Sertifikats

RazoSanas procesa kontroles atbilstibas sertifikits

Sertifikata numurs;:

Biivizstradajums:

Paredzéta izmantosana:

CE mark&38anas metodes:

Razotaja nosaukums un
adrese;

Razotnes nosaukums un
adrese:

Apstipringjums:

Pirmas izsnieg$anas datums:
Nakamais uzraudzibas audits:

Deriguma termins:

Piezimes:

Riga, 2024.gada 04. okiobris

06.04.019_EN1090-1_Rev.1

Reg. Nr. 40003221612
Katlakalna iela 9a, Riga, LV-1073

1407-CPR-1090-1/W024/24

Saskana ar 2011. gada 9. marta Eiropas Parlamenta un Padomes regulu
(EU) Nr. 305/2011 (Bavizstradajumu Regula jeb CPR), §is sertifikats ir
attiecinams uz blvizstradajumu:

slodzi neso$u térauda konstrukciju elementi Izpildijjuma klasei
£XC 2 un zemak saskana ar EN 1090-2:2018+A1:2024

visu éku tipu slodzi nesosu térauda konstrukciju elementiem
1 un 3a saskana ar EN 1090-1:2009+A1:2011 tabulu A.1

kas laisti tirgh ar nosaukumu vai pre¢u zimi
SIA "SKONTO PREFAB"

Salaspils nov., Salaspils pag., Acone, Granita iela 31 k-1,
LV-2119, Latvija

un izgatavoti razotné

SIA "SKONTO PREFAB"

Salaspils nov., Salaspils pag., Acone, Granita iela 31 k-1, LV-2119, Latvija

Sis sertifikats apliecina, ka ir pieméroti visi noteikumi, kas attiecas uz
ekspluatacijas Tpasibu noturTbas novértéSanu un parbaudém saskana ar

EN 1090-1:2009 + A1:2011

standarta ZA pielikumu atbilstosi sistémai “2+” un

razoSanas procesa kontrole novértéta par atbilstosu
piemérojamam prasibam.

2024. gada 04. oktobris

2025. gada 03. oktobris

Sis sertifikats ir spgka, kamér bitiski nemainas harmonizétais standarts,
buvizstradajums, AVCP metodes un/vai razo$anas nosacijumi, ja vien pazinota
izstradajumu sertifikacijas institlcija nav apturégjusi vai atcélusi sertifikatu.

Pazinota institlcija Nr. 1407 — Sertifikacijas centrs SIA “LRTDEA” TUV
Rheinland grupa - ir veikusi raZzotnes un raZo$anas procesa kontroles
sistémas sakotn&jo novértéSanu un veic pastavigu razosanas procesa
kontroles sistémas uzraudzibu, novérté$anu un apstiprinasanu.

Vjaéeslavs Kuvs$inovs
Sertifikacijas centrs SIA “LRTDEA” TUV Rheinland grupa

»LRTDEA” -TUV Rheinland Grupa, SIA
Telefons: +371 67568605, +371-67568607 ii

E-pasts: tuv@tuv.lv,
WEB: http:.//www.tuv.lv

EN ISO/IEC 17065 "
$1-239 A TUVRheinland®

Precisely Right.



Certificate

of conformity of the factory production control (FPC)

Certificate No:

Construction product:

intended use:
CE marking methods:

Name and address of the
manufacturer:

Manufacturing plant and
address:

Confirmation:

Date of first issue:
Next surveillance inspection:
Period of Validity:

Remarks:

R1ga, October 04, 2024

06.04.019_EN1090-1_Rev.1

1407-CPR-1090-1/\W024/24E

In compliance with Reguiation (EU) No 305/2011 of the European Parliament
and of the Council of 9 March 2011 (the Construction Products Regulation or
CPR), this certificate applies to the construction product

Structural components and kits for steel structures up to
EXC 2 according to EN 1090-2:2018+A1:2024

for load-bearing structures in all types of buildings
1 and 3a according to table A.1 of EN 1090-1:2009+A1:2011

placed on the market under the name or trade mark of

SIA "SKONTO PREFAB"

Salaspils nov., Salaspils pag., Acone, Granita iela 31 k-1,
LV-2119, Latvija

and produced in the manufacturing plant

SIA "SKONTO PREFAB"
Salaspils nov., Salaspiis pag., Acone, Graniia iela 31 k-1, LV-2119, Laivija
This certificate attests that all provisions concerning the assessment and

verification of constancy of performance described in Annex ZA of the
standard

EN 1090-1:2009 + A1:2011

under system 2+ are applied and that

the factory production control is assessed to be in conformit
with the applicable requirements.
October 04, 2024

Octiober 03, 2025

This certificate will remain valid as long as neither the harmonised standard,
the construction product, the AVCP methods nor the manufacturing conditions
in the plant are modified significantly, uniess suspended or withdrawn by the
notified product certification body.

The Notified body No. — Sertifikacijas centrs SIA “LRTDEA” TUV Rheinland
grupa — has performed the initial inspection of the manufacturing plant and of
the factory production control and performs the continuous surveillance,

roval of the factory production control.

Vjaceslavs Kuvsinovs
Sertifikacijas centrs SIA “LRTDEA” TUV Rheinland grupa

»LRTDEA” -TUV Rheinland Grupa, SIA

Reg. Nr. 40003221612
Katlakalna iela 9a, Riga, LV-1073

Telefons: +371 67568605, +371-67568607

E-pasts: tuv@tuv.lv,
WERB: http://www.tuv.lv

EN ISO/IEC 17065 )
$1-239 A TUVRheinland®

Precisely Right.
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WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
WELDING PROCEDURE QUALIFICATION - TEST CERTIFICATE

Page 1 of 3
Manufacturer's pWWPS No.:  pWPS - 011/24-S-PR Examiner or examining body:
Manufacturer's WPQR No.:  WPQR S-PR-011/24 Certification center SIA “LRTDEA” TUV Rheinland grupa
Manufacturer: SIA "SKONTO PREFAR" Reference No.: WPQR/S-PR/028-1/24
Address: Salaspils nov., Salaspils pag., Acone, Date of welding: 18.09.2024
Granrta iela 31 k-1, LV-2119, Latvija Level (acc. to LVS EN ISO 15614-1:2017+A1:2019): 2
Code / testing standard: LVS EN ISO 17660-1:2007; LVS EN ISO 15614-1:2017+A1:2019

RANGE OF QUALIFICATION

Product form: Bar + P (plate)

Welding process(es): 135 — MAG welding (partly mechanized) with solid wire electrode acc. to EN ISO 4063

Type of joint and weld:__Transverse end plate joints, set-on bar acc. to LVS EN ISO 17660-1:2007, Fig. 9.c and
set-through bar acc. to LVS EN ISO 17660-1:2007, Fig. 9.a

Steel grade of Reinforcing steel with strength R. = 500 N/mm?, ductility Rm/R.=1,08 and Ay=5%

reinforcing steel bars: _ (grade B500B) acc. to DIN 488 with carbon equivalent CEV < 0,45

Material group(s) of Steel group Nr. 1 (carbon steel with specified minimum Rex < 355 N/mm?)

steel components: according to LVS CEN ISO/TR 15608

Thickness of Steel Components [mm]: Virs / Over / CBbiuie 5,0

Deposited metal thickness [mm]:

Throat thickness [mm]: Single layer: a=3,0 + 6,0; multi-run: no restriction.

Single layer / multi-run: No restriction / lerobezojumu nav / Ge3 orpaHuyeHuni

Reinforcing Steel Bar Diameter [mm]: 8,0

Filler material designation: LVS EN ISO 14341-A G 42 4 M21 3Si1 or other materials as long as they
have equivalent mechanical properties and the same chemical composition

Filler material make: No restriction / lerobezojumu nav / Be3 orpaHuueHui

Filler material size: No restriction / lerobezojumu nav / Be3 orpaHn4eHun

Designation of shielding gas / Flux: LVS EN ISO 14175-M21-ArC-18.

Max relative deviation of CO2 content is +20 %

Designation of backing gas:

Type of welding current and polarity: DC/ +

Transfer mode: Spray, pulse and globular metal transfer (S; P; G)

Heat input [kJ/mm]: 0,87 = 1,68

Welding positions: All positions except for PG and PJ-L045 / Visi stavokli, iznemot PG un PJ-L045 /
Bce nonoxeHust kpome PG u PJ-L045 according to / péc / no LVS EN ISO 6947

Preheat temperature: Min +5°C according to / saskana ar / B cooTBeTcTBMM ¢ LVS EN 1011-2

Interpass temperature: Max +220°C according to / saskana ar/ B cootBeTcTBum ¢ LVS EN 1011-2

Post-weld heat treatment and / or ageing:

OTHER INFORMATION: Load-bearing welded joints and non load-bearing welded joints.

We confirm that the statements in this record are correct and that the test pieces were prepared, welded, tested and have fulfilled
the requirements in accordance with LVS EN ISO 15614-1.

Date of issue: 07.10.2024 Location: Riga, Latvia

Vjaceslavs Kuvsinovs
Certification center SIA “LRTDEA” TUV Rheinland grupa

SIA ,,LRTDEA” TUV Rheinland grupa
VRN40003221612
Katlakalna iela 9a, Riga, LV-1073
Tel. +371-67568607, +371 67568605,
E-pasts: tuv@tuv.lv,
WEB: hitp:/iwww.tuv.lv . .

A TUVRheinland®
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fat [LV] en (GB) rus (RU)
1. METI_NAS_ANAS PROCESA 1.| WELDING PROCEDURE 1.| KAPTA ATTECTALWA TEXHONOIMN
NOVERTESANAS IERAKSTS (WPQR QUALIFICATION RECORD (WPQR) CBAPKU (WPQR)
2. METINASANAS PROCESA 2.| WELDING PROCEDURE 2.| NMPOUEAYPA ATTECTALIMMK
| NOVERTEJUMS — PARBAUDES QUALIFICATION — TEST TEXHONOTUK CBAPKM -
SERTIFIKATS CERTIFICATE CEPTUOUKAT
3.| Razotdja pWPS Nr.: / Eksaminé&tajs vai| 3. | Manufacturer's pWWPS No.: / Examiner | 3. | UHCcTpyKUMaA no cBapke opranmsaumm -
| eksaminacijas institlcija: or examining body: narotoeutens Ne: / Koutponép vnu
Hapas3opHasa opraHv3aums:
4.| RaZotaja WPQR Nr.: 4.| Manufacturers WPQR No.: 4.| WPQR opranusauuu-usrotoeutens Ne:
5.| Razotajs: / Atsauces Nr.: 5.| Manufacturer: / Reference No.: 5.| Opranusauus-usrotosutens: /
WaeHTtndukatop:
6.| Adrese: / MetinaSanas datums: 6. | Address: / Date of Welding: 6.| Aapec: / [lata cBapku:
7.| Limenis: 7.| Level: 7.| YpoBeHb:
8.| Normativais dokuments / parbaudes 8.| Code / Testing Standard: 8.| Kop / cTtanaapT KOHTpOnS:
standarts:
9. NOVERTEJUMA DIAPAZONS 9. RANGE OF QUALIFICATION 9.| OBJIACTb ATTECTALUNU
10.| Izstradajuma veids: 10.| Product form: 10.| Bug nsgenus
11.| MetinaSanas process (-si): 11.| Welding process(es): 11.| TMpouecc (-b1) cBapku:
12| Savienojuma tips: 12, Type of joint and weld: 12.| Tun coeauHeHus:
13.| Stiegrojuma stienu térauda marka: 13. Steel grade of reinforcing steel bars:  [13.] Mapka cTanu apmaTypHbIX CTepKHel
[mm]:
14.| Térauda komponentu materiala 14.| Material group(s) of steel components: [14.[ 'pynna (-b1) MaTepuana cranbHbIX
grupa (-as): aetanen:
15| Térauda komponentu biezums [mm]:  [15.| Thickness of Steel Components [mm]: |15.| TonwmHa craneHbIX AeTanen [Mm]:
16.| Uzkauséta metala biezums [mm]: 16.| Deposited metal thickness [mm]: 16.| TonwwmHa HannaeneHHoro Metanna [Mm):
17, Kakta Suves nominalais biezums [mm]:|17.| Throat Thickness [mm]: 17.| BbicoTa WBa ANs YrnoBbiX CBAPHbIX
coeanHenun [Mm]:
18, Viena gajiena Suve / Daudzgajienu 18.| Single layer / multi-run: 18.| OagHonpoxoaHbIi Wwos /
Suve: MHOronpoxoaHbli LWOB:
19, Stiegrojuma stienu diametrs [mm]: 19.| Reinforcing Steel Bar Diameter [mm]: |19.] HapyxHbi?i auameTp apmatypHbIX
cTepxHen [Mm]:
20. Piedevas materiala apzZiméjums: 20, Filler Material Designation: 20| O6o3HaueHne NpMUCafo4HOro
marepuana:
21.| Piedevas materiala tirdzniecibas 21, Filler Material Make: 21.| Toprosas mapka 1 nponsBoaunTens
nosaukums un raZotajs: npucagovHoro Matepuana:
22, Piedevas materiala izmérs: 22| Filler Material Size: 22.| nameTp npucago4Horo matepuana:
23.| Aizsarggazes / kusnu apzim&jums: 23.| Designation of Shielding Gas / Flux:  [23.| O6osHayeHue 3awuTHOro rasa / conioca:
24, Gaze aizsargasanai no saknes puses: |24.| Designation of Backing Gas: 24| O603HaveHne 3alUTHOrO rasa ans
nopaysa:
25.| Metinaganas stravas tips un polaritate: (25.| Type of Welding Current and Polarity: |25 CeapouHblIii Tok (poa / TONsSpHOCTD):
26.| Metala parnesuma veids: 26.| Transfer mode: 26.| Bug nepeHoca meTanna:
27. Siltuma ievade [kJ/mm]: / Pilns 27.| Heat Input [kJ/mm]: / Full range / root |27.| TennoenoxeHue [kx/ mm]: / Beck
diapazons / saknes gajiens: / aizpildes run / filling run(s): / capping run(s): / AnanasoH / kopHeBoW Banuk: /
gajiens (-i): / virspuses gajiens (-i): / sealing run 3anonHaALWwMn npoxoa (-bl): /
saknes aizmetind3ana no otras puses 06nu1LoBOYHIN Npoxoa, (-bl): /
NoABapOYHbIN LLUOB;
28.[ Metinasanas stavokli: 28.[ Welding Positions: 28.| MNonoxeHue npu ceapke:
29. lepriek$éjas uzsildiSanas temperatlra: |29.| Preheat Temperature: 29, Temnepartypa nogorpesa:
30, Starpgajienu sildiSanas temperatdra: |30.| Interpass Temperature: 30. Temnepatypa WwBa MeXay npoxogamvu:
31.| Termiska apstrade péc metind$anas un31.| Post-Weld Heat Treatment and / or 31, TepmooGpaboTka nocne ceapku:
/ vai vecina$ana: Ageing:
32| CITAINFORMACIJA: 32| OTHER INFORMATION: 32, JONONAHUTENBHAA NHOOPMALINA:
33.| Més apstiprinam, ka 3aja ieraksta 33.| We confirm that the statements in this |33.| Mbl noaTeepxaaem, 4To ykasaHHas B
esoSie apgalvojumi ir pareizi un ka record are correct and that the test 3TOM OTuYéTe MHOpMaLus npaswiibHa, U
testa paraugi tika sagatavoti, metinati, pieces were prepared, welded, tested YTO KOHTPONbHble 0bpasLibl Obirin
parbauditi un tie atbilst prasibam and have fulfilled the requirements in noaroToBreHb!, CBapeHbl U NPOBEPEHEI B
saskana ar LVS EN I1SO 15614-1. accordance with LVS EN ISO 15614-1. cooTseTcTBUU C TpebosaHusammn LVS EN
1SO 15614-1.
34, lzdodanas datums: / AtraSanas vieta: |34.] Date of issue: / Location: 34, Oarta ebigauu: / MecTo sbigauu:
35, Sertifikacijas procesa vaditajs / 35.| Head of the Certification Process / 35, PykoeoguTtenb ceptudmkauum / kcnepT

Metind$anas biroja eksperts

Expert of Welding Bureau

6lopo cBapku
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Location:
Manufacturer’s
pWPS No.:
Manufacturer's WPQR No.:
Manufacturer;
Welder’'s / operator's name:

Welding process:
Joint type and weid:

Welding position:

RECORD OF WELD TEST

Latvia

pPWPS — 011/24-S-PR

Page 2 of 3
Examiner or examining body:
Certification center SIA “LRTDEA” TUV Rheinland grupa

WPQR S-PR-011/24

SIA "SKONTO PREFAB"

Reference No.: WPQR/S-PR/028-1/24

Method of preparation and cleaning:

Cutting, brushing and / or grinding.

Andrejs Mihailovs

135 (MAG welding)

Transverse end plate joint,

set-on bar

PB according to EN ISO 6947

Power source manufacturer:
WELD PREPARATION DETAILS (SKETCH)™:

Kemppi

Parent material Bar 1: Grade B500B acc. to DIN 488

Specification:  Plate 2: $355J2+N acc. to EN 10025-2
Material thickness [mm]: t2=30,0
Qutside pipe diameter [mm]:

D1=8,0
Waveform control mode: ————

Joint Design

Welding sequence

00,5 mm

b=

N

7 o
gh\l
é

1

Dimensions of the test specimens according
to EN ISO 17660-1, Fig. C.9.c and Fig. 9.c.

N

ol
N

WELDING DETAILS

R Welding SISy f e Current, | Voltage, Type of | VWiSHESE L] Heat input” | Metal
un rocess mateiiel [A] [Vl currer_1t/ spged, spee_d . [kd/mm] transfer
P [mm] Polarity | [m/min]?_| [mm/min]

1 135 1,2 230,0 23,2 DC/+ 6,5 G
Filler material for root run: Other information’, e. g.:
Designation: LVS EN I1SO 14341-A G 42 4 M21 3Si1 Weaving (maximum width of run): 8,0 mm
Trademark MOST SG2-ITS, Oscillation: amplitude, frequency, dwell time:
and make:; RYWAL-RHC Sp. z 0.0.
Any special baking or drying: — - I
Shielded gas / flux: Distance contact tube / work piece: 14 =18 mm
Shielded: M21-ArC-18 Nozzle diameter: 16,0 mm
Backing: m— Number of wire electrodes: 1 pc.
Gas flow rate: Torch angle: 5° +10°
Shielding: 14 + 16 [I/min] Pulse welding details: —_—
Backing: —
Tungsten electrode type / size:
Details of back gouging / backing: — The lowest work piece temperature immediately prior to
Preheat temperature: Min + 24°C welding without pre-heating, °C: —

Interpass temperature:

Post-weld heat treatment and / or ageing:

Time, temperature, method:
Heating and cooling rates”:

1 If required
Manufacturer:

_Igors Morilovs, 07.10.2024 (/1 & [ / 7z i

Filler material for interpass and face runs:

Designation:

Trademark and make:

Examiner or examining body:
Aleksandrs Filipévs
07. 10, 2024 Dr.sc.ing..EWE ¢,

SIA ,LRTDEA” TUV Rheinfand grupa, VRN40003221612, Katlakalna iela 9a, Riga, LV-1073

{(Name, date and signature)

{Name, daté.and SIgnatu f

Tel. +371-67568607, +371 67568605, E-pasts: tuv@tuv.lv, WEB: http://www.tuv.lv

/A TOVRheintand®

Precisely Right.




fat (LV)

en (GB)

rus (RU)

|
36.| METINASANAS
37.
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39.
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44.
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47.
48.

49,
50.

{

PARBAUDES
ELEMENT!

Atraganas vieta: / Eksaminétajs vai
eksaminacijas institlcija:

Razotaja pWPS Nr.:

Atsauces Nr.:
Razotaja WPQR Nr.: / Sagatavo3anas

un atfiiiSanas metode:

Razotajs:

Metinataja /operatora vards, uzvards: /
Pamatmateriaia specifikacija:
Metinadanas process:

Savienojuma tips: / Materiala biezums
[mm]:

Metinasanas stavoklis: / Argjais
diametrs [mm]:

Metinasanas iekartas raZotajs: /
Signala vadibas rezims:

SUVES SAGATAVOSANAS
ELEMENTI (SKICE)":

Savienojuma zZiméjums / Metina8anas
seciba

METINASANAS ELEMENTI

Gajiens / Process / Piedevas materiala
izmérs, [mm)] / Stravas stiprums, [A]/
Spriegums, [V] / Stravas tips/ polaritate
/ Stieples padeves atrums [m/min]" /
Metinasanas atrums [mm/min]”? /
Siftuma ievade*) [kJ/mm)] / Metéla
parnesums

37.
38.
39.
40.
41.
42,

43.
44,

45,
46.

47,

49,
50.

J{ RECORD OF WELD TEST

Location: / Examiner or examining
body:
Manufacturer's pWWPS No.:

Reference No.:
Preparation and Cleaning:

Manufacturer:

Welder's / operator's name: / Parent
Material Specification:

Welding Process:

Joint Type: / Metal Thickness [mm]:

Welding Position: / Outside Pipe
Diameter [mm]:

Power source manufacturer: /
Waveform control mode:

WELD PREPARATION DETAILS
(SKETCH)":

.| Joint Design / Welding Sequence

WELDING DETAILS

Run / Welding Process / Size of Filler
Material, [mm)] / Current, [A] / Voltage,
[V]1/ Type of Current / Polarity / Wire
Feed Speed, [m/min]” / Travel speed
[mm/min] % / Heat input %, [KJ/mm] /
Metal transfer

38.
39.
Manufacturer's WPQR No.: / Method of|40.
41.
42,

43,
44,

45,

47,
48.

49,
50.

| NQEHTUOUKATOPBLI ATTECTALIMAN

TEXHOJIOMN CBAPKWA

. Mecto ceapku: / KoHtponé&p wnu

Ha30pHAas opraHnsauvs:

MHCTpyKUMA No cBapKe opraHmsaunm -
uarotoBuTens Ne:

penTudbukarop:

WPQR opranusauuvi-usrotosutens Ne: /
Bua npeaBaputensHOn NOAroTOBKN 1
OYUCTKU:

OpraHu3aums-nsroToBuTens:

damunua ceapiumka / onepartopa: /
CeptudukaT Ha OCHOBHOW Marepuarn:
[Mpouecc cBapku:

Twun coeguHeHus: / TonwmHa 0CHOBHOrO
MeTanna [mm]:

MonoxeHue npu ceapke: / HapyKHbIiA
anameTp Tpybbl [MM]:

| MpownssoanTens ncrourrka nuTaHus: /

Pexum ynpasneHus curHanom:
3CKU3 NOAroTOBK KPOMOK:

KoHcTpykuwsi coeamHenns /
MocnepoBaTenbLHOCTL CBaPKN
MAPAMETPbI MPOLUECCA CBAPKU
Mpoxoa, / Cnoco6 ceapku / Pasmep
npucagoydHoro Martepuana, [Mm] / Cuna
ToKa, [A] / HanpsixkeHue, [B] / Tok (poa,
nonapHocTb) / CkopocTb nogaun
npoBonoku, [M/muH] / CkopocTs ceapkn’
[MM/vun] / Tennosnoxenue, [kKpx/mm] /
Bug nepeHoca meTtanna:

51.| Piedevas materidls saknes gajienam: / [51.| Filler Material for Root Run: / Other 51, Mpucago4HbIii MaTepuan Ans KOPHEBOro
Cita informacija”, piem.: information™, e. g.: npoxoga: / lononHuTenbHast
vHhopMaums”, Hanpumep:
52.| Apzimajums: / Sk&rskustiba 52, Designation: / Weaving (maximum 52| O6o3HaveHue: / MakcumansHo
(maksimalais gajiena platums): width of run): JONyCTMast LWMPUHA Banuka:
53.| TirdzniecTbas nosaukums un raZotajs: /|/53.] Trademark and Make: / Oscillation: 53.| ToproBas mapka 1 Nnpou3BoguTenb
Svarstibas: amplitida, frekvence, amplitude, frequency, dwell time: npucagodHoro marepuana: / Kornebanus:
partraukuma laiks: aMnnuTyaa, vyacToTa, saaepxka:
54.| Jebkura speciala karséana vai Zavé$ana]54. Any Special Baking or Drying: 54, CneuuanbHas npokanka/ nogorpes:
55.| Gaze / kudni: / Attalums lidz stravas |65, Shielding gas / flux: / Distance contact |85. a3kl / contock!: / BeineT anektpoja:
nonéméjam: tube / workpiece:
56.| Aizsargasana no virspuses: / Uzgala |56. Shielding: / Nozzle diameter: 56, 3awwmTa NMUEBoi CTOPOHbI WBa: /
diametrs: OwameTp conna:
57.| Aizsargasana no saknes puses: / 57.| Backing: / Number of wire electrodes: |57, 3awwuTHbI ras Ans noanyea: /
Stieples elektrodu daudzums: KonuvuecTeo NpoBONOYHLIX 3MNEKTPOAOB:
58.| Gazes pllismas atrums: / Degla lenka |58. Gas Flow Rate: / Torch angle: 58.| Pacxog rasa: / Yron HaknoHa ropesnku:
siipums:
59.| Aizsargasana no virspuses: / Impulsa |59, Shielding: / Pulse welding details: 59. 3awuTa NMUEBOIi CTOPOHHI Wea: /
metinaSanas elementi: MapameTpbl UMMYBCHON CBaPKN:
60.| Aizsargasana no saknes puses: 60.| Backing: 60. Pacxop 3awumTHOro rasa ans nognysa:
61.| Volframa elektroda tips/ izmérs: 61.| Tungsten Electrode Type / Size: 61.| Tvn 1 pasmep BONMbgPaMOBOIO dNeKTpoaa:
62.| Saknes izcir§anas elementi / Paliktnis: |62.| Details of Back Gouging / Backing: / |62, PackpbiTe kopHeeoro wea / [Nofknagka
/ Apkartéjas vides minimala The lowest workpiece temperature / MuHuManbeHas TemrnepaTypa oKpyxa-
temperat(ra, pie kuras ir atlauta immediately prior to welding without fouei cpeabl, Npu KOTOPOIA [OMyCKaeTCsl
metinagana bez iepriek3&jas pre-heating, °C: cBapka 6e3 npefBapuTenbHOro
uzsildidanas un/vai termiskas noporpesa wunu TepmoobpaboTku, °C:
apstrades péc metinasanas, °C:
63.| lepriek$gjas uzsildisanas temperatdra: [63.| Preheat Temperature: 63. Temnepatypa npeapapuTenLHOro
noporpesa:
64.| Starpgajienu sildianas temperatlra: |64.| Interpass Temperature: 64. TemnepaTtypa LWBa MEXAY NpoXoLamu:
65. Termiska apstrade p&c metinasanas un |65.| Post-Weld Heat Treatment and / or 65| TepmooGpaboTka nocne ceapkv n/unu
/ vai vecinaana: / Piedevas materials Ageing: / Filler Material for Interpass cTapeHue: / MpucagoyHblil matepuan gns
aizpildes un virspuses gajieniem: and Face Runs: 3anonHAILWEro 1 NYLEBOoro NMPOX0oA0B:
66.| Laiks, temperattra, metode: / 66. Time, temperature, method: / 66.| Bpewms, Temnepatypa, metoa; /
apziméjums: / tirdzniecibas Designation: / Trademark and Make: obo3HaqeHve: / Toproeas Mapka 1
nosaukums un razotajs: Npou3BoauTESb NPUCAA04HOro MaTepuana:
67.| Sildisanas un dzesésanas atrums”;/ |67 Heating and cooling rates”: / Any 67.] CkopocTb Harpeea v oxnaxaenus™: /
Jebkura speciala karséSana vai zavésana] Special Baking or Drying: CneuvaribHas npokanka/ noorpes:
68.| " Ja ir prasits 68.| " If required 68.| " No TpeGosaHuio
69.| RaZotajs: / Eksaminétajs vai 69. Manufacturer; / Examiner or examining |69.| Oprasusauus-usrotosutens: /
eksaminacijas institticija: body: KoHTponép vunv Hag3opHast
oprasusauus:
70.| (Uzvards, datums un paraksts) 70. (Name, date and signature) 70.| (damununs, ums, gaTa u NOANUCH)




71. TEST RESULTS
Page 3 of 3
72. Manufacturer’s Examiner or examining body:
73. pWPS No.: pWPS — 011/24-S-PR Certification center SIA “LRTDEA” TUV Rheinland grupa
74. Manufacturer's WPQR No.:  WPQR S-PR-011/24 Reference No.: WPQR/S-PR/028-1/24
75. Radiographic testing ™: Not required
76. Visual examination: acceptable Ultrasonic testing ™: Not required
77. Penetrant / magnetic particle testing?: Not required Temperature: +20°C 5+ +24°C
78. TENSILE TESTS
Re Rm Frmax A Z Fracture
oh VESIAG: INNmm?] | [Nfmm?] | [N] % % | Location REMELES
80. | Requirement 2500,0 | 2540,0 | 227162,0 Fmax 2 An * Rm
Rm/Re=1,08
An =50,3 mm?
81. | Transverse / 28-1-1_T/1 710 35709,0 Base metal acceptable
Base acceptable
82. | Transverse / 28-1-2_TI2 671 33775,0 metal
Transverse / 28-1-3_T/3 672 33797,0 Base metal acceptable
83. BEND TESTS Not required
Bend | Elon-
84. Type / No. Angle. [']lgation’) Result
85. Former diameter [mm]: —
86. Macroscopic examination: _Not required
87. Microscopic examination”. _Not required
88.
89. IMPACT TEST" Type:  Not required Size, [mm]: — Requirement;. ——
90. Notch location / Temperature Values, [J]
91. Direction [°C] 1 2 3 Average REELLE
92. HARDNESS TEST”: Not required Location of Measurements (Sketch)":
93. Type/ Load:
94. Parent metal: —
95. Heat affected Zone: e
96. Weld metal: R
97. OTHER TESTS: —_—
98. REMARKS:
To qualify the welding procedure, the results of laboratory testing of test piece WPQR S-PR-012/24
have been used which are submitted in laboratory test reports No. VT-225-01; DT-19771.
Metind$anas procesa novértésanai tika izmantoti WPQR S-PR-012/24 metinata parauga testéSanas
rezultati kas atspoguloti laboratorijas parskatos Nr.Nr. VT-225-01; DT-19771.
[ns oleHKN COOTBETCTBUA CBAPOYHOM TEXHONOIMM ObITU UCNONb30BaHbl Pe3yNbTaThl 1abopaTopHbIX
MCNbITaHUR KOHTPONbHOro o6pasua WPQR S-PR-012/24, koTopbie NpezicTaBrieHbl B NPOTOKOsax
na6opatopHbIX npoBepok NeNe VT-225-01; DT-19771.
99. " Ifrequired
100. Tests carried out in accordance with the LVS EN ISO 17660-1:2007;
requirements of standard: LVS EN ISO 15614-1:2017+A1:2019
101. Laboratory report reference No.: VT-225-01; DT-19770
102. Test results were acceptable / not-acceptable (delete as appropriate)
103. Test carried out in the presence of: Igors Examiner or examining body:
104. Morilovs from 30.09.2024 to 04.10.2024 iye
l ¥ Aleksandrs Fi]ipgy »
07, 10. 2024 Dr.sc.ing, EWE | \
105. (Name, date and signature}.

SIA ,,LRTDEA” TUV Rheinland grupa, VRN40003221612, Katlakalna iela 9a, Riga, LV-1073 éé TUVRhei nland”®

Tel. +371-67568607, +371 67568605, E-pasts: tuv@tuv.lv, WEB: http://www.tuv.iv
' Precisely Right.
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71.| PARBAUDES REZULTATI 71.| TEST RESULTS 71| PE3YNLTATLI UCMLITAHUA
72.| Eksaminé&tajs vai eksaminacijas 72.| Examiner or examining body: 72.| Kontponép unun HagsopHas
instittcija: opraHunsauus:
73.| Razotdja pWPS Nr.: 73. Manufacturer's pWPS No.: 73.| VIHCTpyKuuKst NO CBapke opraHusauun -
usrotosutens Ne:
74.| Razotaja WPQR Nr.: / Atsauces Nr.: |74, Manufacturer's WPQR No.:/ 74.| WPQR opranusaumn-nsrotosutens Ne: /
Reference No.: YaoeHTtndukaTop:
75.| Radiografijas parbaude *): 75.| Radiographic testing *): 75. Paguorpaduseckuii KOHTponb™):
76.| Vizuala parbaude: / Ultraskanas 76.| Visual examination: / Ultrasonic 76. BusyanbHbI KOHTPOIb: /
parbaude®): testing *): YrbTpa3ByKoBON KOHTPOSL ™
77.| Magnétiska/ peneiracijas parbaude*): /77, Penetrant / magnetic particle testing®): 177, KanunnsipHbiii KoHTposTb /
Temperatira: Temperature: MarHuTonopoLIKOBbIA KOHTPOMb: /
Temnepatypa:
78.| STIEPES PARBAUDES 78. TENSILE TESTS 78, NCMNBITAHMUE HA PACTAXXEHUE
79.| Tips/ Nr. / Parravuma vieta / Piezimes |79.| Type / No. / Fracture Location / 79.| Tun / Homep / MecTo paspywienus /
Remarks MpumevaHve
80.| Uzdotie parametri 80.| Requirement 80.| Tpebyemble 3HaueHUs
81.| Skérsvirziena 81, Transverse 81.| MonepeuHbii
82.| Pamatmetals / Suve 82.| Base Metal / Weld Metal 82.| OcHoBHol meTann / LLos
83.| LIECES PARBAUDES 83.| BEND TESTS 83.| UCMNBITAHUE HA N3I'1b
84.| Tips/ Nr. / Lieces lenkis, []/ 84.| Type/No./Bend Angle, []/ 84. Tun/Homep / Yron 3arnba, [’/
Pagarinajums? / Rezultats Elongation” / Result Yanunenune" / Pesynbtar
85.| TFBB - virspuses $kérseniska / Tapna [85.| TFBB — Transverse Face Bend Test |85, TFBB — O6paseL Ha nonepeyHblii n3rmb
diametrs, [mm]: Specimen / Former diameter [mm]: CO CTOPOHb! ycuneHus wea / [inameTp
onpasku, [Mm]:
86.| TRBB -saknes $kérseniska / 86.| TRBB — Transverse Root Bend Test |86, TRBB - O6pa3seL Ha nonepeyHsIin usrnb
Makroskopiska parbaude: Specimen / Macroscopic examination: CO CTOpPOHbI kopHSA wea / Makpo —
uccrneaoBaHus:
87.| Mikroskopiska parbaude”: 87.| Microscopic examination 87. Mukpo - nccrieaosaHns:
88.| SBB - Sanu $kérseniska 88.| SBB - Transverse Side Bend Test 88.] SBB - Obpasel Ha nonepeYHbIn
Specimen GokoBo n3rnb
89.| STIGRIBAS PARBAUDE"/ Tips: / 89. IMPACT TEST 7/ Type: / Size: / 89.| YnapHas BaskocTb” / Tun: / Pasmep: /
Izmérs: / Prasibas: Requirement: Tpebyemoe 3HaqeHune:
90.| legriezuma izvietojums/ Virziens / 90.| Notch Location / Direction / 90.| Mecto Haapesa / HanpasneHue /
Temperatdra, [°C] / Vértibas, [J] Temperature, [°C] / Values, [J] Temnepartypa, [°C]/ Benuuvna, [0x]
91.| Vidgjais aritmétiskais / Piezimes 91.| Average / Remarks 91.| CpegHee 3HaueHuve / FpumevaHune
92.| CIETIBAS PARBAUDE": / Mérisanas |92.] HARDNESS TEST": / Location of 92.| Teepaoctb: / MecTo usmepeHnus (3ckn3)
punktu izvietoana (skice)”: Measurements (Sketch)”: ",
93.| Tips/ slodze: 93.| Type/Load: 93. Twn / Harpyska:
94.| Pamatmetals: 94. Parent Metal: 94. OcHOBHOW MeTanm:
95.| Termiskas ietekmes zona: 95.| Heat Affected Zone: 95, 3oHa Tepmudeckoro BnusiHuA (3TB):
96.| Suves metals: 96.| Weld Metal: 96. Metann wea:
97.| CITAS PARBAUDES: 97.| OTHER TESTS: 97.| AONONHUTEJIbHBIE METO/bI
UCMNbITAHUW:
98.| PIEZIMES: 98.| REMARKS: 98.| MPUMEYAHUE:
99.| 7 Ja ir prasits 99, 7 If required 99, ) Mo TpeGoBaHuto
100| Parbaudes tika izpilditas atbilstosi 100| Tests carried out in accordance with 00| WcnblTaHus npoBeaeHsbl COrnacHo
standarta prasibam. the requirements of standard: TpeGoBaHuaM cTaHaapTa:
101| Laboratorijas parskatu Nr.: 101 Laboratory report reference No.: 101| MpoTokonbl naGopaTopHbIx nposepok Ne:
102| Parbaudes rezultati: atbilst/ neatbilst  [102| Test results were acceptable / not 102| O6wme pesynbTaThl UCTILITAHNI
(izsvitrot nevajadzigo) acceptable (delete as appropriate) yaoBneTBoputenbHble /
Hey[OoBNeTBOpUTErbHbIE (BbIMePKHYTb
HEHYXHO€)
103| Tests tika izpildits 103 Test carried out in the presence of: 103| JTaBopaTopHbIe UCTIbITaHUA
personas klatbltné NpoBOAWUNUCE B NPUCYTCTBUN
104| Eksaminétajs vai eksaminacijas 104/ Examiner or examining body: 104 KoHTponép wunv HaazopHas
institcija: oprasusauus:
105| (Uzvards, datums, paraksts) 105/ (Name, date and signature) 105 (Camunus, UMA, AaTa U NOANUCH)
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WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
WELDING PROCEDURE QUALIFICATION - TEST CERTIFICATE

Page 1 of 3

Manufacturer's pWWPS No.:  pWPS — 012/24-S-PR Examiner or examining body:
Manufacturer's WPQR No.: _ WPQR S-PR-012/24 Certification center SIA “LRTDEA” TUV Rheinland grupa
Manufacturer: SIA "SKONTO PREFAB" Reference No.: WPQR/S-PR/028-2/24
Address: Salaspils nov., Salaspils pag., Acone, Date of welding: 18.09.2024

Grantta iela 31 k-1, LV-2119, Latvija Level (acc. to LVS EN ISO 15614-1:2017+A1:2019): 2
Code / testing standard: LVS EN ISO 17660-1:2007; LVS EN ISO 15614-1:2017+A1:2019
RANGE OF QUALIFICATION
Product form: Bar + P (plate)

Welding process(es): 135 — MAG welding (partly mechanized) with solid wire electrode acc. to EN ISO 4063
Type of joint and weld:__ Transverse end plate joints, set-on bar acc. to LVS EN ISO 17660-1:2007, Fig. 9.c and
set-through bar acc. to LVS EN ISO 17660-1:2007, Fig. 9.a

Steel grade of Reinforcing steel with strength R. = 500 N/'mm?, ductility Rm/R.=1,08 and A¢=5%

reinforcing steel bars: _ (grade B500B) acc. to DIN 488 with carbon equivalent CEV < 0,36

Material group(s) of Steel group Nr. 1 (carbon steel with specified minimum Rex £ 355 N/mm?)

steel components: according to LVS CEN ISO/TR 15608

Thickness of Steel Components {mm]: Virs / Over / CBbiwe 5,0

Deposited metal thickness [mm]:

Throat thickness [mm]: Single layer: a=3,0 + 6,0; multi-run: no restriction.

Single layer / multi-run: No restriction / lerobeZzojumu nhav / Be3 orpaHu4YeHuiA

Reinforcing Steel Bar Diameter [mm]: 8,0 + 32,0

Filler material designation: LVS EN ISO 14341-A G 42 4 M21 3Si1 or other materials as long as they
have equivalent mechanical properties and the same chemical composition

Filler material make: No restriction / lerobezojumu nav / Be3 orpaHnyeHuin

Filler material size: No restriction / lerobeZojumu nav / Be3 orpaHu4eHui

Designation of shielding gas / Flux: LVS EN ISO 14175-M21-ArC-18.

Max relative deviation of CO2 content is 220 %

Designation of backing gas:

Type of welding current and polarity: DC/+

Transfer mode: Spray, pulse and globular metal transfer (S; P; G)

Heat Input [kJ/mmi: Full range 0,87 + 1,68 ‘c’::;i:;";:rﬁ:}; ;:75’_'(:/:'5":(;::';% run(s) : 1,01 + 1,68 kJ/mm;

Welding positions: All positions except for PG and PJ-L045 / Visi stavokli, iznemot PG un PJ-L045 /
Bce nonoxexusa kpome PG u PJ-L045 according to / péc / no LVS EN ISO 6947

Preheat temperature: Min +5°C according to / saskana ar / B cootBercTeumu ¢ LVS EN 1011-2

Interpass temperature: Max +220°C according to / saskana ar/ B cootBetcTBUM ¢ LVS EN 1011-2

Post-weld heat treatment and / or ageing:

OTHER INFORMATION: Load-bearing welded joints and non load-bearing welded joints.

We confirm that the statements in this record are correct and that the test pieces were prepared, welded, tested and have fulfilled
the requirements in accordance with LVS EN [SO 15614-1.

Date of issue: 07.10.2024 Location: Riga, Latvia

Vjaeslavs Kuvsinovs
Certification center SIA “LRTDEA” TUV Rheinland grupa

SIA ,,LRTDEA” TUV Rheinland grupa
VRN40003221612
Katlakalna iela 9a, Riga, LV-1073
Tel. +371-67568607, +371 67568605,
E-pasts: fuv@tuv.lv,
: hitp: tuv. Q - .
WEB: http://www.tuv.lv TUVRhemIand®

Precisely Right.
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METINASANAS PROCESA
NOVERTESANAS IERAKSTS (WPQR

METINASANAS PROCESA
NOVERTEJUMS — PARBAUDES
SERTIFIKATS

Razotaja pWPS Nr.; / Eksaminé&tajs vai
eksaminacijas insfitdcija:

Razotaja WPQR Nr.:

RaZotajs: / Atsauces Nr.:

Adrese: / MetindSanas datums:
Limenis:

Normativais dokuments / parbaudes
standarts:

NOVERTEJUMA DIAPAZONS
Izstradajuma veids:

Metinasanas process (-si):
Savienojuma tips:

Stiegrojuma stienu t&rauda marka:

Té&rauda komponentu materiala
grupa (-as):

Térauda komponentu biezums [mm]:
Uzkauséta metala biezums [mm]:
Kakta $uves nominalais biezums [mm]:

Viena géjiena $uve / Daudzgajienu
Suve:

Stiegrojuma stienu diametrs [mm]:
Piedevas materiala apzimé&jums:

Piedevas materiala tirdzniecibas
nosaukums un razotajs:

Piedevas materiala izmérs:
Aizsarggazes / kusnu apzZiméjums:
Gaze aizsargaSanai no saknes puses:

Metinaganas stravas tips un polaritate:
Metala parnesuma veids:

Siltuma ievade [kJ/mm]: / Pilns
diapazons / saknes gajiens: / aizpildes
gajiens (-i): / virspuses gajiens (-i): /
saknes aizmetinaSana no otras puses

Metinasanas stavokli:

lepriek$€jas uzsildiSanas temperattra:
Starpgajienu sildi$anas temperatiira:

Termiska apstrade péc metina$anas un31.

/ vai vecinasana:

CITA INFORMACIJA:

Més apstiprinam, ka $aja ieraksta
esosie apgalvojumi ir pareizi un ka
testa paraugi tika sagatavoti, metinati,

parbaudtti un tie atbilst prastbam
saskana ar LVS EN ISO 15614-1.

Izdo$anas datums: / Atraganas vieta:

Sertifikacijas procesa vaditajs /
MetinaSanas biroja eksperts

10.
11.
12.
13.

14.

34.
35.

WELDING PROCEDURE
QUALIFICATION RECORD (WPQR)

WELDING PROCEDURE
QUALIFICATION — TEST
CERTIFICATE

Manufacturer's pWWPS No.: / Examiner
or examining body:

Manufacturer's WPQR No.:
Manufacturer: / Reference No.:

Address: / Date of Welding:
Level:
Code / Testing Standard:

RANGE OF QUALIFICATION
Product form:

Welding process(es):

Type of joint and weld:

Steel grade of reinforcing steel bars:

Material group(s) of steel components:

Thickness of Steel Components [mm]:

J Deposited metal thickness [mm]:
| Throat Thickness [mm]:

.| Single layer / muilti-run:

J| Reinforcing Steel Bar Diameter [mm]:
J| Filler Material Designation:

J| Filler Material Make:

.| Filler Material Size:
.| Designation of Shielding Gas / Flux:
.| Designation of Backing Gas:

| Type of Welding Current and Polarity:
.| Transfer mode:
| Heat Input [kJ/mm]: / Full range / root

run / filling run(s): / capping run(s): /
sealing run

.| Welding Positions:
.| Preheat Temperature:
. Interpass Temperature:

Post-Weld Heat Treatment and / or
Ageing:

| OTHER INFORMATION:
| We confirm that the statements in this

record are correct and that the test
pieces were prepared, welded, tested
and have fulfilled the requirements in
accordance with LVS EN ISO 15614-1.

Date of issue: / Location:

Head of the Certification Process /
Expert of Welding Bureau

10.
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| Mbl noaTBeEpXKAaeM, 4YTO ykasaHHas B

34.
35.

KAPTA ATTECTALIMN TEXHONIOMN
CBAPKY (WPQR)

NPOUEOYPA ATTECTALIMN
TEXHONOIMMNN CBAPKU -
CEPTUOUKAT

MHCTpyKUMsi o CBapKe opraHvsaunm -
narorosutens Ne: / Kontponép nnn
Haf30pHas opraHusauus:

WPQR opranusauuu-usrotosutens Ne:

Opranusaums-nsrotosutens: /
UaeHTndukaTop:

Agapec: / [lata ceapku:
YpoBeHb:
Kop, / cranpapT KOHTpOns:

OBJNIACTb ATTECTALMU
Bua wspenus

Mpouecc (-b1) cBapku:

Tun coeguHeHns:

Mapka cTanv apmaTypHbIX CTEPXHEN
[Mm]:

| Mpynna (-bl) MaTepuana cranbHbIX

netaneun:
TonLmHa cranbHbIX getanen [Mm]:
TonLwwHa HannasreHHoro MeTanna [Mm):

BbicoTa WBa AnA YrioBbiX CBAPHbIX
coeauHeHui [mm]:

OpHonpoxoaHsbiA wos /
MHOronpoxo4HbIA LLOB:

| HapyxHblii gnameTp apmaTtypHbIX

crepxHeit [mm]:

.| O6o3HaveHne npucagodHoro

Marepuana:

| Toproeas mapka u npoussoauTenb

npucagovHoro marepuana:

| Ouametp npucapgoqHoro matepuana:
| OBosHaveHue 3awmTHOrO rasa / cntoca:
| OBosHaueHue 3aWKUTHOrO rasa Ans

nogayea:

| CsapouHbli ToK {pogd / NoNspHOCTD):
. Bua nepeHoca metanna:
. TennoenoxeHue [kx/ mm]: / Becb

[manasoH / KopHeBoW Banuik: /
3anonHsaoWun npoxog, (-si): /
06nMLOBOYHbLIN Npoxoa, (-bi): /
NoABapOUHbLIN LLUOB:

MonoxeHne npy ceapke:
TemMneparypa nogorpesa:
TemnepaTypa WBa Mexay npoxogzamu:
TepmoobpaboTka Nocse CBapKu:

AONOJIHUTENbHAA UHOOPMALINA:

3TOM OTUETE UHdopPMaLna npasuneHa, U
YTO KOHTPOSIbHLIE 06pasLbl Bbln
MOArOTOBNEHBI, CBapeHbl U NPOBEPEHb! B
cooTBeTCcTBUM C TpebosaHusmu LVS EN
ISO 15614-1.

Jata sbigaun: / MecTo Bblgauu:

PykosoaunTens ceptudukaummn / kcnepT
O10po cBapKK
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Location:

RECORD OF WELD TEST

Latvia

Manufacturer's
pWPS No.:

pWPS - 012/24-S-PR

Page 2 of 3
Examiner or examining body:
Certification center SIA “LRTDEA” TUV Rheinland grupa

Manufacturer's WPQR No.:

WPQR S-PR-012/24

Manufacturer:

SIA "SKONTOC PREFAB"

Reference No.: WPQR/S-PR/028-2/24

Method of preparation and cleaning:

Cutting, brushing and / or grinding.

Welder's / operator’s name:

Andrejs Mihailovs

Welding process:

135 (MAG welding)

Joint type and weld:

Transverse end piate joint,

set-on bar

Welding position:

PB according to EN ISO 6947

Power source manufacturer:

Kemppi

Parent material Bar 1: Grade B500B acc. to DIN 488

Specification:  Plate 2: $355J2+N acc. to EN 10025-2
Material thickness [mm]: t,=30,0
Outside pipe diameter [mm]:

D1=32,0
Waveform controi mode: —_—

MMNN

Dimensions of the test specim;ns according
to EN ISO 17660-1, Fig. C.9.c and Fig. 9.c.

o1

WELD PREPARATION DETAILS (SKETCH)":
Joint Design Welding sequence
LN QQA® OEPEE
=) : -
ok ""
7 ¥ ,/J!bf%

2%
G

WELDING DETAILS
R Welding Size of flller Current, | Voltage, Type of | WigQiEss L Heat input™ | Metal
un B material, Al V] current/ spegd,* spegd ) [kJ/mm] smNecaR
P [mm] Polarity | [m/min]® | [mm/min] ?

1 135 1,2 270,0 33,1 DC/+ 7,5 325,0 1,32 S
2+4 135 1,2 270,0 31,0 DC/+ 7,5 300,0 1,34 S
5+9 135 1,2 260,0 29,2 DC/+ 7,5 315,0 1,16 S
Filler material for root run: Other information™, e. g.:

Designation: LVS EN ISO 14341-A G 42 4 M21 3Si1 Weaving (maximum width of run): 10,0 mm
Trademark MOST S$G2-ITS, Oscillation: amplitude, frequency, dwell time:

and make: RYWAL-RHC Sp. z 0.0.

Any special baking or drying: e — _—

Shielded gas / flux: Distance contact tube / work piece: 14+ 18 mm
Shielded: M21-ArC-18 Nozzle diameter: 16,0 mm
Backing: — Number of wire electrodes: 1 pc.

Gas flow rate: Torch angle: 5°+10°
Shielding: 14 + 16 [I/min] Pulse welding details: —
Backing: —

Tungsten electrode type / size:

Details of back gouging / backing: S — The lowest work piece temperature immediately prior to
Preheat temperature: Min + 24°C welding without pre-heating, °C: —
Interpass temperature: Max +170°C

Post-weld heat treatment and / or ageing:

Time, temperature, method:

. _Heating and cooling rates”:
) If required

Manufacturer:

07 10, 200

Filler material for interpass and face runs:
Designation: LVS EN ISO 14341-A G 42 4 M21 3Si1

Trademark and make: MOST SG2-ITS. RYWAL

Examiner or examining body:

Aleksandrs Fijp
Dr.sc.ing., EWE

Nt

_lgors Morilovs, 07.10.2024

(Name, date and signature)

J/

SIA ,,LRTDEA” TUV Rheinland grupa, VRN40003221612, Katlakalna iela 9a, Riga, LV-1073
Tel. +371-67568607, +371 67568605, E-pasts: tuv@tuv.lv, WEB: http:/iwww.tuv.lv

(Name, dWﬁ

A TUVRheinland™

Precisely Right.
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36.
37.
38.
39.
40.
41.

.| Metinataja /operatora vards, uzvards: /

43.
44,

45.
46.
47.
48.

49.
50.

METINASANAS PARBAUDES
ELEMENT!

AtraSanas vieta: / Eksaminétajs vai
eksaminacijas insfitcija:

RaZotaja pWPS Nr.:

Atsauces Nr.:
RaZotaja WPQR Nr.: / Sagatavo$anas

==

un attiim$anas metode:
RazZotajs:

Pamatmateriala specifikacija:
MetinaSanas process:

Savienojuma tips: / Materiala biezums
[mmj:

Metinaganas stavokiis: / Argjais
diametrs [mm}:

MetinaSanas iekartas razotajs: /
Signala vadibas rezims:

SUVES SAGATAVOSANAS
ELEMENT!I (SKICE)":

Savienojuma zZimé&jums / Metina$anas
seciba

METINASANAS ELEMENTI

Gajiens / Process / Piedevas materiala
izmérs, [mm] / Stravas stiprums, [A]/
Spriegums, [V] / Stravas tips/ polaritate
/ Stieples padeves atrums [m/min]” /
Metinasanas atrums [mm/min]? /
Siltuma ievade®) [kJ/mm] / Metala
parnesums

36.
37.
38.
39.
40.
41,
42,

43.
44,

46.
47.
48.

49.
50.

RECORD OF WELD TEST

Location: / Examiner or examining
body:
Manufacturer's pWPS No.:

Reference No.:
Preparation and Cleaning:

Manufacturer:

Welder's / operator's name: / Parent
Material Specification:

Welding Process:

Joint Type: / Metal Thickness [mm]:

.| Welding Position: / Outside Pipe

Diameter [mm]:

Power source manufacturer: /
Waveform control mode:

WELD PREPARATION DETAILS
(SKETCH)™:

Joint Design / Welding Sequence

WELDING DETAILS

Run / Welding Process / Size of Filler
Material, [mm] / Current, [A] / Voltage,
[V]/ Type of Current / Polarity / Wire
Feed Speed, [m/min]? / Travel speed
[mm/min] ? / Heat input 7, [KJ/mm] /
Metal transfer

36.
37.
38.
39.
Manufacturer's WPQR No.: / Method of|40.
a1.
42.

43,
44,

45.
46.
47,
48.

49.
50.

VMOEHTUOUKATOPbLI ATTECTALUN
TEXHOMOINiN CBAPKA

MecTo cBapku: / KoHTponép unu
HaA30pHasa opraHnsaums:

MHCTpyKUumMA no ceapke opraHmsaumm -
naroroButens Ne:

Yaentudumkarop:

WPQR opranusauuu-nsrotosurens Ne: /
Bua npeasapuTencHoOl noaroToBKY U
OUNCTKK:

OpraHn3auusi-u3roToBUTENb:
damunus ceapymka / onepartopa: /
CepTudbmkat Ha OCHOBHOM MaTepuarn:
Mpouecc ceapku:

Tun coeauHenuns: / TonwmuHa 0CHOBHOIO
metanna [Mm]:

IMonoxenwne ripn ceapke: / HapyHbii
AnameTp Tpy6bl [Mm]:

MpounssoguTens UCTOYHUKA NUTaHWKS: /
Pexum ynpasneHus curHanom:
ACKN3 NOAroToBKKU KPOMOK:

KoHcTpyKums coeguHenmns /
MocnepoBaTenbHOCTL CBapKM
MAPAMETPbI MPOLECCA CBAPKI
Mpoxoa / Cnoco6 ceapku / Pasmep
npucagovHoro marepunana, [mm] / Cuna
Toka, [A] / HanpsixxeHue, [B] / Tok (poa,
nonspHocTh) / CKOPOCTb Noaayn
npoeonoku, [M/muH] / Ckopocte ceapku™
[Mm/MuH] / TennoenoxeHue, [kx/mm] /
Bug nepeHoca metanna:

51.| Piedevas materials saknes gajienam: / |51.| Filler Material for Root Run: / Other 51. lNpucapouneIn maTepuan ans KOPHEBOro
Cita informacija”, piem.: information”, e. g.: npoxoga: / JononHutensHas

uHcbopmauma”), Hanpumep:

52.| Apzim&jums: / Skérskustiba 52.[ Designation: / Weaving (maximum 52.| O6osHauqeHwue: / MakcumansHo
(maksimalais gajiena platums): width of run): OONyCTMan WypuHa Banuka:

§3.| Tirdzniecibas nosaukums un razotajs: //53.] Trademark and Make: / Oscillation: 53.| Toproeas Mapka 1 NpousBoguUTENb
Svarstibas: amplittida, frekvence, amplitude, frequency, dwell time: npucagovHoro matepuana; / Konebaxus:
partraukuma laiks: amnauTyga, 4acToTa, 3agepxkka:

54. Jebkura speciala karsé3ana vai ZavéSanai54.| Any Special Baking or Drying: 54. CneuuwanbHas npokarka/ nogorpes:

55.| Gaze /kudni: / Attalums Iidz stravas  |55.| Shielding gas / flux: / Distance contact |55.| a3bl / dontochl: / BeineT anektpoga:
nonéméjam: tube / workpiece:

56.| Aizsargasana no virspuses: /Uzgala |56.] Shielding: / Nozzle diameter: 56.| SawwmTa nMueBon CTOPOHL! LWBa: /
diametrs: OwnameTp conna:

57.| AizsargaSana no saknes puses: / 57.| Backing: / Number of wire electrodes: |57.| 3awuTHbili ras ans nogayea: /

Stieples elektrodu daudzums: KonnyecTeo NpoBONOUHbIX MeKTPOLO0B:
58.| Gazes plasmas atrums: / Degla lenka |58. Gas Flow Rate: / Torch angle: 58. Pacxog rasa: / Yron HaknoHa ropenky:
slipums:

59.| AizsargaSana no virspuses: / Impulsa |59.| Shielding: / Pulse welding details: 59. 3awwmTa nuLIeBON CTOPOHLI Wwea: /
metinadanas elementi: MapameTpb! UMMYNLCHON CBAPKM:

60.| AizsargaSana no saknes puses: 60.| Backing: 60.| Pacxop sawmTtHOro rasa ans noagyBea:

61.| Volframa elektroda tips/ izmérs: 61.| Tungsten Electrode Type / Size: 61. Tun 1 pa3amep BonbthpaMoBOro arekTpoaa:

62.| Saknes izcirSanas elementi / Paliktnis: |62.| Details of Back Gouging / Backing:/ |62.| PackpbiTe kopHesoro wea / MNoaknaaka:
! Apkariéjas vides minimala The lowest workpiece temperature / MuHnmanbHasa TemMnepartypa okpyxa-
temperatdra, pie kuras ir atlauta immediately prior to welding without IoWwel cpeabl, pyU KOTOPON AonyckaeTcs
metinaSana bez iepriek§€jas pre-heating, °C: ceapka 6e3 npenBapuUTenbHOro
uzsildi$anas un/vai termiskas noporpesa u/vunv tepmoobpaboTku, °C:
apstrades péc metindsanas, °C:

63.| lepriek$&jas uzsildiSanas temperatira: (63.| Preheat Temperature: 63.| Temnepatypa npeaBapuTENsLHOTO

noporpesa;

64.| Starpgajienu sildiSanas temperatlra: |64.| Interpass Temperature: 64. Temnepartypa WwBa Mexay Npoxoaamvu:

65.| Termiska apstrade p&c metindSanas un |65.| Post-Weld Heat Treatment and / or 65. TepmoobpaboTka nocrie cBapku w/wnm
/ vai vecinasana: / Piedevas materils Ageing: / Filler Material for Interpass crapeHue: / MNpucagoyHelii Mmatepvan ans
aizpildes un virspuses gajieniem: and Face Runs: 3anorHAIoLWEro 1 NULEBOrO NPOXOA0B!

66.| Laiks, temperatQra, metode: / 66.| Time, temperature, method: / 66. Bpewms, Temnieparypa, metog: /
apzimé&jums: / tirdzniecibas Designation: / Trademark and Make: o6o3HaueHue: / Toprosas mapka u
nosaukums un razotajs: Npou3BOAUTENb NPUCAA04HOTO MaTepuana:

67.| Sildisanas un dzesé$anas atrums”:/ |67. Heating and cooling rates”: / Any 67.] CkopocTb Harpesa u oxnaxaeHus’: /
Jebkura speciala karsé$ana vai Zzavésana Special Baking or Drying: CneuunansHasa npokanka/ noorpes:;

68.| 7 Ja ir prasits 68. " If required 68. 7 Mo TpeGoeanuio

69.| Razotajs: / Eksaminétajs vai 69.| Manufacturer: / Examiner or examining |69.| Opranusauumsi-nsrotosutens: /
eksaminacijas institlicija: body: KoHTponép unun HagsopHas

opraHusauus:

70.| (Uzvards, datums un paraksts) 70. (Name, date and signature) 70. (®amnnusa, uma, gata U NOSNUCh)




71. TEST RESULTS

Page 3 of 3
72. Manufacturer's Examiner or examining body:
73. pWPS No.: pWPS - 012/24-S-PR Certification center SIA “LRTDEA” TUV Rheinland grupa
74, Manufacturer's WPQR No.:  WPQR S-PR-012/24 Reference No.: WPQR/S-PR/028-2/24
75. Radiographic testing *: Not required
76. Visual examination: acceptable Ultrasonic testing ™: Not required
77. Penetrant/ magnetic particle testing”: Not required Temperature: +20°C + +24°C
78. TENSILE TESTS
R R F A Z Fracture
2 WERNEE iNnmm?] | N | N % % L ocation EWELE
80. | Requirement 2 500,0 | 2540,0 [>434160,0 Fmax 2 An * Rm
Rm/R. =1,08
An = 804,0 mm?
81. | Transverse / 28-2-1_TH 633 509277,0 Base metal acceptable
Base acceptable
82. | Transverse /[ 28-2-2_T/2 638 512865,0 metal P
Transverse / 28-2-3_T/3 629 505652,0 Base metal acceptable
83. BEND TESTS Not required
84. Type / No. Afgelgf’[.] g?t?;n*) Result
85. Former diameter [mm]; —
86. Macroscopic examination: Not required
87. Microscopic examination”. _Not required
88.
89. IMPACT TEST? Type:  Not required Size, [mm}: - Requirement:  ——v
90. Notch location / Temperature Values, [J
91. Direction FC] 1 2 it 3 Average UGS
92. HARDNESS TEST": Not required Location of Measurements (Sketch)”:

93. Type/Load:
94. Parent metal:
95. Heat affected Zone:

96. Weld metal:
97. OTHER TESTS:
98. REMARKS:

To qualify the welding procedure, the results of laboratory testing of test piece WPQR $-PR-011/24
have been used which are submitted in laboratory test reports No. VT-225-01; DT-19770.

MetinaSanas procesa novértésSanai tika izmantoti WPQR S-PR-011/24 metinata parauga testéSanas
rezultati kas atspoguloti laboratorijas parskatos Nr.Nr. VT-225-01; DT-19770.

[ns oleHK# COOTBETCTBUSA CBAPOYHON TEXHONOIMK GbINKU UCNONb30BaHbl Pe3ynbTaThl NaGopPaToOPHLIX
ncnbiTaHW KOHTponbHoro o6pasua WPQR S-PR-011/24, xoTopbie npeacTaBrieHbl B NPOTOKOMaX
na6opatopHbIX npoBepok NeNe VT-225-01; DT-19770.

99. " lIf required

07 10 202’! Dr. sc. mg E
105. ' (Name, date aw

SIA ,LRTDEA” TUV Rheinland grupa, VRN40003221612, Katlakalna iela 9a, Riga, LV-1073 é é TUVRhelnIand“ :
Tel. +371-67568607, +371 67568605, E-pasts: tuv@tuv.lv, WEB: http://www.tuv.lv

100. Tests carried out in accordance with the LVS EN ISO 17660-1:2007;
requirements of standard: LVS EN ISO 15614-1:2017+A1:2019
101. Laboratory report reference No.: VT-225-01; DT-19771 ; '
102. Test results were acceptable / not-acceptable (delete as appropriate) S
103. Test carried out in the presence of: lgors Examiner or examining body:
104. Morilovs from 30.09.2024 to 04.10.2024 Aleksandrs Fili 3
%

Precisely Right.



lat {(LV) en (GB) rus (RU)
71.| PARBAUDES REZULTATI 71| TEST RESULTS 71, PE3YNbTATEI UICMNBITAHUA
72.| Eksaminé&tajs vai eksaminacijas 72.| Examiner or examining body: 72.[ KoHTponép nnu HaasopHas
instithcija: oprasusauus;
[73.| Razotaja pWPS Nr.: 73.| Manufacturer's pWWPS No.: 73.| VIHCTpyKuMsi NG CBapke opraHusauuy -
| nsrotoButens Ne:
74.| RaZotaja WPQR Nr.: / Atsauces Nr.:  |74.| Manufacturer's WPQR No.: / 74.| WPQR opranusauuu-unsrotosutens Ne: /
Reference No.: UaeHTndbmkarop:
75.| Radiografijas parbaude *): 75.| Radiographic testing *): 75. Paguorpacudeckuit KoHTponb™:
76.| Vizuala parbaude: / Ultraskanas 76.| Visual examination: / Ultrasonic 76. BusyanbHbIn KOHTponb: /
parbaude®): testing *): YnbTpasByKoBOW KOHTPONb":
77.| Magnétiska/ penetracijas parbaude®): /|77.| Penetrant / magnetic particle testing*): /77.| KanunnsipHbiit KoHTpOnb /
. Temperatira: Temperature: MarHuTonopoLUKoBbIi koHTponb): /
Temnepatypa:
78.| STIEPES PARBAUDES 78 TENSILE TESTS 78. UCNbITAHME HA PACTAXKEHUE
79.| Tips/ Nr. / Parravuma vieta / Piezimes |79.| Type / No. / Fracture Location / 79. Tun / Homep / MecTo paspyiieHus /
Remarks Mpumevanve
80.| Uzdotie parametri 80.| Requirement 80. Tpebyembie 3HaveHus
81.| Skérsvirziena 81.| Transverse 81.| MonepeuHsblii
82.| Pamatmetals / Suve 82.| Base Metal / Weld Metal 82.| OcHosHow meTann / lllos
83.| LIECES PARBAUDES 83.| BEND TESTS 83.| UCMNBITAHUE HA U3IB
84.| Tips/ Nr. / Lieces lenkis, []/ 84. Type/No./Bend Angle, [}/ 84| Tun/Howmep / Yron 3arn6a, []/
Pagarindjums” / Rezultats Elongation” / Result Yanuuenue” / Pesynbtar
85.| TFBB - virspuses 8k&rseniska / Tapna |85./ TFBB — Transverse Face Bend Test [85. TFBB — O6paseu Ha nonepeyHbii nsrné
diametrs, [mm]: Specimen / Former diameter [mm}: CO CTOPOHbI ycuneHus wea / JuameTp
onpasku, [Mm]:
86.| TRBB -saknes 8ké&rseniska / 86.| TRBB — Transverse Root Bend Test |86.] TRBB - O6pasey Ha nonepeyHbil U3rné
Makroskopiska parbaude: Specimen / Macroscopic examination: CO CTOPOHBI KOPHst wBa / Makpo —
uccnefoBaHns:
87.| Mikroskopiska parbaude”: 87.| Microscopic examination 87.| Mukpo - uccnegosaus’:
88.| SBB - Sanu 8k&rseniska 88.| SBB - Transverse Side Bend Test 88.| SBB - O6pasell Ha nonepeYHbIN
Specimen 6okoBol n3rnb
89. STIGRIBAS PARBAUDE" / Tips: / 89.| IMPACT TEST ?/ Type: / Size: / 89. YnapHas Bsiakoctb” / Tun: / Pasmep: /
Izmérs: / Prasibas: Requirement: Tpebyemoe sHaueHue:
90.| legriezuma izvietojums/ Virziens / 90.| Notch Location / Direction / 90.| MecTo Happesa / HanpasneHue /
Temperatiira, [°C] / Vériibas, [J] Temperature, [°C] / Values, [J] Temneparypa, [°C]/ Benuuuna, [Ox]
91.| Vidgjais aritmétiskais / Piezimes 91.| Average / Remarks 91| CpeaHee 3HaueHue / [Mpumedanne
92.| CIETIBAS PARBAUDE": / Mérisanas |92 HARDNESS TEST": / Location of 92| Teepaocts?: / MecTo namepenus (3ckus
punktu izvieto$ana (skice)™: Measurements (Sketch)”: )
93.| Tips/ slodze: 93. Type/Load: 93.[ Tun / Harpyska:
94.| Pamatmetals: 94.| Parent Metal: 94. OcHoBHOWM MeTanm:
95.| Termiskas ietekmes zona: 95 Heat Affected Zone: 95.| 3oHa Tepmuyeckoro BnusiHus (3TB):
96.| Suves metals: 96.| Weld Metal: 96.| MeTann wea:
97.| CITAS PARBAUDES: 97| OTHER TESTS: 97.| AONOJIHUTESIbHBIE METO[bI
UCNBITAHAN:
98.| PIEZIMES: 98.| REMARKS: 98.| MPUMEYAHUE:
99.| 7 Ja ir prasits 99. 7 If required 99.| " INo TpeGosaHuio
100| Parbaudes tika izpilditas atbilstosi 100| Tests carried out in accordance with  100| VMcnbitaHns npoBeaeHs! cornacHo
standarta prasibam. the requirements of standard: TpeboBaHuAM CTaHAapTa:
101| Laboratorijas parskatu Nr.: 101| Laboratory report reference No.: 101| MpoTokonel nabopaTopHbix Nposepok Ne:
102| Parbaudes rezultati: atbilst/ neatbilst 102 Test results were acceptable / not 102 O6wmne pesynbTaTbl UCNLITAHWUNA
(izsvitrot nevajadzigo) acceptable (delete as appropriate) yaosneTBoputesnbHbie /
Hey[oBETBOPUTENbHLIE (BbIMEPKHYTH
HEHYXXHOE)
103| Tests tika izpildits 103| Test carried out in the presence of: 103| IlabopaTopHEIe ucneiTaHWs
personas klatbatné NpoBOAWNUCH B NPUCYTCTBUN
104| Eksaminétdjs vai eksaminacijas 104 Examiner or examining body: 104{ KoHTpon&p wunu HagsopHas
institdcija: opraHusauus:
105{ (Uzvards, datums, paraksts) 105| (Name, date and signature) 105| (Pamwunus, UMa, JaTa M Nognuce)




