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CERTIFICAT Nr.
CERTIFICATE No.

Se cerlificd Sistemul de Management al Calitatii al / # is hereby certified that the Quality Management System of

RMW ROMA METAL WORKING S.R.L.

$508. BUCURESTI-PITESTI, KM. 110, PLATFORMA IATSA STEFANESTI, JUD. ARGES, ROMANIA

31275/14/R

in urmétoarele unitdli operationale / In the following operational units
S0S. BUCURESTI-PITESTI, KM. 110, PLATFORMA IATSA STEFANESTI, JUD. ARGES, ROMANIA

Care este conform cu standardul / Is in compliance with the standard

ISO 9001:2015 (SR EN ISO 9001:2015)

Pentru urmétoarele domenii de activitate / For the folfowing field(s) of activities

FABRICAREA DE CONSTRUCTII METALICE SI PARTI COMPONENTE ALE STRUCTURILOR
METALICE.

MANUFACTURE OF METAL STRUCTURES AND PARTS OF METAL STRUCTURES.

Validitatea prezentului certificat depinde de auditurils de supraveghera periadice anuale / semestriale gi de reexaminarea completd & slstemului de management la tral ani

The validity of this cortificate is dependent on an annual / six monthly audit and on a complale review, every three years, of the management system
Utilizarea i validitatea prezentului certificat sunt supuse respectarii documentului RINA: Regulament privind Certificarsa Sistemelor de Management al Calitati
The use and validity of this cerfificate are subject to compiiance with the RINA document : Rules for the certification of Quality Management Systems

Prima Emitere Alessandro Romei

; 13.10.2014
First Issue —_ Centification EMEA Region
Data actualizarii 08.10.2018 Senior Director
Revision date b RINA SIMTEX-0.C. S.R.L. - Administrator
Data scadents
Expiry Date 12,10.2020
Data deciziei de receriificare
Renewal decision date 09.10.2017

RINA SIMTEX-O.C. S.R.L.

Str. Dr. Leonte Anastasievici, nr. 4D,
corpul A sector 5, Bucuresti Romania

PI-0i-FO&/12.2017

CI5Q este Federatia ltaliana de
Organisme de Certificare
sistemelor de management

CiSQ Is the Halien Federalion of
management system Certification
Bodies

Trebuie sa se faca referire la informatilla
documentate relevants pentru cerintele
standardului care nu se pot aplica
domerlu sistemului de managament al
Qrganizabel
Reference is ko be made (0 the relevant
documented information for the
requirements of the sfandard that
camot be applied to the Organization's
managemernt system scope
Pentru infermatil privind valabllitatea
cartificatului, vizital site-ul
WWw.nna.org

For information concerning vaiidity of
the certificate, you can visit the sife
www.nina.ong
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WELDING PROCEDURE QUALIFICATION
RECORD — Test certificate

Reference Testing Standard: European Standard EN I1ISO 15614-1:2004/A1:2008
in complete accordance with 97/23/EC Directive

Issued for the Manufacturer/ Emis Fabricantului S.C. RMW ROMA METAL WORKING S.R.L
after execution of the welded test coupon on the (date) / dupa executia probei Ia data : 09.10.2014
at the address / /a adresa : str. Sos. Bucuresti-Pitesti nr. 110 — STEFANEST!

in the presence of the Examining Body/ ISCIR-CERT S.R.L — NB 1798

in prezenta Organismului de Examinare :

Record issued the / Qualification of the Welding Procedure/
Prezenta inregistrare constituie : Calificarea Procedurii de Sudare
with the reference (WPQR Nr.) :
document de referinta : WPQR RMW 1/2014
Bucuresti 23.10.2014 eng. Nicolae Preda { %>
Location / Loc Date / Data Examiner / Examinator

Name, signature, date / Nume, semnatura, date =

eng. Stelian NEGOESCY.-. ..
General Director/Direcigk® Pnaral -,

We certify that the test welds were prepared, welded and tested satisfactorily in accordance with the requirements of the
qualification standard EN ISO 15614-1 /
Noi ceriificam ca testele cupon au fost pregatie, sudate si incercate in conformitate cu standardul pentru calificare EN ISO 15614-1.

Cod: FP05.04



ISCIER CERT:

R Cer~ficate No. / Certificat Nr:
375S - 1/2014 275

Page / Page

1. RANGE OF APPROVAL/ DOMENIU CALIFICAT

WPOR EXECUTION / RANGE OF
WPQR - EXECUTIE QUALIFICATION /
DOMENIU CALIFICAT
1. Welding Process’ Procedeu! de Sudare: 111 111
2. Joint Type/ Tipul Imbin. : BW BW, Full and partial penetration
butt welds, FW
3.Welding Details/ Detalii despre procedeul de sudare : 58 nh, ml ss nb, 55 mb, bs, ml
4,Welding Position/ Pozitia de sudare : PE All, exeepted PG and J-LU4S position
{See also par. £.4.2 EN IS0 15614-1)
5. Parent Material group(s) and sub group(s)/ 12 "1
Grupele si subgrupele Materialulni de Baza : {See also Tahle3 EN ISO 15614-1)
6. Parent Material thickness/ Gros. Material de baza (mm): 12 I~
7.Weld metal thickness/ Gros. Metal depus (mmy): BITT 324
8.Throat thickness’ Gros. Sudurii de colt (mm): - No restriction
9, Pipe Outside Diameter/ Diam. Exterior. (mmy) - 5 10 2500 or B=150 welded in the
PA or PC rotuted position
10.Filler Material Type/Designation/ E 424 B2 555 EN 180 N
Ti i clasi) 7 de t: 5 4B 4 W T 2560-
s clatfcarea Moter el d dper D o (S ar 246,044 s .5
; ] 180 15614-1)
11.Designation of Shielding Gas / Simbolizarea Gazubii de protectie: | - -
12. Designation of Backing Gas / - =
Simbolizarea Gazului de support la radacina:
13. Designation of Flux / Simbolizarea Fluxului: - -
14.Type of Welding Current and Polarity / DU BC
Tipul si polaritatea curentului de sudare:
15. Linear welding energy / Energia liniara 1a sudare (Jmuny) : 8916 0.916225%
{Bee also par. 8.4.5 EN IS0 15614-1)
16. Preheat temperatare / Temp. de preincalzire (°C) : >5 =5
17. Interpass temperature / Temp. intre treceri ("C) fmax.J: F 200 200
18. Past-Heating / Postincalzire (*C): - -
19.Post-Weld Heat treatment/ Tratament Termic dupa sudare - -
("Crmin):
20.0ther information/ Alte informatii: [ w -
12 .
SarcH
Cod: FP05.04

Rev.:1
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II. RECORDS OF MANUFACTURER’S WELDING PROCEDUREE - VARIABLES DURING WELDING TEST/

INREGISTRARI ALE PROCEDURIT DE SUDARE A FABRICANTULUI — VARIABILELE L4 SUDAREA TESTULUI CUPON

Trade Name BM 1/ Trade Name BM 2/
Marca MB 1 Marca MB 2
WPS NopWPS Nr i . :
:p ¢4 1/2014 l;:::ﬂl\_::/tenal EN 10025-2 S 355 J2+N S 355 )2+N
Specif. Mat. de Baza:
Joint Type/ Tipul Imbin. : Batch number/ Sarja : 55146 55146
Butt Weld /BW (Cap lacap )
‘Weld Preparation Details and Cleaning / Base Mat. Group/ 12 1.2
Mechanical Grupa Materialului de Baza :
Detaliile sanfrenului si metoda de curatire : Material thiclmess’ Gros. Material (mm): 12 12
Mecanic Outside Diameter/ Diam. Exterior. (mm) ; - -
Joint Desigr/ Detaliu! Imbinarii ‘Welding Sequences/ Succesiunea la Sudare
80°
BiM BMR2 BM1 2243 - BM2
7 2 BTy
| 7% \e/
-
Ll
]
-
25
Runs Sequence/ Succesiunea siraturilor 1.W.+Layerl Layers 2=5 - -
Welding Process/ Procedeul de Sudare 111 111 - -
Welding Position/ Poritia de sudare : PK PF - -
Automatic Weding/ - No. of heads/ Nr. de capete ) - = = =
Sudare Automata : - Weaving/ Pendulare * - - - -
- Oscillation Frequency/ Frecv. de oscilare - 1 - - -
- Dwell Time/ Durata de temporizare [sec.] - - - [ -
Manual Welder or Welding Operator/ Sudor sau operator sudor MW MW - -
Filler Material/ Mat. de Aport: Wire(w) or Electrode (E )/ Sarma sau Electrod E E - -
» Filler Material Designation/ Simbolizarea Materialelor de Aport Ed24 B2 H5 E4Z4B42 H5 - -
(EN IS0 2560-4) (BN ISD 2560-A)
e« Type and Trade name/ Tipul si marca BASIC 7018 BASIC 7618 - S
* Diameter/ Diametrul [mm] 925 932 - -
» Parameters for Baking/ Parametrii pt. uscare __250°C/25h 250°C/25h > -
Protection Gases - Flux / Gaze de protectie - Fhee - - - - -
* Powder flux/ Flux - Designation/ Clasificare - - - -
- Trade name and Type/Marca si Tipul - - - -
® Gase/ Gaz - Designation / Simbolizare - “ - -
- Trade name - Type/Marca - Tipul - - - -
s Backing/ Suport la Radacina | - Flow-rate V/min/ Debit-viteza [I/ min] - - - -
= Shiclding / Protectie - Flow-rate V'min/ Debit-viteza {I/ min] - - z n
e Plasma Gas/ Gas Plasmagen - 2 S -
Tungsten Electrode - Type and Size/ EI. Wolfram — Tip si Dimens. [mm] - - - -
Type of Current/ Tipu! Curentului BC B - z
Electrode or Wire Polarity/ Polaritatea Electrodului ) ) - -
Current/ Intensitatea curentului de sudare, “4" fA] 95 . 117 - -
Arc Voltage! Tenviunea arcului electric, "V" [V] 22 23 - L.
Pulsed arc/ Arc Pulsat - - - -
Welding Speed/ Viteza de sudare, “S” [mm/min] 123 141 - -
Heat input /kK/oules/ mm] = (Vx Ax 60 x k) [S (mm/min) x 1000], - -
Acc. to/ conform: SREN 1011-1 Y ) - et g
Preheat temperature mini./ Temp. de preincalzire min. [°CJ =5 >5 - 5
Interpass temperature maxi/ Temp. max. intre treceri [°CJ 200 200 ~ -
Type of Welding equipment/ Tipul Echipamenului de sudare CADDY LEN 200
Backing Strip (type)/ Suport la radacina (tipul) ' ' -
Root removal (goug®, grind®)/ Indeparea radacinii (craituire, polizare) =
Post-Heating / Postincalzire: No/Nu . Yes/Dal | Temperature /Temperatura [*C] : Time/ Time :

Post-Weld Heat treatment/ Tmtanr Termic dupa sudare Report/ " Heating Rate/ Viteza de incalzire [*C/h]: from/ de la
No/Nu Yes/ Da L Buletin nr. -
Holding Temperature /°C/ and Holding Cooling Rate/
Time/ Temp.de mentinere [C} si durata - Vit de Racire - up to/ pina Iz .
de mentinere : [°CA]:
| OTHER INFORMATION / ALTE INFORMATI : Welding Process/ Procedeul de Sudare: o
*Weaving (naximal width)’ Pendulare latime mas.) © | Max. 3 x O electrod S e
o 1 2 -:
w
Cod: FP05.04

Rev.:1
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WELDING PROCEDURE QUALIFICATION
REC ORD — Test certificate

Reference Testing Standard: European Standard EN ISO 15614-1:2004/A1:2008
in compiete accordance with 97/23/EC Directive

Issued for the Manufacturer/ Emis Fabricantului S.C. RMW ROMA METAL WORKING S.R.L
after execution of the welded test coupon on the (date) / dupa executia probeij Ia data : 09.10.2014
at the address [/ /a adresa : str. Sos. Bucuresti-Pitesti nr. 110 - STEFANEST!

in the presence of the Examining Body/ ISCIR-CERT S.R.L — NB 1798

in prezenta Organismului de Examinare :

Record issued the / Qualification of the Welding Procedure/
Prezenta inregistrare constituie : Calificarea Procedurii de Sudare
with the reference (WPQR Nr.)
document de referinta : WPQR RMW 3/2014
Bucuresti 23.10.2014 eng. Nicolae Preda 1525
Location / Loc Date / Data Examiner /Examinator Boich

Name, signature, date / Nume, semnatura, d

We certify that the test welds were prepared, welded and tested satisfactorily in accordance with the;e“aments of the
qualification standard EN I1SC 15614-1 /
Noi certificam ca testele cupon au fost pregatie, sudate si incercate in conformitate cu standardul pentru calificare EN ISO 15614-1.

Marl E0BNE M2
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Certificate No. / Cerlificat Nr :

Page / Page

375S — 3/2014 215

I. RANGE OF APPROVAL/ DOMENIU CALIFICAT

12. Designation of Backing Gas/
Simbolizarea Gazului de support la radacina:

13, Designation of Flux / Simbolizarea Fluxului:

14.Type of Welding Current and Polarity /
Tipul si polaritatea curentului de sudare:

15. Linear welding energy / Energia liniara la sudare (W)

16. Preheat temperature / Temp. de preincalzire (°Cj :

17. Interpass temperature / Temp. intre treceri (°C) [max.J:
18. Post-Heating / Postincalzire (°C):

19.Post-Weld Heat treatment/ Tratament Termic dupa sudare
("C/min):

20.0ther information/ Alte informatii:

OK TUBORG 15.14/01.2

WPQR EXECUTION / RANGE OF
WPQR - EXECUTIE QUALIFICATION /
DOMENIU CALIFICAT
1. Welding Process’ Procedeul de Sudare: 136 136
2. Joint Type/ Tipul Imbin. : BW BW, Full and partial penetration
butt welds, FW
3.Welding Details/ Deralii despre procedeul de sudare : ss nb, ml ss nb, ss mb, bs, ml
4.Welding Position/ Pozitia de sudare : PF All, excepted PG and J-L045 position
(See also par. 8.4.2 EN ISO 15614-1)
5. Parent Material group(s) and sub group(s)/ 1.2 1*-1
Grupele si subgrupele Materialului de Baza (See also Table 3 EN ISO 15614-1)
6. Parent Material thickness/ Gros. Material de baza (mmy: 12 3-24
7.Weld metal thickness’ Gros. Metal depus (mm): 12 3-24
8.Throat thickness’ Gros. Sudurii de colt (mm): - No restriction
9, Pipe Outside Diameter/ Diam. Exterior. (mm) : - @ >500 or ©>150 welded in the
PA or PC rotated position
10.Filler Material Type/Designation/
Tipul 5i clasificarea Materialelor de Aport : I 462 P M 2 H5 (EN ISO 17632-A) T462 P M2 HS (EN ISO 17632-A)

(See also par. 8.4.6,8.4.4 and 845 EN
ISO 15614-1)

11.Designation: of Shielding Gas / Simbolizarea Gazulut de protectie:

M21 (EN ISO 14175) M21 (EN ISO 14175)
DC(H) DC
1.194 1.194+£25%
(See also par. 8.4.8 EN ISO 15614-1)
=5 =5
200 200
-Single wire system -Single wire system

-Spray circuiting transfer

-Spray and globular transfer

Cod: FP05.04
Rev.:1




e -
ISCIR CERT:

Certificate No. / Certificat Nr:
375S - 3/2014

Page / Page
3/5

I.. RECORDS OF MANUFACTURER’S WELDING PROCEDURE - VARIABLES DURING WELDING TEST/
INREGISTRARI ALE PROCEDURII DE SUDARE A FABRICANTULUI — VARIABILELE LA SUDAREA TESTULUI CUPON

Trade Name BM 1/ Trade Name BM 2/
Marea MB 1 Moarca MB 2
'WPS N°%IWPS Nr Base Material
P P 3/2014 i EN 10025-2 S 355 J2+N S 355 J2+N
Specif. Mat. de Baza:
Joint Type/ Tipul Imbin, : Batch number/ Sarja : 55146 55146
Butt Weld /BW (Cap lacap)
Weld Preparation Details and Cleaning / Base Mat. Group/ 1.2 12
Mechanical Grupa Materialului de Baza .
Detaliile sanfrenului si mefoda de curatire : Material thickness/ Gros. Material (mm): 12 12
Mecanic Qutside Diameter/ Diam, Exterior. (mm) : - .
Joint Design/ Detaliul Imbinarii Welding Sequences/ Succesiunea la Sudare
60°
BV : BM2 BM1 29+3 - BM2
NI A N e S
4
YN\ N/
=
t 777 \ -
.
-
25
Runs Sequence/ Succesiunea straturilor T. W.+ Layer 1 Layers 24 - -
Welding Process/ Procedeul de Sudare 136 136 - -
Welding Position/ Pozitia de sudare PF PF - -
Automatic Weding/ - No. of heads/ Nr, de capete 1 1 - -
Sudare Automata : - Weaving/ Pendulare * - - - S
- Oscillation Frequency/ Frecv. de oscilare - - - =
- Dwell Time/ Durata de temporizare [sec.f - - - -
Manual Welder or Welding Operator/ Sudor sau operator sudor WO WO - -
Filler Material/ Mat. de Aport; Wire(w) or Electrode (E )/ Sarma sau Electrod W hid - -
» Filler Material Designation/ Simbolizarea Materialelor de Aport T462PM2HS T462PM2HS - -
(EN 180 17632-A) (EN ISO 17632-A)
« Type and Trade name/ Tipu! si marce OK TUBORG 15.14 OK TUBORG 15.14 - -
» Diameter/ Digmetrul fmm] 1.2 P12 - -
« Parameters for Baking/ Parametrii pt. uscare - - - -
Protection Gases — Flux / Gaze de protectie - Flux . - - i -
* Powder flux/ Fhex - Designation/ Clasificare 3 z - =
- Trade name and Type/Marca si Tipul - L - =
s Gase / Gaz - Designation / Simbolizare M21 (EN IS0 14175) | M21 (EN ISO 14175) - -
- Trade name - Type/Marea - Tipul 82%Ar + 18%C02 82%Ar + 18%C02 - -
o Backing/ Suport la Radacina | - Flow-rate Vmin/ Debit-viteza [/ min] - = = -
¢ Shielding / Protectie - Flow-rate Vmin/ Debit-viteza I/ min] 17 17 = K
s Plasma Gas/ Gas Plasmagen - 5 o -
Tungsten Electrode - Type and Size/ £/, Wolfram — Tip si Dimens. {mm] - I L -
Type of Current! Tipul Curentului DC DC o =
Electrode or Wire Polarity/ Polaritatea Electrodului (+) (+) = =
Current/ Intensitatea curentului de sudare, “A” fA] 247 252 = N
Arc Voltage! Tensiunea arcului electric, V" [V] 28.2 28.5 = N
Pulsed are/ Arc Pulsat - 5 - =
Welding Speed Viteza de sudare, “S" [mm/min] 280 290 = e
Heat input [KJonles/ mm] = (Vx Ax 60x k) [S (mm/min) x 1000], 1194 1189 - -
Acc. to/ conform: SREN 1011-1 . .
Preheat temperature mini/ Temp. de preincalzire min. [°C] >5 =5 = -
Interpass temperatare maxi/ Temp. mar. intre treceri [°C] 200 200 - -
Type of Welding equipment/ Tipu! Echipamernului de sudare CADDY LHN 200
Backing Strip (type) Suport la radacina (tipul) -
Root removal (goug®, grind®)/ Indeparea radacinii (craituire, polizare)
Post-Heating / Postincalzire. No/Nu W Yes/Dal] Temperature /Temperatura [°C] : Time/ Time :

Post-Weld Heat treatment/ Tratoment Termic dupa sudare Report/

Heating Rate/ Viteza de incalzire [FC/h] :

-  from/de la =

No/Nu Yes/'Da Buletin nr. -

Holding Temperature /°C7 and Holding Cooling Rate/

Time/ Temp.de mentinere [°C] si durata - Vit. de Racire - up to/ pina la L
de mentinere : " [°C/H]:

OTHER INFORMATION / ALTE INFORMATII : Welding Process/ Procedeul de Sudare:

*Weaving (maximal widthy Pendulare (latime max.)

| Max, 3 x @ electrod

Ld;-in“i

F, &=,
RIFL

Cod: FP05.04

Rev.:1



2 Page / Pagini
- %* o & | Contact Details : Certificate No. /
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WELDING PROCEDURE QUALIFICATION
RECORD — Test certificate

Reference Testing Standard: European Standard EN ISO 15614-1:2004/A1:2008
in complete accordance with 97/23/EC Directive

Issued for the Manufacturer/ Emis Fabricantului S.C. RMW ROMA METAL WORKING S.R.L
after execution of the welded test coupon on the (date) / dupa executia probei la data : 09.10.2014

at the address [ la adresa : str. Sos. Bucuresti-Pitesti nr. 110 - STEFANEST!

in the presence of the Examining Body/ ISCIR-CERT S.R.L - NB 1798
in prezenta Organismului de Examinare :

Record issued the / Qualification of the Welding Procedure/
Prezenta inregistrare constituie : Calificarea Procedurii de Sudare
with the reference (WPQR Nr.)
document de referinta : WPQR RMW 7 /2014
AR o@
Bucuresti 23.10.2014 eng. Nicolae Preda é ' A
Location / Loc Date / Data ' Examiner / Examinator B

Name, signature, date / Nume, semnatura, date

We certify that the test welds were prepared, welded and tested satisfactorily in accordance with the requirements of the
qualification standard EN I1SO 15614-1 /
Noi certificam ca festele cupon au fost pregalie, sudate si incercate in conformitate cu standardul pentru calificare EN 1SO 15614-1.

Cod: FP05.04
Reav 1
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L. RANGE OF APPROVAL/ DOMENIU CALIFICAT

WPQR EXECUTION / RANGE OF
WPQR - EXECUTIE QUALIFICATION /
DOMENIU CALIFICAT
1. Welding Process’ Procedeul de Sudare: L4 141
2. Joint Type/ Tipul Imbin. : Fw Fw
3.Welding Details/ Detalii despre procedeul de sudare : ml ml
4. Welding Position/ Pozifia de sudare : PC All, excepted PG and J-LO45 position
{See also par. 8.4.2 ENISO 15614-1)
5. Parent Material group(s) and sub group(s)/ 1.2 "1
Grupele 5i subgrupele Materialului de Baza : {See also Table 3 EN ISO 15614-1)
6. Parent Material thickness/ Gros. Material de baza (mmy): 30/30 =5
7.Weld metal thickness/ Gros. Metal depus (mm): - -
8.Throat thickness/ Gros. Sudurii de colt (mm): 15 Mo restriction
9. Pipe Outside Diameter/ Diam. Exterior. (mm) : - 8 >500 or ©=150 welded in the
PA or PC rotated position
10.Filler Material Type/Designation/ s
Tipul si clasificarea Materialelor de Aport : ER'NIS-S (AWS A 5.18) m :nr. 846, 5, ?.4 AT
TG-2/A024 18O 15614-1)
11.Designation of Shielding Gas / Simbolizarea Gazului de protectie: | T1 (EN IS0} 14175) II {EN 150 141:!5)
12. Designation of Backing Gas / - -
Simbolizarea Gazului de support la radacina:
13. Designation of Flux / Simbolizarea Fluxului: - -
14.Type of Welding Current and Polarity / DC() BC
Tipul si polaritatea curentului de sudare:
15. Linear welding energy / Energia liniara la sudare (Fimmy) ; 1.097 L0V £25%
{Sec also par. 8.4.8 EN ISD [5614-1)
16. Preheat temperature / Temp. de preincalzire ("C} : >5 25
17, Interpass temperature / Temp. intre treceri (°C) max.J: 200 200
18. Post-Heating / Postincalzire ("Ch: - -
19.Post-Weld Heat treatment/ Tratamen: Termic dupa sudare - -
{"C/min}:
20.0Other information/ Alte informatii: - -
Qe

Cod: FP05.04
Rev.:1
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II.. RECORDS OF MANUFACTURER’S WELDING PROCEDURE - VARIABLES DURING WELDING TEST/
INREGISTRARI ALE PROCEDURII DE SUDARE A FABRICANTULUI — VARIABILELE LA SUDAREA TESTULUI CUPON

Page / Page
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ISCIR CERT S

Trade Name BM 1/ Trade Name BM 2/
Marca MB 1 Marca MB 2
WPS NepWPS Nr Base Material = ]
P P 7/12014 Specific. EN 10025-2 8§ 355 J2+N S 355 J2+N
Specif Mat de Baza:
Joint Type/ Tipul Imbin. : Batch number/ Sarja : 55144 55144
Fillet Weld /FW (Tni colt )
Weld Preparation Details and Cleaning / Base Mat. Group/ 12 12
Mechanical Grupa Materialului de Baza :
Detaliile sanfremului si metoda de curatire : Material thickness/ Gros. Material (mm): 30 30
Mecanic Qutside Diameter/ Diam. Exterior. (mm) : - -
Joint Design/ Detaliul Imbinarii Welding Sequences/ Succesiunea la Sudare
N
w2 2132
™~
B3
B
. 'y X 3] - ' ;;
N\ g \ NN
S
Runs Sequence/ Succeshunea straturilor T. W.+Layer 1 Layers 2-8 - -
Welding Process/ Procedeul de Sudare H1 141 - -
Welding Position/ Pozitia de sudare PC PC - -
Automatic Weding/ - No. of heads/ Nr. de capete - - - -
Sudare Automata : - Weaving/ Pendulare * - - - -
- Osciltation Frequeney/ Frecv. de oscilare = - - -
- Dwell Time/ Durata de temporizare [sec.] - = = =
Manual Welder or Welding Operator/ Sudor sau operator sudor MW MW - -
Filler Material/ Mat. de Aport: Wire(w) or Electrode (E )/ Sarma sau Electrod w w - -
« Filler Material Designation/ Simbolizarea Materialelor de Aport ERT05-6 (AWS AS.18) | ER705-6 (AWS A 518} - -
« Type and Trade name/ Tipul 5i marca TG-2 TG-2 - -
 Diameter/ Diametrul {mm] #24 024 - -
© Parameters for Baking/ Parametrii pt. uscare = = - =
Protection Gases — Flux / Gaze de protectie - Fle - - - - -
o Powder flux/ Fho - Designation/ Clasificare - - - -
- Trade name and Type/Marca si Tipul - - - -
s Gase / Gaz - Designation / Simbolizare H (EN IS0 14175) I1 (EN ISO 14175) - =
- Trade name - Type/Marca - Tipul ARGON 99.998% ARGON 99.998% - -
‘s Backing/ Suport la Radacina | - Flow-rate Vmin/ Debit-viteza [I/ min] ' - = - -
o Shielding / Protectic - Flow-rate l'min/ Debit-viteza [/ min] i1 11 - =
e Plasma Gas/ Gas Plasmagen - - - -
Tungsten Electrode - Type and Size/ El. Woifram — Tip si Dimens. fmm] - - - -
Type of Current/ Tipul Curentubui Ly £ o) - -
Electrode or Wire Polarity/ Polaritatea Electrodului “ {) - -
Current/ Intensitatea curentuini de sudare, "A” {A] 126 121 - -
Arc Voltage! Tensiunea arcului electric, “V” [V] 15 14 - -
Pulsed are/ Arc Pulsat - - - -
Welding Speed/ Vifeza de sudare, "S™ [mm/min] 62 59 - -
Heat input [kJoules/ mmj= (VxAx 60xk)/ [S (mm/min) x 1000], 1 - -
Acc. to/ conform: SREN 1011-1 / ) : l"m - —
Preheat temperature mini/ Temp. de preincalzire min. [°C] =5 >5 o 2
Interpass temperature maxi/ Temp. max. intre treceri [°C] 200 200 - -
Type of Welding equipment/ Tipul Echipamenului de sudare CADBY LHN 200
Backing Strip (type) Suport la radacina (tipui)
Root removal (goug®, grind®)/ Indeparea radacinii (craituire, polizare) - )
Post-Heating / Postincalzire: No/Nu W Yes /Dal ] Temperature /Temperatura [°C] - Time/ Time _ _
Post-Weld Heat treatment/ Tratament Termic dupa sudare Report / Heating Rate/ Viteza de incalzire ["C/R]: g o0, 0 0 _
No/Nu Yes/' Da Buletin nr.
Holding Temperature /°C} and Holding Cooling Rate/
Time/ Temp.de mentinere [°C] si duraia - Vit. de Racire ] up to/ pina la FL
de mentinere . [ °C/R] -
OTHER INFORMATION / ALTE INFORMATI : Welding Process/ Procedeul de Sudare: ot
*Weaving (maximal width)/ Pendulare (latime max.) - | Max. 3 x @ electrod AN
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