flux - Classification: 100% CO- 100% co- 100% co-, 100% coO. 100% CO- 100% co» 100% co-
- Type and Trade name LINDE | 1
e Backing - flow-rate I/min . .
» Shielding - flow-rate I/min , . 18 18 1 18 18 18 18
ePlasma .. ..... e L . i
Tungsten Electr./Type and Size - | o H
Typeof Current .. ... ...... DC DC DC DC DC DC DC
Electrode or Wire Polarity . . . . (+) +) +) - ) (+) (+)
Current (A), . ..... ... . 120 185 190 186 177 194 190
Voltage (V) . .............. 18 22 22 22 22 22 22
Pulsed Welding .. ....... ...
Execut. speed of a run (mm/s)S 1.83 4,86 4,79 4,37/6,03/5,83 5.93 5.83 5,22
Wire Feed Speed (m/min) 27 5 5 5 5 5 5
VxA
Power in kJ/mm =0,8X —— 0,94 0,67 0,70 0,75/0,54/0,56 0,53 0,59 0,64
1000 x S(m/s)
Preheat temperature in °C ., n/a | R B R -
Interpass temperature in °C . - 150° 133 °160°175° 185°192°172° 149° 160° 175°
Welding Equip. — Trade mark o
-Weldingset. .. ... .
Backing Strip (type) . .. . ... - | I | [
Back chipped groove (gouging,
grinding) .
Post-Heating : NoXI Yes[ Temperature °C : Time :
Post-Weld Heat Treatment and/or Ageing : NoBd VYes[d Ref: Heating Rate in "C/h:
Max Temperature in “C and Time : Cooling Rate in "C/h: from to
from to

OTHER INFORMATION :

Weaving (maximal width) :

Torch Angle : 45-50°

Pulse welding details :

Stand off distance : 18-25

Plasma welding details :

Frequency, temporization :

Ad. E 4624



WPQR No. 3860-SZC-20
3
=
Il. TEST RESULTS 2
1. NON DESTRUCTIVE TESTS Performed by Report Nr. and date
Visual Technic — Control Sp. z 0. o. 689/079/20/T 11-09-2020
Magnetic particle Technic — Control Sp. z 0. 0. 689/079/20/T 11-09-2020
Ultrasonic Examination Technic — Control Sp. z 0, 0 689/079/20/T 11-09-2020
2. TENSILE TESTS performed by : ZACHODNIOPOMORSKI UNIWERSYTET TECHNOLOGICZNY
Test specimen 5 Re N/mm? | A% | 2% )
Mark Section dimension in mm Rm N/mm cylindrical specimen only Fracture Location
of test Transversal, acting on Requirements REMARKS
specimen . e - ,aafael Wet'dl
All thickness thickness 480-620 355 e meta
1/135/PC-1 14,29x25.03 526 | yes no accepted
1/135/PC-2 14.87x25,26 522 yes no accepted
3. BEND TESTS performed by : ZACHODNIOPOMORSKI UNIWERSYTET TECHNOLOGICZNY
Mark Specimen o) Direction of bending and section dimension in mm
of test Former = = R — Side Bend Test acting on REMARKS
specimen o 4 "t"Y 'mm ace Ben eserve Ben
Transversal Longitudinal “ Test Test all thickness part of thickness
1/135/PC-1 40 SBB = 15 10 Accepted - 180°
| 1/135/PC-2 40 SBB 15 10 Accepted - 180°
1/135/PC-3 20 SBB = 15 10 Accepted - 180°
1/135/PC-4 40 SBB - 15 10 Accepted - 180°
4. IMPACT TESTS performed by: ZACHODNIOPOMORSKI UNIWERSYTET TECHNOLOGICZNY
3 ) . Requirements KV J KV 300J
Specimen dimensions : 5x10
Minimal Value =
Average -
Specimen Location KVLJ - Notch Location / Direction
Mark HAZ (VHT)
of test Width subsize =b Weld metal (VWT) FosonTine Fusion 22mm REMARKS
specimen Depth below notch = h
Individual Average Individual Average Individual Average
1 64,4 76,5 218
2 72,8 100 120
69,9 80,4 1773 o=
3 72,6 64,7 194




WPQR No. 3860-SZC-20

5. HARDNESS TESTS HV 10 :
Test performed yes x no

Maximal acceptable value for multi run weld :

350HV

by : ZACHODNIOPOMORSKI UNIWESYTET TECHNOLOGICZNY

Location of measurements (sketch®)

Indentation Row

Results 1/135/PC-1

\‘J'Hsz

Base material
(3 spec.)

I: 138, 157,163 - Il: 154,158,157

Heat affected
zone (5 spec.)

1: 179,192,243,206,225 - 11: 212,208,214,211,218

Weld
(6 spec.)

Base material
(3 spec.)

Heat affected .
zone (5 spec.)

1: 217,210,202,178,202,210 - 11:194,200,197,173,184,168

I: 262,242,274,217,187 -II: 210,213,190,205,189

1: 163,166,164 - II: 162,162,160

Location of measurements (sketch*)

Indentation Row

Results

it ]
vl
T =
_-‘f_ _\-\-\-"'H—.
. ol 15318
| k1 3% 8 12 j+19:20
/ LI\ 15418
LR R e N YE =
| B +18 | 20
l__ii- gz %__"‘—J
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Base material
(3 spec.)

Heat affected
zone (5 spec.)

zone (5 spec.)

Weld
(6 spec.)

Heat affected

Base material
(3 spec.)

Magnification : 1,5 : 1

Specimen identification Nr 1: _
Result :

Specimen identification Nr 2:__
Result : _Acceptable




WPQR No. 3860-SZC-20

7. OTHER EXAMINATION OR TESTS

Annexed Documents Identification

Name and Signature of Bureau Veritas
Examiner or Test Body

Name and Signature
of Manufacturer’s Representative

Technic Control Spétka z o0.0.

Zachodniopomorski Uniwersytet
Technologiczny
Report

Report No: 689/079/20/T ( 11-09-2020)
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