
DET NORSKE VERITAS Ref.: ROT 12.028439.15

WELDING PROCEDURE QUALIFICATION TEST
According to (code, standard)

EN f SO'l 561 4-1 :20041 A2:2008

Place and date

Manufacturer's welding procedure No

HM260612-2

Beqq{qtglls lgyglq elg/slqldqrd N.A.
Joint preparation and welding sequence (Sketch) BASE MATERIAL SPECIFICATION AND GROUPING

i _{Z_o eeg, _AlL 9t_ _(9rqqpi !s (:t .s):IZg ese. 4?! ll--- (9reepin g, (1,9)

lf applicable, the following C eq based on ladle analysis is to be calculated:

^ ^ Mn Cr-Mo-V Cur Ni ^.UEq U 6 5 15

. 'rir9
'230m xlo 1

I

L

60'

Ia ,:.__- '

14mm-

P F d àmelèr r??0 mm

Grade C. To Ceq%
0,38x70 0.08

-
WelclincWeErrsrrseeleGel 719 ! 121 Welding position PA SingleJdouble sideQlqlllg $t1g!e sjde

i lvElp I NG coNSU\44E!Es.

Index Consumable(s), trade nameIndgx ] Crcnsumable(s), trade name

A Ëyqnqa Srpglqglgq81MAc
Code designation

EN ISO 17632-A: T46 6 1Ni P M 2 2

B . Hyundia Wire A-2- flqx SOQISI EN 756: S50 3 CS S2Mo

iq
WELDING PARAMETERS

Pass No. lndex

À
B
B
B
B
B
B
B
B
B

1

2
3
4
5
6
7
8
I
10

Diam.
mm

Gas Gas Current
composition L/min polarity

M23* 15 DC-EP
N.A. N.A. DC-EP

N.A. DC.EP
N.A. DC-EP
N.A. DC-EP

628 L 30J
, etc.):

Travel speed Wire feed Heat input
mm/min mm/min kJ/mm

N.A. 1,00
N.A. 1,46
N.A. 1,60
N.A. 2,01
N.A. 2,01
N,A. 2,0',1
N.A. 2,01
N.A. 2,01ii:À: ,:,óa
N.A. 2,01
N.A. 2,01
N.A. 2,01

Amps Volts

f

3,2
3,2
3,2

11 B 3,2
12 _ B L!r2

ther rnformàlio; tweaving. Oacling.

3,2
3,2
3,2
3,2
3,2
3,2

196
520
550
628

25,3
26,9
27,9
30,7
30,7
30,7
30,7
30,7
30,7
30,7
30,7

N.A.
N.A.
N.A.
N.A.
N.A.
N.A.
N,A.
N.A,
N.A.
N.A.

N.A. DC.EP
N.A. DC.EP
N.A. DC-EP
N.A. DC.EP
N.A. DC.EP
N.A. DC.EP
N.A. DC-EP

628
628
628
628
628
628
628

groove preparation, gouging, grinding
* Composition shielding gas 90% Ar - 5o/o COz -5o/o0z
** Heat-input in acc. with NEN-EN '101'l-1, efficiently factor 0,8 for process 138 and efficiently

Interpass max 5 194 oC

Baking of electrodes ry,{.

N.A. 2,01
N.A. 2,01

l
factor 1,0 for 121

SPECIAL REQUIREIVENTS: Preheat min > 10 'C
Heating/cooling rate N,A,

PWHT N.A."C Time N.A. Hr(s)

Others N.A.

WELDING CARRIED OUT BY D. SUIKCTS

EXTÊNT OF APPROVAL: Base material(s) I .9--_-] :1._3 l1*) , - _ _ Positions:

Plate /wall thickness '11,5 - 46 mm mm Diam. 2 O 610 mm

rESr PIECE MARKED 4Bl=1s29:? , atq PNY 919!Tp

___ Other limitations N.-4, it
!lli Apppvatter r-!e!sle!: ir!-tle qene etg.p ryllb ?! egvqLgr tewet-vielC:ltgl'ghl

We certify that the statements in this record are correct and that the test weld was prepared, welded and heat treated in accordance with the
specified Code/Standard and/or purchaser's requirements

Manufacturels signature and stamp DNV's survey station and surveyor's signature

/' ",:
Rotterdam (NL)

,:

DET NORSKE VERITAS AS. VERITASVEIEN ,1 . N.1322 HAVIK, NORWAY, TEL INT. +47 67 57 99 OO, TELEFAX. +47 67 57 99 11

BNL-PC-36.034, 2006-09 rev, 1

C:\Users\MVH\AppData\Loca\Microsoft\Windows\ïemporarv Internet F les\Content.Outlook\GOYgQZS2\ROT 12 028439 15 (Herstaco).docx
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Ref.: ROT 12.028439.15

NON.DESTRUCTIVE TESTING

Screens

SensitivitY. N.n./g
2. Ultrasonic examination

Procedure ref. EN 17638 T À""eotrrl"" "riiàri" EN 11666 Level 2 Result Acceptable

3. Other examination T M.P.t.

flgqeduie reí EN ISO 17638

Place and date Breda (NL), 2012-07-05

Laboratory signature Report SL í2.7030-1
ano Schielab, Breda (N!)

1. Tensile tests

180

Type and dimensions
Acceptable4x Sidebend

Charpy KV Size:

-à;
remp. u

4. Macro examination 1r AqeePtqPle

X 5. Hardness test Specified type if test::

Acceplqqqp e1]qe eN.!9?Z! leygl l Result Acceptable
Reviewed by M. van Holsteijn (DNV)

Specified Rm: à 570 N/mm2
u.i. roàc i Rm

(kN) (N/mm'z) Yr""1 Remarks

608
606

-ïr"';ir;;!";l q
I Type and drlen9io4q

10x10 mm Requirement:

1

1

36
ls
2

3

Average

{
83

234

Vickers HV10 Reouired: s 380 HV10

Sketch showing indentalions

This qualification is approved for
applications under PED 97l23lEC
by Det Norske Veritas B.V.
PC NL (NoBo 0427)

Weld metal

Point Hardness

Cap area
1 99-206-206

218-212-221-194-196 H.A.Z.
222-224-227-225-215 Weld metal
207-209-205-1 88-1 85 H.A.Z.

Hardness

Root area
1 98-206

1 97-1 91 -1 93-1 88-

212-2Q7-2Q6-1 BB-1 86

Point

Other tests
Place Breda (NL)

Laboratory signature Report SL 12.7030-1

Base material Base material

rype and results: VtC!e!!!!p99!!e! 999p!qb!9 ggc.LsOlqlf Level B&C

Date 2012-07-05 Witnessed by M. van Holsteijn (DNV)

I
rm and the PlaCe Rotterdam (NL) Date 201

Surveyor
M. VAN HOLSTEIJN

DET NORSKE VERITAS AS. VERITASVEIEN 1. N-1322 V,AVIK, NORWAY, TEL INT. +47 67 57 99 OO, TELEFAX. +47 67 57 9S 11

BNL-PC-36.03A, 2006-09 rev. 1

C:\Users\N.4VH\AppData\Local\Microsoft\Windows\TemoorarV Inlernet Files\Contenl.Oul ook\GOYgQZ52\ROT 1 2 028439 'l 5 (Herstaco).docx

Specified R"u

Àieà | Viéto io'
(I!I!1 I r!!)

N.A.

Cross 24,99x22,39 559,52
Cross 24,97x22,49 561,57

Minimum à 27J

Mid weld
Fusion line

198-202-196

Page 2 of 2



pWPS in accordance with EN ISO 15609-1
EN ISO 4063 / ASME IX : 136/FCAW-121/SAW

PNlGWelding position NEN ISO 6947 / ASME lX

pWPSnumbêr: HM260612-2

Revision : 0

Datê: 26-6-2012

Page: 1-2

Project: Weldíng círcumferential weld for qualífícation

Contractor: HerstacoB.V.Middelburg

Applied codes; NEN-EN ISO 15614-1

Application: Shop ínstructíon

Welding process(et 1 36/F CAW-1 2 1 /SAW

PQR number: ROT 12.028439.15

Drawing number: /V.Á.

23mm

Ppe d ameler'::C nm

Bead sequence,Welding sequence

Nr. Basemateriaal Thickness range Tube diameter rangê

1 x70 (APt 5L) 23 mm A 1220 mm

x70 (APt 5L) 23 mm A 1220 mm

PREHEAT / INTERPASS TEMPERATURE
treheat, min(Gr.C): 10

ifêthod of Preheating: Propan Burner

)ontrol: Digital

Ulaintance temperature.,Min (Gr.C): 10

lontrol: Digítal

nterpasstemp. Max (Gr.C): 194'C

lontrol: Digital

WELDING SEQUENCE

\pliess to layer

tass NÍ.:

/Vêlding Position EN / ASME:

RooÍ

1

AI

Filler

2-3

PNlG

Filler

4-1 0

PNlG

cap

1 1-12

PNlG

Velding Process EN / ASME:

;onsumable Brand:

lonsumable Type:

iize Filler Mat€rial (mm):

136

Hyundai

;uperCored 81MA(

121 / SAW

Hyundai

A-2

121 / SAW

Hyundai

A-2

3,2

121 /SAW

Hyundaí

A-2

3.2

ihielding Flux Brand:

;hielding Flux Typê:

ihielding Gas:

;hielding Gas Composition:

;asflowrale,min-max (l/min):

ias-nozzle Diameter (mm):

fungsten electrode type:

f ungsten electrode diameter:

Ar-CO2-O

90%-5%-5%

15

15,0

N,A.

Hyundaí

s-900sP

N,A.

N.A.

Hyundai

s-900sP

N,A.

N,A.

Hyundai

s-900sP

lacking-Gas (Yes/No):

Sacking-Gas Composition:

3acking Gas Flowrate,min-max(l/min):

/Vo

N,A,

N.A

No No

N,A,

A/o

N,A.

N.Á

\C - DC Polarity E(lectrode) P(ositive) or E(lectrode) N(egative)

:urrent range (A):

/oltage range, (V):

DC-EP

190 . 210

24,0 . 26,0

DC-EP

520 . 550

26,0 . 28,0

DC-EN

610. 645

30,0 . 32,0

DC-EP

600 . 645

30,0 32,O

l/letal-transfer modê:

teak Current, Voltage (V/A):

3ackgroundcurrent (A):

tulsFrequenty (Hz):

3alance (%):

Spray arc

N,A N,A

/v.Á.

N.A

Travel-speed range,main-max (mm/min):

Weaving allowed (Yes/No):

220 . 260

Yes

550. 600 550 . 600 550. 600

l,Iinimum run out length (mm):

fhermal rendement welding process EN 10í1-1 (K-factor)

leat-lnput,min-max (KJ/mm): (Calculated in accordance with EN 1011.2)

o,8

0,84 . 1,19

1,0

1,35 . 1 ,68

1,0

t,8s . 2,25

N.A

1,0

1,80 . 2,25

Contractor:

Herstaco B.V. Middelburg

Approved by:

J. Jobse

Datê:

26-6-201 2

Herstaco B.V.
Phomi.3l 11k36 511.FrÍ +Jl 1144$3gl tW ir --"-*-'.. {l,r .'.

.1./ i*11
ll,it- I i j II i, g ii r,..,,.,-, :II I:,-*l-J,l: Ëi r:;

!



pWPS in accordance with EN ISO 15609-1

Process(es) ÉN ISO 4063 / ASME lX : 136lFCAW-12í/SAW
PAJlGWelding position NEN ISO 6947 / ASME lX :

pWPS number: HM260612-2

Revision | 0

Date: 26-6-2012

Paqe: 2-2

lustomer: Herstaco B.V. Middelburg

rroject: Welding circumferential weld for qualificatíon

Apffied codes: NEN-EN /SO 15614-1

Weldinq proces{sesli 1 36/FCAW" 1 2 1 /SAW

Appfication ShoP instruction

PQR.Nr.: ROT 12 028439 15

Drawing. Nr.: N.A.

Nr.

M ater i a l -s p e c if i c ati o n ASME IX

P.No Gr.No

AWS D1.1

Grouo

tso 1 5608

Group

ThicRness range

mm

fube diameter range

mm

1 X7O (API 5L) 1.3 23 mm A 1220 nn

2 x70 (APt 5L) 1.3 23 mm Q 1220 nn

WELDING CONSUMABLES. RooÍ Filler Fiiler cap

lolid / FCAW

)esignation

Brand welding wire

FCAW

EN rSO 17632-A:

T4661NiPM22

Hyundai

SuDercored 81 MAG

SAW

EN 756

S50 3 CS S2Mo

Hyundai

A-2

sAw

EN 756

S50 3 CS S2Mo

Hyundai

A-2

SAW

EN 756

S50 3 CS S2Mo

Hyundat

A-2

lielding Position (EN, ASMÉ)

|/lanual / Sêmi-automatic / Automatic

Single êlectrode / multiple electrode Process í21l SAW

,lrire feed, min-max (m/min)

Cscillation (Yes/No)

Oscitlation width, min-max (mm)

oscillation frêouence íHZ)

Semi autamatrc

Single electrode

PNlG

Automattc

Single electrode

PNlG

Automatic

Single electrade

PNlG

Automatic

Single electrode

TFCHN'AUE Claddinq No

Single / Double side welding

Single / Multiple passes side

Stickout Length, (+- 5 mm)

Electrode spacing (mm)

Peening (Yes/No)

Weld-edge preparation (method)

Initial & tnter pass Cleaning

Fit-Up method

Consumable insert

Material backing (Yes/No)

Type of backing (Retrainer)

Back-qouqinq-method

Sng/e stde

Multiple Pass

1 36/FCAW 20 mm for 1 21/SAW 25 mm

N,A,

No

Flame cutting and gindíng

Ginding and Brushíng

Tack welding

N,A.

Yes

Ceramic backing

N,A.

Oeoosited weld metal thickness

Process(EN/ASNilE) lvlax.(mm)

136

12'l

8mm

38 mm

íinimum distance from surfacê to fusion line, in cas€

cladding (mm): N.A.

POSTWELD HEAT TREATMENT F u rth er i nf orm atí on LM K/P Q R

Apply (Yês/No)

Local or furnace

PWHT temp, min-max (Gr.c)

PWHT time, min-max (min.)

Heating Rate, max (Gr.C/hr)

Cooling Rate, max (Gr.C/hr)

Withdraw.temp, max (Gr.c)

PWHT-Procedure Íef.nr.(for local PWHT)

No

N,A.

PQR impact testing with test < 20 Gr.C

Yês

PQR impact test têmperature (Gr.C):

-20

Thickness PQR testpiece mm:

23 mm

)QR.ref.nr:. ROT 12.028439 15

REMARKS;

Contractor:

Herstaco B.V. Middelburg

Approved by:

J Jobse

Date:

26-6-2012

Nuvèfr.ld.sq 2a, &3 rc MI@SUFG
Pàm +3i 11Ba tr1, Fu +11 tl8s&i



Herstaco TubeWeldinq B,V.
Nlyró.ldreE 2{, (ffi PC IilIDELBURC, fre NrÈ.d:n&
Ploftr131i13.63:.51i, Fs r1fi 1ffi.331 lresr necono uo; ABLj5Z92 I

201 2-06-26
Customer: Herstaco Tubewelding B.V.

Place: Middelburg (NLD)
Order No.: ARL1570-2

Project: General
WPS No.: HM260612-2

Auth.: M. van

WPQ in acc. with
WPS in acc. with:
PQR in acc. with:

N.A,
E/V /SO 15609-1:2004
E^/ /SO 1 5614-1 :2004/41 :2008
N.A.Additional

1 dim. / Thickness:
2 dim. / Thickness:

A 1220x23 mm
A 1220x23 mm
sL 12.6540-1
sL 12.6540-1

X70 acc. API 5L (Grouping (1 3)

Material certificate pipe 1:
Material ceftificate pipe 2:
Pipe 1 material:

2 material: X70 acc. API 5L 1.

Edge preparation:
Welding position:
Welding process:
lnterpass temp.:
Preheat temp. min.:
P,W,H,T,:

V-joint 60o
PA
136 / 121
< 194'C
>10"c
N.A.

Welder / operator:
Date / place of birth:
Stamp No. / LD.:

Solid / FCAW/ SMAW:
AWS. spec. / class.:

spec. / class..'

FCAW
N.A.
E/V /SO 17632-A: T46 6 1Ni P M 2 2
LOT 733 064
Hyundia

Solid/FCAW/SMAW:
AVtlS. spec. / class.:
EN spec. / class.:
Batch number:
Brand:

So/ld
A5.23 F9A2-EA2
EN 756: S50 3 CS S2Mo
1 020303
Hyundia
Wire A-2- F/ux S-900SP

Shielding gas type EN ISO 14175 :
Shielding gas composítion:
Gas flow:
Gas nozzle diameter:
Backing gas type EN ISO 14175 :

Backing gas compositio n :
flow:

M23
90% Argon -5% CO 2 - 5%0 2

15 Umin
15 mm
N.A.
N.A.
N.A.

ARL1570-2 pagel-2

Witnessed by



TEST RECORD No.: ARL1570-2

Testdate: 2012-06-26
Customer: Herstaco Tubewelding B.V.

Place: Middelburg (NLD)
Order No.: ARL1 570-2

P@ect: General
WPS No.: HM260612-2

Witnessinq Auth.: M. van

Pipe'diameter 1220 mm

/ . Prirts*Dnu

60"

4mm i

,I

Pass
no.

lnter-
pass
lêmp

Process
Consumablê Diam. Gas Ílow Volts Ampere

(a)

Welding Ilme

in sec.

Wêlding I Current
lenoth in I

ti- | oc *t-

tfircrcntly
tactor

(EN 1011-í)
speeo
(mm/mi

Heat-input

10 136 SC 81MAG Spray Arc 1 ,2 15 2S:r'') 196 479 190S DC-EP 0,8 239

574

1,00

2 3Í 121 A-2 / 5-900SP N.A. 3.2 N.A. ?6 s 520 398 3810 DC-EP 't,46

3 48 't2 A-2 / 5-900SP N.A 3.2 N.A. 27 e
-l:t-

550 398

398

3810 DC-EP 574 1,60
4

5

83 121

|s I 121

A-2 / 5-900SP N.A. 3,2 N.A. 30,7 628 3810 DC-EP 574 2.01
A-2 S-9OOSP N.A. 3,2 N.A. 3o7 628 398 3810 DC-EP 574 2,O

6 5 121 N2 S-9OOSP N,A 3.2 N.A. 30,7 628 398 3810 DC-EP 574

574

2.0
7 '158 12'l A-2 S-9OOSP N.A 3,2 N.A. 30,7 , 62A 398 3810 DC-EP 2.O

I
9

181

21

A-2 S-9OOSP N.A. 3,2 N.A. 30J 628 398 3810 DC-EP 574 2,0
'163 A-2 S-9OOSP N,A, N.A, 30,7 628 398 3810 DC-EP 574 2,0

2.010 70 A-2 S-9OOSP N.A. 3.2 N.A. 30,7 628 398 3810 DC-EP 574

11 A-2 s-900sP N.A. 3.2 N.A. 30.7 628': 398 3810 DC-EP 574 2,0

t94 A-2 S-9OOSP N.A 3,2 N.A 30.7 628 398 3810 DC-EP 574 2,0

Welding parametere measured with Triton AMV 3000 Paramêtêr recorder

,;a)

t*rtn

ARL1570-2 page2 -2

Witnessed by:



Rapport/Report

Schielab b.v.

Testing in accordance with
Purchaser
Purchase order no.

Manufacturer
wPs

Description of sample(s)
Dimension(s)
Material grade

Welding process(es)
Filler

Shielding gas EN ISO 14175
Backing type
Welding position
Preheat / Interpass temp.
Joint type
PWHT

Welder
Date lplace of birth
ID
Testpiece marked with

NON DESTRUCTIVE EXAMINATION
E Visual examination
* Ultrasonic examination
* Magnetic particle examination

CROSS WELD TEI\SILE TESTS

sL 12.7030-1
Page 1 of2

EN ISO 1 561 4-ï :20041 AI :2008
Arjan Roza Lastechniek BV
ARL1570-2

Herstaco Tubewelding B.V.
H}j4t60612-2

V-joint 60o single side welded
A 1220x23 mm
X70 acc. API5L (Grouping (1.3)

136 I 121

Root 136 - Hyundai, SuperCored 8lMAG
Fill and cap l2l - Hyundai, Wire A-2 - Flux S-900SP

M23, 90oÁ Argon - syo CO2 - 5oÁOz, I 5 L/min.
Ceramic backing
PA
> 10 0c I <1940c
V-joint 60"
N.A.

: performed by examiner
: acceptable, see RTD/Applus report 04539-2012-27-003 No 7030
: acceptable, see RTD/Applus report 04539-2012-27-005 No.7030

WELDING PROCEDURE QUALIFICATION RECORD AND

{7 \ll

\stN
TISTI l\j I
DuA |0ÊI IngeschreveninhetRvAregrstervoorlab0raloriaondernr.L063vooÍgebiedenzoalsnader0mschrevenrndeerkenning.
llVn L UUJ EnteredintheRvAregisterÍorlaboratoriesundernumberL063Íortheareasoutlinedrntheapproval.

Schielab-Breda V0orerf 18-20,4824 GN Breda, Tel. 076 - 5424 300, tax076-5424848
Schielab b.v. Handelsregister/Register o{ Commerce Rotlerdam ff . 2417 0257

Dimensions(s)
fmml

Rm
fN/mm2l

Fracture location

24.99x22.39 608 Base material

24.97x22.49 606 Base material

Requirements; >_ 570

mod S24-R013(11.10)



RapporVReport

Schielab b.v.

TECHNOLOGICAL TESTS

Type Former /
Bendins Ansle

Results

Side bend 4r / 180" 4 x acceptable

sL 12.7030-1
Prge 2 of 2

HARDNESS MEASUREMENTS
Method : Vickers HVlOks

IMPACT TES S (- KV
Notch location Size

Imm]

Test
temp.

l'c'l

Results

IJI

Average
value

tJt
Midweld 10x10 -20 9r-84-73 83

Heat AffectedZone 10x10 -20 236-245-222 234
Requirements; >20 >27

Conclusion: The results satisfv the requirements.

Allcharacterjsticsoftheaboveobject(s)have.mfmmaccessiblemdre1evant.beqvgiIiedbySchie1abb'v'ot
apossiblemdhasbemcopiedintothisreport.unchmged'wehlebycerti|ythattherepoÍedtestdataiscoÍectandthattheaboveobject(s)wó(were)

inte.pretations and adv

va1ueon1yrvhmprintedonSchie1abpapermdfmishedu'ithmauthorised
"General conditions for activities pqlonned by Schielab b.v.". deposited at the Chmber ofCommerce in Rottsdm. undeÍ numbeÍ 241 70251. apply

Breda, 05-07-201

ha

R
ïISTI N G

HvA L
n Ê I Ingeschreven jn het RvA register voor lab0ratoria onder nr. L 063 v00r gebieden zoals nadeÍ omschreven in de erkenning
U U J Entered in the RvA reoister {0r laboratories under numbeÍ L 063 Í0r the areas oullined in the apDroval.

MACROSCOPIC EXAMINATION
Amount Result

1x Acceptable
ísee Anoendix A)

: Max. 380 HVl0
Location of
indentations

Traverse 1-2mm
below outer surface

Traverse
Root area

base material
heat affected zone

weld metal
heat affected zone

base rnaterial

r99-206-206
2t8-21.2-221-194-196
11a aaÁ aa1 'r1< 1't <
LLL-LL1-ZLI''LJ-L\J

207 -209-205-1 BB-1 85

207-206-t99

205-198-206
r97 -r91-r93-1 88-1 B3

206-209-20s-206-196
2t2-207-206-188-186

r98-202-196

Schielab-BredaVoorerÍ18-20,4824GN Breda,Tel.076-5424300,Fax076-5424848
Schielab b.v. Handeisregister/Register oÍ Commerce Rotterdam ff . 2417 0257

mod. S24-R013 (ll l0)



Rapport/Report

Schielab b.v.

Appendix A
sL 12.7030-1

MACRO PHOTO
Cross section no. 7030

-( 
\lt

NIN
TESTI N I
DuÀ |nÊI IngeschreveninhetRvAÍegistervoorlaboratoriaondernr.L063voorgebiedenzoalsnaderomschrevenindeerkenning
llUtl L UUJ EnteredintheRvAregisterÍorlaboratoriesundernumberL063Í0rtheareas0ullinedintheapproval.

Schielab-BredaVoorerf'18-20,4824GN Breda,Tel.076-5424300,Fax076-5424848
Schielab b.v. Handelsregister/Register 0Í Commerce Rotterdam nr. 24170257

mod. S24-R013(11.10)
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Ultrasonic examination
Report
F&A number

5002--78949t014

Schielab BV

Sevillaweg 64

30471'L Rotterdam

the Netherlands

S. Wevers

Schielab BV. Breda

Voorerf 18-20

4824GN Breda

the Netherlands

2-7-2012

Roosendaal

(0165) 56 0l 26

(0165) 53 84 17

F.de Krom

Róntgen Technische Dienst bv

Delftweg 144
Postbus 10065
3004 AB Rotterdam

Tel. (010) 208 82 08
Fax (010) 4lS 80 22

E-mail rtd@rtd.nl

Exam. standard

Accept. standard

Exam. procedure

Accept. procedure

EN-ISO 17640:2010

EN-ISO | 1666 :2070 lev el 2

uT 21112

uT 21112

Parent material ){70

Temp. object ["CJ Ambient (>5 - <70)

Surfacecondition Acceptable

Thickness [mml 23

Heattreated llYes
Couplant MR 750

Welding process -|36 - I

Weld material --

Weld preparation BW

Technique

I Pulse echo

l Special

Sitescanl50 No. 649 Cal. exp. 0l-03-2013

Cal. block V2 blockASME 19 mm

Probe type

Frequency [MHz]

Angle fl
Sound path [mm]

Sens. setting [dBl

Transfer tdBI

Scan sens. [dB]

Total tdBl

Purpose of examination:

Items examined:

Detection of weld defects

Result: Accept able to speci fi cation.

For clienÍ Operator No. Level Cert.no. Report checked for RTD

Namea K. Cocquyt t132 II 473t144r

b

Date,

Page

Total pages

"t**#g;1##1fu'a

ARL 1570-2 nat)t

Date. signature and stamp
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Magnetic Particle
Examination Report

Róntgen Technische Dienst bv

A@l Report numberF&A number

5002--78949t014 04539-2012-27-005

Delftweg 144
Postbus 10065
3004 AB Rotterdam

Tel. (0t0) 208 82 08
Fax (010) 4158022
E-mail rtd@rtd.nl

Client Schielab BV Exam. standard EN-ISO 176382009

Address Sevillaweg 64 ] Àccept. standard EN-ISO 23278:2009

Post code and city 3047 AL Rotterdam 
] 
f:*"r. procedure MT 21202 Rev. 0

country the Netherlandr 
I Accept. procedure MT 21202 Rev. 0

Contact S. Wevers t
] Parent material X70 Thickness [mm] 23

Carried out at Schielab BV Breda Temp. object ["CJ Ambient (>5 - <50) Heat treated ff yes [ ] No

Address Voorerfl8-20 
] 

Surfacecondition Acceptable

Post code and city 4824 GN Breda 
I

country the Netherlandr I 
welding process 136-121

Date 2-7-20.12 weld material --

Weld preparation BW

Client order number -- i

purchaser A. Rozalastechniek ] Prod equip' no' Yoke no' v763

Project ARL 1570 | 
rerm' mag' no' 

,- 
cat' expiry 16-1-2013

Drawing number 7030R i Blacklight Cal. expiry

Object Tesrweld
Prod current tAl NA Yoke magnet Magnaflux

RTD branch office Roosendaal Centr. cond. tAl NA Coil [A.tums] NA

Telephone number (0165) 56 0l 26

Fax (0165) 53 84 17 
Test medium Marker Type MR 76 s

contact F. de Krom r wet I colour

R.;".k 
rDry lFluorescent

]Contrastpaint !Yes ilNo 
]Demagnetized LIYes INoII

Purpose ofexamination: Detection ofsurface defects

Items examined:
I

Fzo:on nru- rszo-z ,z: xzo isw, r:o-rzr 
I

Result: Acceptable to specification.

i 
'*-"****-'-**":-
j **..,. nev,7l*-J';v\iàffi;,-'':;1
fe#..*-ffi1
I E,q#É l:'"'" 

'"vu "iJ'Yw'.n 
I

I jt"ït ' 
- 

"' .o1fr",.,*,, ', . ' ^:il 
J

l__f e, Nons,,; Vrn,ro;Bï;ffi;;, 
I''-"-"-' :":--- -:l

For client , Operator No. Level Cert.no. I Report checked for RTD
l-
] u K.Cocquyt 1132 1l 47311441 | Xaln*
ln I

I ou,., signature and stamp - O o, , J-;-, , , j our", signature and stampPage | .. ,r&f,mËU$-'_líqïffiï'. l1
t' f, 

-):11 *. t I

rotarpages r I / ,z:+iÈ'1Luil}g.--ZJl"'t(_-"-'-

Client Schielab BV Exam. standard EN-ISO 176382009

Address Sevillaweg 64 ] Àccept. standard EN-ISO 23278:2009

Post code and city 3047AL Rotterdam ] Exam. procedure MT 21202 Rev. 0

Country the Netherlands I Accept. procedure MT 21202 Rev. 0

Contact S. Wevers t
] Parent material X70 Thickness [mm] 23

Carried out at Schielab BV Breda Temp. object ["CJ Ambient (>5 - <50) Heat treated I yes [l No

Address Voorerfl8-20 j Surfacecondition Acceptable

Post code and city 4824 GN Breda 
I

Country the Netherlands
Weldingprocess 136-121

Weld material --Date 2-7-2012
Weld preparation BW

Client order number -- f
Purchaser A. RozaLastechniek

Prod equip. no. Yoke no. V763

Project ARL 1570
Perm. mag. no. Cal. expiry 16-1-2013

Drawing number 7030R I Blacklight Cal. expiry

Object Testweld 

-

Prod current tAl NA Yoke magnet Magnaflux

RTD branch office Roosendaal Centr. cond. tAl NA Coil [A.tums] NA

Telephone number (0165) 56 0l 26 _ _ - .

Fax (0165) 53 84 17
Test medium Marker Type MR 76 S

Contact F. de Krom
I Wet I Colour

Remarks I r

ARL 1570-2 136-121



DET NORSKE VERITAS Ref.: ROT 12.028439.14

WELDING PROCEDURE QUALIFICATION TEST
According to (code, standard)

EN ISO 1 561 4-1 :20041 A2:2008

WELDING CONSUMABLES

DET NORSKE VERITAS AS, VERITASVEIEN 1 , N-1322 HavK. NoRWAY, TEL INT. +47 67 57 99 oO, TELEFAX
BNL-PC-36.03A, 2006-09 rev. 1

1

2
3
4
5
6
7
8
9
10
11
12

+47 67 57 99 11
P^^^ 4 

^+ 
t

c:\users\arjanR.LASTECHNIEKB\ Dropbox\DN\ PQR\Ror p.02a439.14 (Herstaco)\RoT 12.028439.14 (Herstaco).docx



Ref.: ROT 12.028439.14

NON-DESTRUCTIVE TESTING

1. Radioqraphic testing

Procedure ref. EN 1435 class B Acceptance criteria EN 12517-1 Level 1 Result AccePtable

Film tvpe D4 Screens Pb 0,027 mm IQI 10 FE EN

KV 280 mAmin. 6 Sensitivity N.A.% Densitv N.A.

2. Ultrasonic examination J
Procedure ref. EN 17638 Acceptance criteria EN 11666 Level 22 Result AccePtable

3. Other examination TyPe: M.P.l.

Procedure ref. EN 17638 Acceotance criteria EN 23278 level 1 Result Acceptable /
Place and date Breda (NL), 2012-07'03

Laboratory signature Report SL 12.7029'1
anr{ cíomn Schielah Breda íNL}

Reviewed by M. van Holsteijn (DNV) '\. /
'r'.

"/'* ,

MECHANICAL TESTING (Accordins to . -El:'t l9-g 1 9-6 t\.t ;zpQ!!\t-i?9-0-q- /1_ ].i ,, 
j

i. Tensiletests j Specified R"H N.A. Soecified Rm: 2 570 N/mm2

I CSL

No.
Dim

ímm)
Area
ímm2)

Yield load
íkN)

ReH
(N/mm2)

U.T. load
(kN)

Rm
(N/mm2)

A,%on Rembrks

Gross
Cross

24,98x22,34
25,02x22,21

558,05
555,69

601
602

2. Bend tests Specified I 180 ldegr. Former diameter 1 4t

Tvpe and dimensions Results Tvpe and dimensions Results

4x Sidebend Acceptable

3. lmpact tests lYPe: Charpy KV Size: 10x10 mm Requirement: Minimum à 27J

Notch Location/Direction femp. "C Values, J
1i2 3 I 

Averase
Remarks

Mid weld
Fusion line

-20
-20

69
147

65
132

67

201
67
160

X 4. Macro examination 1x Acceptable

X 5. Hardnesstest Specified type if test:: Vickers HV10 Required: < 380 HV10

Sketch showinq indentations Point Hardness Point Hardness

This qualification is approved for
appf ications under PED 97lz3lEG
by Det Norske Veritas B.V'
PC NL (NoBo 0427)

Base material
Cap area Root area

207-209-210 Base material 217-214-212

H.A.Z. 186-190-'198-208-189 H.A.Z. 198-203-217-230-227

Weld metal 228-229-218-235-229 Weld metal 231-232-229-210-222

H.A.Z. 200-1 93-1 97-1 83-1 90 H.A.Z. 212-190-220-203-1 96

Base material 207-210-209 Base material 200-202-198

Other tests Tvoe and results: Visual inspection acceptable acc' lSO 581

Place Breda (NL) I oate 2012-07'03

Laboratory signature RepoÉ SL 12'7029-1

and stamp Schielab, Breda (l\|!|==-

Witnessed by M. van Holsteijn (DNV) 
Y, ,,. 

'

/'"\.
Wê hereby certify that by virtue oÍ the information given on page 1 of this form and the

laboratorytest results given above, this welding procedure meets the Codeistandard

and/or purchaser's specification, and that within the limitations given in the

Codeistandard and/or purchaser's specificaiion by our signature is appfoved for

weldlng on said product.

Place Rotterdam NL) Date 2012-q7-03
I

Surveyor
M. VAN HOLSTEIJN

DET NORSKE vERrrAS AS, VERTTASVEIEN 1, N-1322 H@VIK, NORWAY, TEL lNT. +47 67 57 99 00, TELEFAX ' +47 67 57 99 1í

BNL-PC-36.03A, 2006-09 rev. 1 Page 2 of 2

C:\Users\arjanR.LASí6Ctntefernoropbox\DN\ PQR\ROr Q.o2a439.14 (l,erstaco)\ROT 12'028439 14 (Herstaco) docx



pWPS in accordance with EN
Ui,ïrry: iiï#!it$!rïJ*ii," eprocess(es) EN tSO 4063 / ASME tX :

Wêlding position NEN ISO 6947 / ASME lX :

tso 15609-1
138/FCAW-121/SAW

PA/1G

)WPSnumber: HM260612-1

Revision : 0

)ate: 26-6-2012
tage: 1-2

'rcject: Welding circumferential weld for qualification

)ontractor: HerstacoB.V.Míddelburg

\pplied codes: NEN-EN fSO 15614-1

\ppfication: Shop instructíon

lvelding process(et 1 38/FCAW-1 21 /SAW

)QR number: ROT 12.A28439.14

frawing number: N.Á.

Nr Basemateriaal Thickness range

mm.

fube diameter rangê

t1
i -,

23-r >7o 
^rct,i,' 

'.
x70 (APt 5L) 23 mm A 1220 mm

2 x7o (APt 5L) 23 mm A 1220 mm

PREHEAT / INTERPASS TEMPERATURE sreei back 19

P pe nrameler r22f, rnl

Bead sequence,wêlding sequence

treheat, min(Gr.C): 10

íethod of Preheating: Propan Burnel

)ontrol: Dígital

f4aintance temperature.,Min (Gí.c): 10

]ontrol: Digital

nterpasstemp. Max (Gr.C): 194"C

lontrol: Digítal

WELDING SEQUENCE

Apliess to layer

Pass Nr.:

Welding Position EN / ASME

Roof

1

Atl

Filler

2-3

PNlG

Filler

4-1 0

PNlG

cap

1 1-12

PNlG

Velding Process EN / ASME:

)onsumable Brand:

:onsumable Type:

iize Filler Material (mm):

138

Hyundai

Supercored 70ML

121 / SAW

Hyundai

A-2

3,2

121 / SAW

Hyundaí

A-2

3.2

121 /SAW

Hyundaí

A-2

ihielding Flux Brand:

Shielding Flux Type:

;hielding Gas:

ihielding Gas Composition:

3asflowrate,min-max (l/min):

3as-nozzle Diameter (mm):

fungsten electrode type:

f ungsten elêctrode diamêter:

N.A

Ar-CO2-O

90%-5%-5%

15

15,0

N,A.

Hyundai

s-900sP

N.A,

Hyundaí

s-900sP

N,A.

N.A.

N,A.

Hyundaí

S-9OOSP

N.A.

N,A.

N.A.

lacking.Gas (Yes/No):

3acking-Gas Composition:

3acking Gas Flowrate,min-max(l/min):

Àlo No

N.A

No

N.A,

N,A

/vo

N.Á

\C - DC Polarity E(lectrode) P(ositive) or E(lectrode) N(egative)

)urrent range (A):

/oltage range, (V):

DC-EP

245 . 265

27.0 . 29.0

DC-EP

520 . 550

26.0 . 28.0

DC-EN

610 . 645

30,0 . 32,0

DC.EP

600 . 645

30,0 32,0

uletal-transfer mode:

>eak Current, Voltage (V/A):

3ackgroundcurrent (A):

rulsFrequenty (Hz):

3alance (%):

Spray arc

N.A

N.A

N.A

Travel-speed range,main-max (mm/min):

Weaving allowed (Yes/No):

440 . 480

Yes

550. 600

N,A.

550. 600 550 . 600

Minimum Íun out length (mm):

Thermal rendementwelding process EN 10l l-1 (K-factor)

Heat-lnput,min-max (KJ/mm): (Calculated in accordance with EN'1011-2)

N.A

0,8

0,66 . 0,84

N,A

1,0

1,35 . 1,68

N.A

1,0

1,83 . 2,25

1,0

1,80 . 2,25

Contractor:

Herstaco B.V. Middelburg

Approved by:

J. Jobse

Datê:

26-6-201 2

Client:

Reviewed by:

Date: /"//

trr./ 
,,



Èerstaco B.V. ,F- | -W pWPS in accordancewith EN ISO 15609-1

Process(es) EN ISO 4063 / ASME lX : 138/FCAW-121/SAW

Welding position NEN ISO 6947 / ASME lX : PA"t1G

)WPS number: HM260612-1

Revision : 0

)ate: 26-6-2012
)aqe: 2-2

)ustomer; Herstaco B.V. Middelburg

,roject: Welding circumferentíal weld for qualification

\Dffied codes: NEN-EN /SO 15614-1

^lef 

dinq proces(ses\: 1 3g/FCAW- 1 2 1 /SAW

\pplication Shop instruction

'QR.Nr.: ROT 12.02E439.14

)rawing. Nr.: N.A.

Nr-

Mate r i a l -s p e c if i c ati o n ASME IX

P.No Gr.No

AWS Dl.1

Group

ISO 1 5608

Group

fhickness range

mm

fube diameter range

mm

x70 (APt 5L) 1.3 23 mm O 1220 nn
2 | x70 rAPl 5L) 1.3 23 mm Q 1220 nm

WELDING CONSUMABLES. RooÍ Filler Fiiler cap

iolid / FCAW

)esignation

3rand welding wire

fvpe weldinq wire

FCAW

EN tSO 17632-A:

T464MM22

Hyundai

SuDetcored 70ML

SAW

EN 756

S50 3 CS S2Mo

Hyundai

A-2

SAW

EN 756

S50 3 CS S2Mo

Hyundai

A-2

SAW

EN 756

S50 3 CS S2Mo

Hyundaí

A-2

Alelding Position (EN, ASME)

[4anual / Semi-automatic / Automatic

tingle electrode / multiple electrode Process 12íl SAW

^/ire 
feed, min-max (m/min)

)scillation (Yes/No)

)scillation width, min-max (mm)

fscillatión frêduêncê lHZl

Seni automatic

Síngle electrode

PNlG

Automatic

Single electrode

PNlG

Autamatic

Single electrode

PNlG

Automatic

Single electrode

TECHNIQUE Claddinq No

;ingle / Double side welding

iingle,/ Multiple passes side

;tickout Length, (+.5 mm)

:lectrode spacing (mm)

teening (Yes/No)

^reld-edge 
preparation (method)

nitial & lnter pass Cleaning

:it-Up method

lonsumable insert

|ilaterial backing (Yes/No)

fype of backing (Rêtrainer)

3ack-qouqinq-method

Slng/e slde

Multiple pass

13g/FCAW 20 mm for 121/SAW 25 mm

N.A.

A/o

Flame cutting and ginding

Ginding and Brushing

Tack welding

N.A,

Yes

Ceramic backíng

N.A.

Deoosited wêld metal thickness

Process(EN/ASME) Max.(mm)

136

121

8mm

38 mm

y'linimum distance from surface to fusion line, in cas€

cladding (mm); N.A.

POSTWELD H EAT TREATMENT Fu rth er i nformati on LM K/PQR
Apply (Yes/No)

Local or furnace

PWHT temp, min-max (cr.C)

PWHT time, min-max (min.)

Heating Ratê, max (Gr.C/hr)

Cooling Rate, max (Gr.C/hr)

Withdraw.temp, max (Gr.c)

PWHT-Procedure rêf.nr.(for local PWHT)

No

N.A.

N,A.

PQR impact têsting with test < 20 Gr.C

Yes

PQR impact test temperature (Gr.C):

-20

Thickness PQR testpiece mm:

23 mm

>QR.ref.nr:. ROT12.02U39.14

REMARKS:

Contractor:

Herstaco B.V. Middelburg

Approved by:

J. Jobse

Datê:

26-í2012

'f: ";: ,onJ,i.i,

Rèviewedby: 
i1.1,nu5,:;:..,;:_;;1..;-..,l,rr:,in. 

;á;,,
Date: ;; !.\/ - RorrrH,:rr"r

Herstaco B.V. l+r



Herstaco TubeWeldinq B.V.
NijvdddM9 11,#PC MIoDELBIRG, ïh.N.fr.drnde
phffi:13111t15.511. F*a31ltll$.!!1

PQR / WPQ
ITEST RECORD No.: ARL1570-1 I

estdate: 201 2-06-26
Customer: Herstaco Tubewelding B.V.

Place: Middelburg (NLD)
Order No.: ARL1570-1

Project: General
WPS No.: HM260612-1

Auth.: M. van

WPQ in acc. with
WPS in acc. with:
PQR in acc. with:

N.A.
ENiSO 15609-1:2004
EÀ/ /SO 1 561 4-1 : 2004/A1 :2008
N.A.Additional

Pipel dim./Thickness:
Pipe2dim./Thickness:
Material certificate pipe 1:
Material ceftificate pipe 2:
Pipe I material:

A 1220x23 mm
Q 1220x23 mm
sL 12.6540-1
sL 12.6540-1
X70 acc. API 5L (Grouping ft 3)
X70 acc. API 5L (Groupinq (1.

Edge preparation:
Welding position:
Welding process:

V-joint 60o
PA
138 / 121
s 194'C
>10"c
N.A.

s temp.:
Preheattemp. min.:
P.W,H,T,:

Welder / operator:
Date / place of birth:
Stamp No. / l.D.:

Solid / FCAW/ SMAW:
ÁLíS. spec. / class.:
EN spec. / class.:
Batch number:
Brand:

FCAW
N.A.
E/V /SO 17632-A: T46 4 M M 2 2
LOT MF112OG8
Hyundia

TOML

Solid/FCAW/SMA,W:
AWS. spec. / class.:
EN spec. / class.:
Batch number:
Brand:

Solid
45.23 F9A2-EA2
EN 756: S50 3 CS S2Mo
1020303
Hyundia
Wire A-2- Flux S-900SP

Shielding gas type EN ISO 14175 :

Shielding gas composition:
Gas flow:
Gas nozzle diameter:
Backing gas type EN rSO 14175 :
Backing gas composition :

flow:

M23
90% Argon -5% CO 2 - 5%io0 2

15 Umin
15 mm
N.A.
N.A.
N.A.

I

{'.rryitíesseo oy

ARL1570-1 pagel-2



TEST REGORD No.: ARL157O.1

Testdate: 2012-06-26
Customer: Herstaco Tubewelding B.V.

Place: Míddelburg (NLD)
Order No.: ARLí 570-1

Project: General
WPS No.: HM260612-1

Auth.: M. van Holsteiin (DN

Steel backing

60'

4mm j

ti
Pipe diameter 122Q mm

10 136 SC 70ML Spray Arc

2 31 ''Zt e-Z I S-SOOSp N.A

3 48 121 A-2 / S-90oSP N.A

4 83 121 A-2 / S-900SP N.A.

1 18 121 A-2 / S-9oOSP N.A.

151 121 A-2 / S-900SP N.A

isa 12i A-2 / s-eoosp N.A

I 181 12'1 A-2 / S-900SP N.A.

9 163 121 A-2 / S-900SP N.A.

10 170 121 A-2 / S-900SP N.A.

11 176 121 A-2 / S-9o0SP N.A.

12 194 121 A-2 / S-900SP N.A

244 1905 DC-EP 0.8 468 0.72

398 3910 uu-trr | 5t4 1.4b

ie8 3810 DC-EP 1 574 1,60
i,I

398 3810 DC-EP

39! - !ql! : D9 El 1 !!! , z'ot

628 398 3810 DC-EP 1 574 2.o1

ozà I agrsro I Da-EP r 't su i zu
628 398 3810 DC-EP 1 574 2.01

1905 DC-EP

38jO DC-EP

s81o | oó-EP

Welding parameters measured with Triton AMV 3000 Parameter recorder

ARL1570-1 page2-2

Witnessed by



RapporVReport

Schielab b.v.

sL 12.7029-l
Page 1 of2

WELDING PROCEDURE QUALIFICATION RECORD AND

Testing in accordance with
Purchaser
Purchase order no.

Manufacturer
WPS

Description of sample(s)
Dimension(s)
Material grade

Welding process(es)

Fi11er

Shielding gas EN ISO 14175
Backing type
Welding position
Preheat / Interpass temp.
Joint type
PWHT

Welder
Date lplace of birth
ID
Testpiece marked with

NON DESTRUCTIVE
* Visual examination

EN ISO 15614-l :20041 Al :2008
Arjan Roza Lastechniek BV
ARL1570-1

Herstaco Tubewelding B.V.
HM160612-l

V-joint 60o single side welded
@ 1220x23 mm
X70 acc. API 5L (Grouping (1.3)

r38 I r2r
Root 138

Fill and cap l2I -

- Hyrndai, SuperCored 70ML
- H1'undai,'Wire A-2 - Flux S-900SP

EXAMINATION

M23, 90yo Argon - 50Á CO2 - 5oÁOz, 1 5 L/min,
Steel backing
PA
> 10 0c I <794"C
V-joint 60o

N.A.

performed by examiner
acceptable, see RTD/Applus report l2l3-20f2-26-037 No. 7029
acceptable, see RTD/Applus report 00858-2012-18-005 No. 7029
acceptable, see RTD/Applus report 1217-2012-26-046 No. 7029

* Radiographic examination
x Ultrasonic examination
* Magnetic particle examination

R
TroTt M n
t rJilNb
n., n I n I q In0eschreven rn het RvA register voor laboratoria onder nr. L 063 vooÍ gebreden zoals nader omschreven in de

llVA L U0J EnieredintheRvAregisteriorlaboratoriesundernumberL063Í0rtheareasoutlinedintheapproval.

Schielab-BÍedaVoorerÍ18-20,4824GN BÍeda,Tel.076-5424300,Fax076-5424848
Schieiab b.v. Handelsregister/Register 0f C0mmerce Rotterdam nr. 24170257

CROSS WELD TENSILE TESTS
Dimensions(s)

lmml
Rm

l-Nimm2l

Fracture location

24.98 x22.34 601 Base material
25.02 x22.21 602 Base material
Requirements; >_ 570



RapporVReport

Schielab b.v.

TECHNOLOGICAL TESTS
Type Former /

Bendins Anele
Results

Side bend 4t I 180. 4 x acceptable

sL 12.7029-r
Page 2 of 2

HARDNESS MEASUREMENTS
Method : Vickers HV1Oks

IMP CT TESTSA KV
Notch location Size

Imm]

Test
temp.

f'cl

Results

trl

Average
value

lrl
Midweld 10 X l0 -20 69-65-67 67

Fusion line +2mm 10 x 10 -20 r47-132-201 160
Requirements; >20 >)7

Conclusion: The results satisfv the requirements.

A11chdactqisticsoftheaboveobject(s)have.mfamaccasibleandrele\'et'bedvtifedbySchie1abb-v.othqin|omation$'6providedbythepurch6er'This|oation
o possible ad has beo copied into this repon. unchmged. We hoeby certify that the reported test data is conect md that the Àve objai(s) wa (woe) testecuexmined in accorddce with
puchmosrequirmmtsmd"/oÍtheaboveprocedue(s)and,,orcode(s)/specifcation(s)'Onocccionadestrctivetestsubcontiacted
merpretationsadadviceexprcsedinthisrepoÍdeoutsidethescopeofmypossib1eRvÀacc'editation,butdepIesentedinatreedfairmmqboedonthebestknowledgi
persomelinvo1ved.Ií.uponreploduction.'dnJy-pmofrhisreponiscopied.Schie]abwillnotbea

Breda, o3-07-20rft/ ':

r8 (_is t"r. .,;n fto,lster,rti"] "1 i

,r:',:t, \,ifnrras l].V. -

' ii:4" I rr l.
i!:i1i,j '

itor,,lplo^",

a
Tf0Tt il n
ItJlil\ltl
E U A I fl f, I Ingeschreven in het RvA register voor laboraloria onder nr. L 063 voor gebieden zoals nader 0mschreven in de erkenningllUn L UUJ EnteredintheRvAregisleÍÍorlaboratoriesundernumberL06sÍortheareasoutlinedintheapproval.

MACROSCOPIC EXAMINATION
Amount Result

lx Acceptable
(see Appendix A)

uirements : Max. 380 HV1
Location of
indentations

Traverse 1-2mm
below outer surface

Traverse
Root area

base material
heat affected zone

weld metal
heat affected zone

base material

207-209-210
186-190-198-208-189
228-229-218-235-229
200-193-197-1 83-1 90

207-210-209

217-214-2t2
198-203-217 -230-227
23r-232-229-2r0-222
212-r90-220-203-196

200-202-198

Schielab-BredaVoorerflS-20,4824cN Breda,ïe|.076-8424300,Fax076-S4Z4B4B
Schielab b.v. Handeisregister/Register 0Í Commerce Rotterdam nr. 2417 0257

mod. S24-R01 3 (1 1.1 0)



Rapport/Report

Schielab b.u.

Appendix A
sL 12.7029-r

MACRO PHOTO
Cross sectionrn.7029

R
Tf 0TlÍ\ln
ItJllNtl
n,,,t I nIl lngeschreveninhetRvAregistervoorlaboratoria0ndernr.L06Svoorgebiedenzoalsnaderomschrevenindeerkenning.
nUH L UUJ EnteredintheRvAreoisterÍ0rlaboratoriesundernumberL063Íortheareasoutlinedintheapproval.

Schielab-BÍedaVoorerÍ18-20,4824GN Breda,Tel,076-5424300,Fax076-5424848
Schielab b.v. Handelsregister/Register 0f CommeÍce Rotterdam nr. 24170257

mod S24-Ê013(11.10)



Magnetic Particle
Examination Report

Róntgen Technische Dienst bv
Affi

Detftweg 144 Tel. (010) 208 82 08 ít
Postbus 10065 Fax (010) 415 80 22
3001 AB Rotterdam E-mail rtdtOrtd.nl

F&A number

5002--45438/001

Report number

t2t7-2012-26-046

Client Schielab B.V.

Address Pb 10065

Post code and city 3004 AB Rotterdam

Country The Netherlands

Contact Mrs. S. Wevers

Exam. standard

Accept. standard

Exam. procedure

Accept. procedure

EN 17638

EN ISO 23278:

MT 21202

MT 21202

2009 Level I

Rev.

Rev.

0

0

Parent material X70

Temp. object ['C1 28

Surfacecondition Acceotable

Thickness [mm] 23

Heat treated I Yes T NoCarried out at Applus-RTD

Address Belder 8

Post code and city 4704 RK Roosendaal

Country The Netherlands

Date 28-06-2012

Weldingprocess 138-l2l

Weld material

Weld preparation BW

Client order number

Client A. Roza Lastechniek

Project ARL 1570

Drawing number

Object Testwelds

Prod equip. no.

Perm, mag. no.

Yoke no" 97-590

Cal. expiry 0l-01-2013

Blacklight Cal. expiry

Prod current

Centr. cond.

tAl

tAl

Yoke magnet

(eil [A.turns]

Magnaflux

RTD branch office Roosendaal

Telephone number (0165) 56 01 26

Fax (0165) 53 84 17

Contact F. de Krom

Test medium

I Wet

f Dry

Diffi.r-Therm Type

I Colour

! Fluorescent

MPS-S

Remarks
Contrast paint I Yes E No Demagnetized IYes lNo

Purpose ofexamination: Detection ofsurface defects.

Items examined: Testweld 7029, ARL 1570-1.

Testweld 7030, ARL 1570-2.

Result: No defects were detected during the examination.

For client Operator No, Level Cert.no. Report checked for RTD

Namea F. van der Meeren 0551 2 4731132

b

Page I

Total pages I

Date, si

-/' I,- t"/ -4;átl--*'*'

Date, signature and stamp
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Ultrasonic examination
Report

Róntgen Technische Dienst bv

Delftweg 14,1 Tel. (010) 208 82 08
Postbus 10065 Fax (010) 415 80 22

3004 AB Rotterdam E-mail rtd@rtd.nl

F&A number

5002-41 l-78949t008

Report number

00858-20 I 2- 1 8-005

Client Schielab B.V.

Address Pb 10065

Post code and city 3004 AB Rotterdam

Country The Netherlands

Contact Mrs. S. Wevers

Exam. standard

Accept. standard

Exam. procedure

Accept. procedure

EN 17640

EN 232'78Lvl2

uT 21112

uT 21112

Parent material X70

Temp. object ["CJ 28

Surfacecondition Acceptable

Thickness [mm] 23

Heat treated f Yes I No

Couplant Algum

Carried out at Applus-RTD

Address Belder 8

Post code and city 4704 RK Roosendaal

Country The Netherlands

Date 28-06-2012

Weldingprocess 138-121

Weld material

Weld preparation BW

Technique

I Pulse echo

f Special

Client order number

Client A. Roza Lastechniek

Project ARL 1570

Drawing number

Object Testwelds

Equipment Sonatestl5

Ref. block

Cal. exp. 01-01-2013

Cal. block V2 block

Probe type

Frequency [MHz]

Angle fl
Sound path [mm]

Sens. setting [dBJ

Transfer tdBl

Scan sens. tdBl

Total tdBl

MB4SN

4

0

0-100

BWE 80%

MWB4-45

4

45

0-100

Acc. to spec

4

8

MWB4-60

4

60

0-100

Acc. to spec

4

8

MWB4.7O

4

'70

0-150

Acc. to spec

4

8

RTD branch office Roosendaal

Telephone number (0165) 56 01 26

Fax (0165) 53 84 17

Contact Mr. de Krom

Purpose of examination: Detection of weld defects.

ltems examinedTestweld 7029. ARL 1570-1.

Testweld 7030. ARL 1570-2.

Result: During the examination is in testplate 7030 an unacceptable linear indication detected.
Length 25 mm, -4dB, depthe l4-18 mm.

In testplate 7029 are no unacceptable indications detected.

-.-#Ífr\\ i

Operator No. Level Cert,no.

a F. van der Meeren 0551 2 4731132

b

Report checked for RTD

Name

Page

Total pages

Date, si Date, signature and stamp



RapporVReport

Schielab b.u.

sL 12.6540-1
Page I of I

Testing in accordance with
Purchaser
Purchase order no.
Manufacturer

Description of sample(s)
Dimension(s)
Material grade

NON DESTRUCTIVE EXAMINATION
* Visual examination

TENSILE TESTS Base material - at roor

MATERIAL VERIFICATION TEST

API 5L
Arjan Roza Lastechniek BV
ARL1555-1
Herstaco Tubewelding B.V.

Segment from pipe O 1220
250x250x23 mm
API 5L X7O PSL 1

tu

By microscopic examination, the material showed a normalised structure.

Conclusion: The results satisfu the requirements.

AllchtacteIisticsoftheaboveobject(s)have.mfarmaccasib1eandre1evmt.beenvrifedbySchielabb.v,othqin|omationwcprovidedbythepurchog'Thhfoation
m possible md ha been copied into this repoft. uchmged. We hqeby csÍiry that the repofted tst data is comect md that the above object(s) ws (wte) tstedr'exmined in accordmce with
puÍch6fsrequirm@ts@dortheaboveprocedue(s)andorcode(s)'/speci1ica]ion(s].onoccmionadest'uctivetestissubcontracted
interpretationsmdadViceexprssedinthisreportdeoutsidethescopeofaypossible\vAaccreditation.buttepÍ6entedinatreodfairmmngb4edonthebatowle
pdsome]invoIved'I|'uponreproduction.onlypartofthisÍeportiscopied'Schie1abwiotbedmyI$pon
value only whm printed on Schielab papo and fmished with m authorised
"General conditions for activitis pqfomed by Schielab b.v.". deposited at rhe

Wevers

onder nr. L 063 voor gebieden zoals
number L 063 Í0r the areas oullined in ïhe a00roval

Schielab-Breda VoorerÍ 1 8-20.

oerformed bv examiner

CHARPY IMPACT TESTS B terial Ch KV

MATERIAL ANALYSIS
Method : Optical Emission Spectrometry

Note I): For each reduction of 0.01% below the specified max. carbon content,
manganese content is permissíble, up to a max. of 1.6594,for grades > Gr.B but
but < X70;and up to a maxímum of 2.00%for grade X70.
Note 2): The sum of Nb, V and Ti shall be a 0.1 5%.

an increase of 0.05% above the max.
< X52; ttp to a maxímum of 1.75%for > X52,

ar roomremDerature

Schielab
sample no.

Orientation
of

soecimen

Size

fmml

Gauge
length
fmml

RtO.5%

fN/mm2l

Rm

iN/mm2l

Elong-
ation
lY,l

Ratio
Rt/Rm

6540 transverse o 12.67 50 507 620 28 0.82
Requirements; > 485 > 570 >17

ase ma

Schielab
sample no.

Orientation
of

sample

Size

Imm]

Test
temp.
focl

Result
Individual values

trl

Result
Average value

fJt
6540 transverse 10x10 -20 247-215-230 zJl

Requirements: >20 >27

lfements API 5L PSLI
%C

1)

<0.26

%si oÁMn
r)

<1.40

o/oP

<.030

%S

<.030

oÁCr

í 0.50

%Ni

s 0.50

oÁMo

í 0.15

%Al oÁCu

í 0.50

%Nb') VoTi') YoVt) CEV

rrryl

0.08 0.32 1.68 0.010 0.002 0.03 0.04 0.0 r 0.03 0.03 0.04 0.02 <0.01 0.38

Schielab b.v. HandelsregistetRegisler oÍ Commerce Ro

5424 848

mod S24-R0T3(T1.10)


