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GENERAL APPLICATIONS

OF TECHNOLOGY & SCIENCE LTD
TESTING LABORATORIES - INSPECTION BODY

158 IARAMANLI AYVE_ 178 T8 ACRARNE-ATTICA-EREECE
TEL 430 10 2042 471-10, FAX: +30 1102442415
EMAIL: infa @gatuadLgr

AGROTEMACHSD £11, 570108 10NIA-THESSALONIKI-SREECE
TEL: +30 2300 781 747, FAL +30 10 134T0
EMAIL: infs_heChgatsndl gr

Welding Procedure Qualification Record form (WPQR)
Welding procedure qualification - Test certificate

Manufacturer's WPQR No.; rFWI2

Examiner or examining body: GATS LTD
Reference No.: T22.614.PQRO0I

Manufacturer: ELMEKAT 54
Address: 17.5 KM. THESSALONIKT - ASSIROS
Code/ testing standard: ENISO 15614-1:2017+A1:2019 & PED 2014/68/EU (§ 3.1.2)
Level: 2
Date of welding: 11-07-2022
TEST PIECE
Product form: Fillet weld
Welding processes used
No. 1 No. 2 No.3
Welding process(es): 135
Deposited metal thickness (mm) 4.5
RANGE OF QUALIFICATION
Type of joint and weld: Fillet welds

Parent material group (s) and sub-group(s):

Parent material thickness (mm):

CEN ISO/TR 15608: Subgroup 1.1, (ReH = 235 N/mm2)
All Permutations Permitted
min 3.00mm - max 24.00mm

Deposited metal thickness max (mm)

Welding processfes):

Throat thickness (mm) min 3.37mm - max 6.75mm

Single /multi run: Single run

Outside pipe diameter (mm): = 500 mm (= 150 mm welded in the PA or PC rotated position)
Filler material designation: EN IS0 14341-A4:2008: G 42 3 M21 G35il

Filler material make: Any

Filler material size: Any

Designation of shielding gas/flux: IS0 14175:2008-M21-ArC-20

Designation of backing gas: Without or ISO 14175:2008-1 -N1 -N2 -N3

Type of welding current and polarity: DC+

Transfer mode: Spray, pulse or globular

Heat input: No requirement for control

Welding positions: All positions except vertical down

Preheat temperature: 210°C

Interpass temperature: <300 °C

Post-Heating -

Post-weld heat treatment : -

Other information: -

We confirm that the statements in this record are correct and that the test pieces were prepa Ided, tested and have
fulfilled the requirements in accordance with EN IS0 15614-1.

Location Date of issue

THESSALONIKI 19/7/2022 AS

The above results are only valid for the tested samples/items
Electronic copies are for ease of use and information purposes only
Partial reproduction of the report is not permitted without the permission of Gats Lid
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ALHARNE

AGROTEMACHID H11. 574 80 JONUA-THESSAL OWX-GREECE
TEL: +30 T30 781 747, FAL +30 2318 700470
EMALL nfy_the @gatundl

Record of weld test
Location: ELMEKAT Examiner or examining body: GATS LTD
Manufacturer's pWPS No.: pFWi2 Method of preparationand ~ GRINDING & BRUSHING
cleaning:
Manufacturer's WPQR No.:. rFWI2 Parent material specification: §235JR
(EN 10025-2 1.0038 1.1)
Manufacturer: ELMEKAT 5A Material thickness (mm): 12 mm
Welder's/operator's name:  ELD4 Outside pipe diameter (mm): -
Joint type and weld: FW PLATE Welding position: PE
Weld preparation details (sketch)
Joint design Welding sequences
— -—
12mm —p| |e4— 12om
v, A B‘l a=4.5mm
12mm | | [ |

Welding details

Run | Welding Size of | Current | Voltage Type of Wire feed | Travel Heat Metal

process | filler metal A v current/Polarity speed speed input transfer
m/min mm/min_| Kl/mm
1 135 1.2 210 24 DC+ 4 360 0.67 Spray

Filler metal designation and Make: EN ISQ 14341-4 G 42 3 M21 35il (BOHLER 5G 2)
Any special baking or drying: N.A. Other information * e.g:

Gas/flux;

Gas flow

Interpass

- Shielding:
- Backing:

rate: - Shie

Iding:

- Backing:
Tungsten electrode type/size:
Details of back
gouging/backing:
Preheat temperature:

temperature:

Post-Heating :
Post-weld heat treatment

(PWHT)

Manufacturer

M21 (Ar 80%, CO2 20%)

N.A.
12-14 Lt/min
NA.
NA.
NA.

210°C
<250 °C
NA

NA

The above results are only valid for the tested samplesfitems
Electronic copies are for ease of use and information purposes only
Partial reproduction of the report is not permitted without the permission of Gats Ltd

T22.614.PQRO01 15614-1 FW12.DOCX

Page 2 from 3

weaving (maximum width of run):
Oscillation (amplitude, frequency, dwell time):
Pulse welding details:
Distance contact tube/ workpiece:
Plasma welding details:
Torch angle:
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TESTING LABORATORIES - INSFECTIGN BODY ML P
Test results
Manufacturer's WPOQR Mo rFWI2 Examiner or examining body: GATSLTD
Reference No.: T2L6M4.POROG]
Accepiable Moi-acceptable Report No.
o
il T22.614.PTO0]
Rm A FJ Fracture Remarks
MPa % 0a % location
Bend tests
Type'MNa. Bend angle Former diameter o Result
Macroscopic examination T22614MO003 ACCEPTABLE
Impact Test Type: Size ; Hequirement
MWotch ek Avera Remarks
'C
L sonDirecti Temp. °C 1 5 B B
Hardness Test | Hvig | BASEM, HAZ } WELD HAZ BASE M.
Ll

Tests carried out in accordance with the requirements of: EN IS0 15614-1:201 7+A1:2019
Laboratory report reference Noo: T22614 POROGT

Test results were acceptable/not-aseepioble
Tests carried out in the presence of: A, STRANTZAS
Examiner cr examining body
The above results are onty valid for the tesied sempleyiterms (‘E%
Electrosic copies e for exse of use and information parposes oaly el L
Fartial repeoduction of e repon i net pormitied wilhout the permission of Gats Lid (B

TIEI4PORDON 15614-1 FWI2 DOCY Page 3 from 3



