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SALZGITTER
FLACHSTAHL

Ein Unternehmen der Salzgitter Gruppe

Abnahmeprifzeugnis 3.1 Nr./No. (AD3) 1000512
Inspection certificate 3.1 Seite/Page 1/2
DIN EN 10204 Datum/Date 02.04.2011
{A02)
x

Nr{ao) 4500092263 13.01.2011 Nr.(aon
Besteller Lemvigh - Miller A/S Empfinger Lemvigh — Miiller A/S
Purchaser 2730 HERLEV Customer 2730 HERLEV
{A08) DANEMARK {A08) DANEMARK
freugnis Warmbreitband Werksauftrags-Nr. 0001138512
Produt Hot rolled wide strip Warks arder No.
{BOi} {A08)

Liferschein-Nr. ~ 0083132268
Werkstoff und Lieferbedingung  S355MC DispatchnoteNo. 01.04.2011
Steel grade and terms of delvery DIN EN 10149/2 - 11/95
(B02-803) DIN EN 10051 - 11/97 Abnahme WS

JPMD6 8 Inspection
{A0S)
Materialdaten / Material data su-sx)
Pos. | Anzaht Erzeugnis-Nr. Schmelzen-Nr, Lieferzustand Dicke x Breite mm X mm
Item | Quantity | Product No. Heat No. Cond. of delivery | Thickness x Width
(B08) (B07) (BO7) bl (B04) (B03-B11) >
02 1 686067 14430 M 8,00 x 1500,0
Yy 1 | Gewicht 27.720 kg M: thermomechanisch gewalzt/ thermomechanically rolled
Weight kgs
(812}

MaBpriifung und Sichtkontrolle auf &duBere Beschaffenheit:
Dimensional check and visual examination of the surface c
without objection

ohne Beanstandung

ondition:

Schmelzenanalyse / Ladle analysis cn-c

Schmelzen-Nr. C Si Mn P S N Al Nb Ti \%

Heat No. % % % % % % % % % %

(B07) <0,12 <0,03 <150 <0,025 <0,020 20,015 <0,09 <015 <0,20
14430 0,07 0,02 0,74 0,013 {0,002 {0,003 }0,036 }0,03 0,002 |0,003

Schmelzen-Nr. EV1 1)

Heat No. %

(807) <022
14430 |0,04

1) EV1: ViNb+Ti

Stahlherstellung: Sauerstoffaufblasverfahren

Steel making: Basic oxygen process

(C70)

Es wird bestétigt, daB die Lieferung den Anforderungen der Lieferbedingung entspricht.

We hereby certify that the delivered material complies with the terms of the order.

(zon

f Herstellerzeichen Salzgitter Flachstahl GmbH Abnahmestempel Abnahmebeauitragter

y Trademark Eisenhiittenstr. 93 Inspection Stamp Inspection Representative
(A04) 0-38239 Salzgitter (203) (z02)

(AD1)
Diese durch ein geeignetes Datenverarbeitungssystem erstellte Bescheinigung ist gemaB EN 10 204, Abschnitt 5, chne Unterschrift giltig.
This certificate was prepared by 2 suitable data processing system and is valid without signature according to EN 10 204, section 5.

Kratz
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SALZGITTER
FLACHSTAHL

Ein Unternehmen der Salzgitter Gruppe

Abnahmepriifzeugnis 3.1 Nr/No. (A3) 1000512
Inspection certificate 3.1 Seite/Page 2/2
DIN EN 10204 Datum/Date 02.04.2011
(A02)
Nr{a07) 4500092263 13.01.2011 Nr(aoy)
Besteller Lemvigh - Miller A/S Empfinger Lemvigh - Miiller A/S
Purchaser 2730 HERLEV Customer 2730 HERLEV
{AD6) DANEMARK (ADB) DANEMARK
Erreugnis Warmbreitband Werksauftrags-Nr. 0001138512
prduct Hot rolled wide strip Works order No.
{801} {A08)
Lieferschein-Nr. 0083132268
Werkstoff und Lieferbedingung  S355MC DispatchnoteNo. Q1 .04.2011
Steel grade and terms of gefivey DIN EN 10149/2 - 11/95
{B02-B03) DIN EN 10051 - 11/97 Abnahme WS
JPMD68 Inspection
{AD5)
Zugversuch / Tensile test (-t
Proben-Nr. Schmelzen-Nr. Ort Richt. | Zustand| Form | Streckgrenze Zugfestigkei Bruchdehnung
Specimen No. Heat No. Location| Direct. | Cond. | Type | Yield point Tensile strength | Elongation
{Co) {B07) {co1) |i{co2) |[(BOS) |{CiO) |iC11) (€12) {c13)
ReH Rm A5 7)
123 14 5) B} MPa MPa %
> 355 430 - 550 >23
686067 14430 E4G! L M P 413 489 33
1} E: Ende/Tailend 5 M: thermomechanisch gewalzt / thermomechanically rofled
2) 4:  1/4Breite/ 1/4 Width 6) P: prismatisch/ prismatic
3} G: Erzeugnisdicke / Thickness of product 7} A5: Lo=565VSo
4) L: Ilangs/longitudinal
Faltversuche ohne Beanstandung
Bend tests without objection
Kerbschlagbiegeversuch / Impact test (cuw-cs
Proben-Nr. Schmelzen-Nr. Ort Richt. | Zustand | Probenform Temperatur | Schlagarbeit
Specimen No. Heat No. Location| Direct. | Cond. | Type of specimen Temperature | Impact energy
{Con) (807) {Con) |{Co2} |{Bos) |{C40-C41) {co3) {C42-C43)
1 2 3 MW 6)
123 |4 5) °C J J
221 22
686067 14430 E40] L M KvV750/7,5 -020 167 163 169 166
1) E: Ende/Tailend 4) L: ldngs/longitudinal
2) 4. 1/4Breite/1/4 Width 5 M: thermomechanisch gewalzt/ thermomechanically rolled
3) 0. oberftachennah/ near surface 6)  MW: Mittelwert/ Average
Es wird bestitigt, daR die Lieferung den Anfordesungen der tieferbedingung entspricht.
We hereby certify that the delivered material complies with the terms of the order.
{z01)
f Herstellerzeichen Salzgitter Flachstahl GmbH Abnahmestempel Abnahmebeauftragter
:’y Trademark Eisenhiittenstr. 99 Inspection Stamp Inspection Representative
(A04) D-38239 Salzgitter {203) {202)

{A01)
Diese durch ein geei Datenverarbeitungssy erstellte Bescheinigung ist gemaB EN 10 204, Abschnitt 5, ohne Unterschrift gdiltig.
This certificate was prepared by a suitable data processing system and is valid without signature according to EN 10 204, section 5.

Kratz




TATA

Tata Steel UK Limited

Corby Works
PO Box 101
Corby Northants NN17 SUA

@

Telephone: + 44 (0) 1536 402121
Fax:

A01

+ 44 (0) 1536 404111

Customer

LEMVIGH-MULLER A/S

STATIONSALEEN 40
2730 HERLEV
DENMARK

A06

FPC CERTIFICATE NUMBER 0038/CPR/LRQ0840080/B

q3

0038

Quality Management System
Approved to ISO 9001

10210 :
OPTIONS

EN10163-

1.2, 1.4 + 1.5.

3 CLASS D SUB-CLASS 3.

02 Date 20/04/16 Z02
INSPECTION CERTIFICATE 120 1e1e 5777
EN10204 Type 3.1
PageNo. 1 o 1|°*"" Ewsr/0324
Tata Steel Ref.No. A08
Salos GXA 361487 Works 29 9316

Customer Order No. P/0O: 4500340224 OF 23/FEB/16 A07
Product Description B01-B04

CELSIUS HOT FINISHED WELDED STEEL RECTANGULAR HOLLOW SECTIONS TO EN
2006 GRADE S355NH AND DUAL CERTIFIED WITH S355J2H INCLUDING
SILICON CONTENT 0.15-0.25%. CARBON EQUIVALENT
0.43 MAX. CORNER RADIUS 2T MAX. SURFACE CONDITION IN ACCORDANCE WITH
INTERNAL WELD BEAD TRIMMED.

NORMALISED ROLLED

DURABILITY: NO PERFORMANCE DETERMINED - SUBJECT TO FINAL COATING MADE IN UK
L=Longitudinal T=Transverse B=Body W=Weld HAZ=Heat Affected Zone S=Stripped Section F=Full Section KV=Charpy - V HV=Hardness Vickers{10Kg Load) HR=Hardness Rockwell B
B08 B09-B12 BO7 B07 Tensile Test Impact/Hardness Tests Steel Making Process C70
Coz|vietd ' [Tensite " [long coz| cao| | °®| G| 32| BASIC OXYGEN STEEL
. . 2
':f'" Nur:ber Product Dimensions Cas’:l:eat Bundle no. 820 Stress Strength A i Test | Width | Temp |Values| Ave C50-C69
% | Pieces ' Re , [Rm ", (565 Type D02.096
(mm) (Nfmm <) |[(N'mm©) | (%) (mm) (€) (O]
Other Tests
JRKNS186
1 100.00 x 100.00 x 8.00 WELD SEAM 100% EDDY CURRENT
x 6.100M = 219.60M TESTED TO EN 10246-3
36 x x 7T21821 | 22851537 | B[ 391.0| 522.0| 30 B KV 5.0f -20{103 |100| FLATTENING TEST FOR SEAM WELD
x X 22851538 | Li L 105 QUALITY CONTROL, SATISFACTORY
x b4 22851539 S 94
x x 22851540
X X[X ¥ X X X X X X XXX XX XXX XXXKXXXX[(xKX END OF IFEM X X X X XK X XX XY X X XK XXXXXXXXXXXXXXZXZXZX
X X X X X
X X X X X
X X X X X
X X X X X
X X X X X
X X X X X
X X|X X XX X X X XX X X X XX X[X XXX r X X X X|x r X EFD OFf CERT %X X X X X X XX X X ¥ X X X X X X X X XX XX XXXXXXZX
C71-C99 Analysis %| C Ssi Mn P S Cr Mo Ni Al B Cu N Nb Sn Ti v CEV
Cast No.
7T21821 LADLE| 0.15/ 0.18/1.41/0.017(0.006{0.020;0.001(0.020| 0.0430.0002/ 0.009 0.01] 0.034| 0.001| 0.001| 0.004[ 0.39

Code Numbers in accordance with EN 10168 (see overleaf).
Alterations to this document or its use for other products shall be regarded
as falsification of documents and be subject to criminal jurisdiction.

Z01 The prod

d by this i

t are certifled by Tata Steel UK Limited and

Compliance with European Directives - The CE mark shown in Corby Works lnspectlon documents is in accordance with the
Construction Products Regulation 305/2011/EU app
Corby Works Quality System

to har

with the P

s EN 10210, EN 10219 & EN 10255 only.
Oirective (PED) 97/23/EC Annex | Para. 4.3.

Note for end users - only tubes in accordance with EN 10217 have a presumption of conformity with the PED.

ly with the req

1ts of the Product Description.

Company Registration No. 02280000.

S.M.Jeffrey
Quality Manager

Z02
A0S

This document has been prepared by a
computer system and is valid without signature.



-aamjeubis Jnoym pijeaA s pue wa)sAs 19Indwod

e Aq paiedsid uaaq sey jJuswnaop siyj

00008220 "ON uopelys|Bey Auedwon
“a3d oY) Yyum Awioguod jo uodwinsaid e 8ARY Z1Z0L N3 YNIA 92UEpIOIIE Ul Seqn) A|uo - S18SN pPud 10 BJON
‘£ "eied | Xouuy 93/6Z/26 (a34) 0Anv8lIQ uewdinbg ainsseld 8y Yim sey|dwod weishs Ajjjend j1jw ,,0Z 10odejueH

‘uopdposeq 19NpoLd 8y} 0 spuswalnbal oyl yym Ajdwod pue pajwi XN 1993S elet Aq peyed ase Juswnaop uopaedsu) s|y} Aq paiaaod spanposd eyl 102

‘uoj21psuN{ jeujwsId 03 10efgns 8q PuUE SJUBWINIOP JO UORED}|S|E) Se

S0V esjuyaay Jab W uoldag ‘Kjuo §1Z0L N3 % 01201 N3 Spiepuejs pazjuowley o} 3jqedjdde n3/110Z/S0E UonenBay sjonpold UORINIISUCY By} YIM pap.ieBal aq jleys s)onpoid 13y}o Joj asn S} 40 JUIWNDOP S|y} 0} SUojjeld)|y
z0Z SNVA3 dIAVYA 32UEPIOIIR U] §| SHUIWND0P uoIadsy| (JIw ,0Z jOOdaJUBH U] UMOYS YIBW JJ 3y - SIANIAJIQ ueadoing yym asueydwoy ‘(JeajiaAo 2as) g910L NI YIm 32UBP10IOE U] SIAGWNN 3poD
LE" | TOO" | TOO" | 900 | TEO" | 000" [8TTO" | 2TO" [TO00" | ZHO" [2TO" (200" [¥2O° | 600" |ZTO" |SE"T6LT" |PT" |ADEHO LTLTZLL
8€° | TOO" | TOO' | S00° | Z€0° | 000" [TZTO" | ZTO" [2000" | €E¥0° [TTO" [T0O0" [TZO" | 600" |€ETO" [9€°TIBBT" |ST" |ITAVT LZLZTZLL
8€° | TOO0" | 200" | SO0° | TEO" | 000" |0600° | STO" (€000 | OFO" |ETO" |[200° (820" | LOO" |ETO" [0V TIL9T" [PT" |ADEHD 9TLZCLL
6€° | ZOO" | 200" | S00° | ZEO" | 000" |P600° | ¥TO" [E000° [ 8€E0" IZTO" [TOO0" [PCO" | 900" {STO" [THP TLT" |ST"~ [|ITAVI mﬁhmm%%
AJD A IL NS aN Yo N no L v IN ON qo S d NW | IS o % siskieuy 660110
rrnrrRxpsnnrrrrrrrrxrnxxrraxrrxnrixrapxrnvrrderaxgrrxpfy TLPOTATINAD ISHL |JO NI # 5% % # %X XA XMERF RS S XL XS R XXX RXREXF R XX FERXRF RS AP SRR NE XX
80T WO0E“60T 0ST°Z2T-000°CT
TOT g 1 /AbNbNNHh WWO00 "8
POT| 2OT02- [0°S ([AX 1 S€ |2ZS 68¢€ g LOCTLIE N9TLZZLL X WWO"0ST X WWO0°0SYg 6 (4
TETTIOY JESITVWION
‘8-9%Z0TNI OL JHLSHL
ATIVDINOSWILIN %00T WYIS dTIM
XYO0LOVASILVYS LSHL ONINALLVYTA
‘N3 ‘IIFILS VIVL
!ONITION "TIOD/ONIAVWIZILS
g B89LN |HAL
sisa 19yiQ , ] ()
Mwm“wmw r r (2) (wu oty (teg) _.w” ANEE.H_, a&sﬁw o ——
THHLS NIDAXO DISVE gl b s Il ) PV el L I B 2 ieoHAseD suofsusuig 1anposd soquny | WOl
£vD 124D £02 3:29] 0pD 10D 200 €10 |21 1% 109
042 $530014 Buyew 19918 5)Sa) sseUpJEHAdedw] 53] ajisus) 208 z,8-608 808
jsa] lea] yBlap doig=1Qa (peoT B)0L)sIa)oIA SSaupieH=AH y3joN-A Ad1eyd=AN PIam=M  Apog=g asyaAsuel]=] feujpnyyBuoz="

ODNILYOD 'I¥NId Ol LOILdNs

a0 NI IAVH

"€ SSYID-dNS O SSYTIO €-€9TOINI

HLIM HONVAJODOV NI NOILIANOD HDOVJIYNS "XVW LZ SNIAVY ¥YINJOD "XVHW €%°0
INTITVAINOT NOFYVD “%SZ°0-ST°0 INIINOD NODITIS “S°T + $°T ‘T°T SNOILAO
ONIAATONI HZLSSES HLIM QITIJILIED TVAd ANV HNGSES FAWID 900Z ¢ OTZOT
N3 OL SNOILDIAS MOTTIOH ¥VINONVLOIY THILS IATIM TIHSINIL ILOH SAISTID

$08-109 uonydiyosaq Jonpoid
L0V WH\Mg\mH d0 E€6EEVEQQOSH "O\m *ON 48pJQ J8wo)sn) w U
SHIOM so|eg
sov ¥069 CHTTIEVXD T — 90V
10N 190 TO* T0 ‘oN abBeyd
oy $600/8TIT/08Z oy peg | L€ @dAL $0Z0LN3 oszizseTrl (O vrs
20v HLVOIHILYAD NOILLOHAdSNI b1999Z 6201 (0) vy + ‘ououdaIoL
20z 91/s0/€0 aieq LoV

QIANINNIALIA FONYWIOAYHId ON :X1ITIVINd
g9/08009800¥T/YdD/8€00 VHTWAN FILVOIJAIILIYAD Ddd

1006 OS1 03 paroaddy
waysAg Juawabeuew Ajenp

MAVRNEQ
AFTIIH Q€L
0% NIITVSNOILYIS

8€00

S/¥ YETINW-HOIARI'T

18W0I8ND

93Z SZSL YN pue|aaa|) [oodajuey
peoy epuaig
NN I'3'H .02

Pajwi N 19938 ejeL

VAVL
ap

1xeq

vov



[

-

[

QW WO DU D WA

O LW IO WM & WN W

O W O I G WwN

Duferce Danish Steel

Duferee crouP

DK-3300 Frederiksvark - Telefon +45 47767600

LEMVIGH-MULLER A/S
Stationsalléen 40
DK-2730 - Herlev
DANMARK

Lieferbedingung / Specification:
EN 10025-2 S355J2+AR

BESCHEINIGUNG / CERTIFICATE

Stabstah{/Bars
Seite/ Page:  1/1 NiNo: 12101
Tywe EN 10204 /7 3.1

threr Auftrag/Your order 4500287147 %~
Unser Auftrag/Our order 47514

Datum/Date:

18-02-2015

Lieferstelle/Delivery address:
LEMVIGH-MULLER A/S
Centrallager Randers

DK-8%00
DANMARK

- Randers

Toleranz Tolerance: EN10060

Pos.| Product Type Abmessungen/Dimensions Stk/Pes | Gewicht/Weight| Schmelze/Heat [Lieferzustand/Condition of detivery

21| Round 6000 60.0 1 2074 37118 |[Walzzstand/ Asrolled

22| Round 6000 > 70.0 1 2079 37121y
Kennzeichung/Marking ( €
Sachverstandigen/Quality inspecior:
Schmelznr/Heatno.
£0.000-29.000 Konverter-verfahren/Oxygen
converter
30.000-99.999 Elektro-Oten/El-arc-fumace
Im Pfanne raffiniert/Ladle refined

Total weight: 4153

C Mn Si P S| Cr]Cu| Ni |[Mo|] Sn f Al Nb] Ti| V]| B N |Ceq = Carbon-Equivalent (11W - formula)

141134 120(25]10| 8 23|10 3 4} 2 115}28 110} 41

14| 138 12123113 8 {21)] 9] 3 0} 214135 110} 41

% 100 % s 1000 % 100 % x 1009 % x 10.000 % x 100
Zugversuch/Tensile test] Kerbschlagbiegeversuch/lmpact test/ISO - V | Hardness DDS requires, that all billet suppliers make statement in writing to the effect, that
) the biltets delivered have not been exposed to and / or containated with:
Retf | Rm | As | 2 3 Mitel/ | radiation.
Average
416546 |30] 108 | 137 | 116 | 120 -20 Bei Material mit einer Dicke unter 10 mm, werden die Kerbschlagproben zu einer
416 | 55929 131 | 64 124 | 106 | -20 Breite von entweder 7.5 min oder 5.0 mm bearbeitet,
For n:aterial with thickness less than 10 mum, the impact testpieces are machined
to a width of either 7.5 run or 5.0 mum.
MPa % Joule °C HB

06
0045 CPR-0620
EN 10025-1

See www.duferco.dk for Declaration Of Performance:

DDS 009

Wir bestatigen, dass die Lieferung den Forderungen der
obengenanaten Lieferbedingungen und des Aufirages
entspricht.

We hereby certify, that the materiat has been produced
and tested in compliance with the mentioned
specification and with the requirement of the order.

Duferco Danish Steel A/S

gy Bl

. Inge Beierholm

iy
Quality Departaient {8/ 7o
IR S
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NLMK) DanSteel A/S

Havnevej 33

(A01) DK-3300 Frederiksvasrk EN 10204:2004/3.2

Inspection Certificate .

Date of creation: (zoz

Certificate No.: (o3

Page 1 of 4
31.08.2015

036598/1

Our order No.: (r08) 5421551 Your arder No.: ten  1P0-0001653-1

Order registration date: 13.07.2015

Date of dispatch: 31.08.2015 B

Material requirements and customer information

Product: (a03) Plate Steel standard and grade: ®oz NV/D36

Delivery condition: (804) Furnace normalized (N)

Customer name and address (408 Certificate address
9361 9261001

PBN Steel A/S pernissen@pnsteel.dk
Denmark

Bjerneavej 22

5700 Svendborg

DENMARK

pemissen@pnsteel.dk;m.helms@eu.nimk.com

Surface tolerance:
Length tolerance:
Width tolerance:
Thickness tolerance:

Flatness tolerance:

EN 10163-2 B3

EN 10029 Table 3

EN 10029 Table 2

EN 10028 Class B

EN 10026 Table 4 Class N

Supplementary information: (cos)

Fully Killed and Fine Grain

Plates <= 25mm are Normalised at 800°C for 3 minutes.
Plates > 25mm are Normalised at 800°C for 5 minutes.

Visual examination and dimensional checking: Satisfactory. The results of tests performed are in compliance with the requirements.  (zo1)

Details of supplied materials dimensions, weights and pieces

Heat/Slab Plate No. Item Thickness Width Length Pieces Gross Hard stamp Stamp Customer remark
(B07) {805} mm (B0%) rnim (810} mm (B11) {B08) kg (812} location
4814141 1534L 3 15.0 2500 8000 2 3532 NVD36 Head 1PO-0001653-1
48240C4  1556L 3 15.0 2500 6000 2 3532 NVD36 Head 1PO-0001653-1
47723C4 03531 4 25.0 2500 6000 2 5888 NV D38 Head 1P0-0001653-1 O&uwmcw V@
b ‘ﬁ
u...rq 1‘4
6 12 952 ke m % =
N WEETT O
.ﬂ@ﬂ Gy
o T
186%
SOPENHAGEN

Third party inspection (zo3)
LR, DNV

‘ ‘ (A04)

VAGN ANDERSEN

Inspection representative NLMK DanSteel A/S (a05)

Zibrandt Greisen

Z. Grtiatan




= LY Page 2 of 4

INLMIK Im<:“wmwmmmwmmm %\m — ns Umn.ﬂ_o n Om :_.—.._ nmﬁm tAo2) Date of creation: oz 31.08.2015
(ao1) DK-3300 Frederiksvark EN 10204:2004/3.2 Certificate No.: wo 036598/1
Our order No.: (acs) 5421551 Your order No.: a0y 1P0O-0001653-1 Order registration date: 13.07.2015 Date of dispatch: 31.08.2015 B

Chemical composition (heat analysis) aliresults in %

Heat No. (go7) C Mn Si P S Cr Cu Ni Mo Al Nb v Ti N
Set values: min. .90 0.020 0.010
max. 0.18 160 0.50 0.035 0.035 0.200 0.350 0.400 0.080 0.100 0.054 0.100 0.050 0.0120
47723 0.15 145 0.33 0016 0.004 0.022 0.018 0.011 0.001 0.038 0.046 0.005 0.004 0.0029
48141 015 145 038 0016 0.009 0.023 0.022 0.013 0.001 0.044 0.036 0.002 0.002 0.0035
48240 0.17 148 032 0015 0.008 0.025 0.037 0018 0001 0.046 0.031 0.005 0.002 0.0054
Heat No. gon) CEV CA4 Remark (€70}
Set values: min. 0.00
max. 0.43 0.124
AT723 0.40 0.055 1346
48141 0.40 0.040 1346
48240 0.42 0.038 13486

Supplementary information (cos)

CEV=C +Mn/6 + (Cr + Mo + V)/5 + (Ni + Cu)/15
CA4 = Nb+Ti+V

1 = Basic Oxygen Steel, 2 = Electric Arc Furnace, 3 = Ladle Refined, 4 = Calcium Treated, 5 = Vacuum Degassed, 6 = Continuous Cast, 7 = Ingot

Third party inspection zo3)
LR,DNV

c -

OPENHAGEN
VAGN ANDERSEN

Inspection representative NLMK DanSteel A/S (405)

Z. Gurtiatan

Zibrandt Greisen




; = =g Page 3 of 4
NLMK Wm“wmwmmwmmm A/S Ins —uQO._”_ on Certificate . Date of creation: oz 31.08.2015
(A01) DK-3300 Frederiksvaerk EN 10204:2004/3.2 Certificate No.: o3 036598/1

Our order No.: (a08) 5421551 Your order No.: (07  1P0-0001653-1 Order registration date: 13.07.2015 Date of dispatch: 31.08.2015 B
Tensile nmm.ﬂmsm Tensile tests were performed in accordance with EN 10002/1SC 6892-1 with results as stated below:
Heat/slab Plate ID Thickness Shape Loc. Dir. Yield Yield UTS Rm Elong. Elongation Yield/UTS

(B07) (806} mm (C10) {co1) (co2) MPa (11} type MPa c12) type % (C13)
47723C4  0353L-1-1 25.0 R H T 367 REH 525 AZ200 3 0.70
47723C4  0353L-1-2 25.0 R H T 367 REH 525 A200 31 0.70
48141J1  1534L-2-1 15.0 R H T 384 REH 533 © AZ00 24 0.72
48141J1  1534L-2-2 15.0 R H T 384 REH 533 A200 24 0.72
48240C4  15561.-2-1 15.0 R H T 396 REH 543 A200 26 0.73
48240C4 1556L-2-2 15.0 R H T 396 REH 543 A200 26 0.73
Supplementary Information (a9
Loc.: o3} H=head, T = tail
Dir.: o2 T = transversal, L = longitudinal
Shape: (€10 @ = round, R = rectangular
Original gauge length: 200 mm
Impact testing impact tests were performed in accordance with EN 10045/1S0 148-1 with resuits as stated below:
Heat/slab Plate ID  Position Notch Shape Loc. Dir. Temp. sV sV sV AV

(BOT) {B06) {co1) {C40) (C43) (co1) {C02) °C (€co3) J (caz J (e J (caz) J (c43)
47723C4  0353L-1-1 1 cv 10x10 H L -20 187 226 233 215
47723C4 0353L-1-2 1 Ccv 10x10 H L -20 187 228 233 215
481411 1534L-2-1 1 Ccv 10x10 H L -20 167 199 188 185
4814141 1534L-2-2 1 cv 10x10 H L -20 167 199 188 185
48240C4  1556L.-2-1 1 Ccv 10x10 H L -20 182 171 223 192
48240C4 15561-2-2 1 cv 10x10 H L =20 182 171 223 192

. SKE L

Supplementary Information (cs9) 5

Position: o1 1 = surface, 2 = middle, 3 = 1/3 of thickness, 4 = 1/4 of thickness

Notch: (a0 CU = Charpy U-notch, CV = Charpy V-notch, CVA = Charpy V-notch (ASTM)
Loc.: i) H = head, T = tail

Dir.: (co2) T = fransversal, L = longitudinal

E ﬁﬂom

ch#

ENHAGEN

'AGN ANDERSEN

Third party inspection (zo3) Inspection representative NLMK DanStee! A/S (aos)

(a04)
c LR,DNV Zibrandt Greisen .
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NLMK wm%mwmwwmm E\ 5 — ns vmo.n_ on Om _...H—.—.._ om.nm o2 Date of creation: (zoz) 31.08.2015
(aot) DK-3300 Frederiksvaerk EN 10204:2004/3.2 Certificate No.: w3 036598/1
Our order No.: w08) 5421551 Your order No.: »on)  1P0O-0001653-1 Order registration date: 13.07.2015 Date of dispatch: 31.08.2015 B

Ship Steel or Steel for Ships, Boiler, Pressure Vessel and for welded Machinery Structures. We hereby certify that the Plates have been made by an approved process in accordance with,
the rules of the stated Classification Society and the stated Steel Grade. Testing of the hereby certified materials has been carried out with satisfactory results in the presence of the
Classification Society's Surveyor.

COPENHAGEN
'AGN ANDERSEN

Third party inspection (zo3) Inspection representative NLMK DanSteel A/S (aos)

(AG4)
c LR,DNV Zibrandt Greisen Z . Crtiatn




AO4I MILL CERTIFICATE BSEN 10204/3.1 N-Nr-N 16K 0021114-01 V01 03
CERTIFICAT DE RECEPTION NF EN 10204/3.1
ABNAHMEPRUEFZEUGNISDIN EN 10204/3.1
A02
. ) Certified acc.PED 97/23/EC Annex | § 4.3 by Certification Body 0036 of TUV SUD
Correspondentieadres: Industrie Service GmbH with cert.No.:314/2007/M UC.Renounced of counter signature
Aperam Genk agreed by TUV SUD (9/5/2007). Approved acc.AD 2000-Merkblatt WO/TRD 100 by
Swinnenwijerweg 5, Poort Genk 7523 TUV SUD Industrie Service GmbH.Confirmation letter from TUVSUD Industrie Service
3600 Genk, Belgium GmbH of 07/05/2010 about the uniformity of coils acc.AD2000 W2 §4.1.1
Tel. +32(0)89 3021 11
A0 Tech.Req.:AD 2000 W2 -- AD 2000 W10 -- EN 13445-2 205
Manufacturer'sworks order number Surveyor's mark Purchaser and/or consignee Purchaser's order number
N° de la commande usine productrice Cachet de I'expert G N K 1 Client et/ou destinataire N° de commande client
Werksauftragsnummer Stempel des Besteller und/oder Empfaenger Kundenbestel Inummer
80307766/07-08256/211/07 Werkssachverstaendigen 548929/BSO
A08 Z03| Damstahl A/S A07
Product - Produit - Erzeugnis DANMARKSVE] 28 Customer article number
SHEETS,HOT ROLLED,ANNEALED+PICKLED N.article client
TOLES,LAMINEES A CHAUD,RECUITS+DECAPES 8660 SKANDERBORG Artikelnummer des Kunden
BLECHE,WARMGEWALZT,GEGLUEHT+GEBEIZT DENMARK 5180
BO1 A0B A09
Steel designation B02 Finish Steelmaking process C70 | product delivery condition
Désignation de I'acier Présentation | Mode d'éaboration de I'acier - Stahlherstellungverfahren Etat de livraison du produit - Lieferzustand
Stahlbezeichnung Ausfuehrung | Prod.proces: Electric arc furnace - VOD/AOD - Continuous casting
EN 10028-7-2008 1.4307 / 1.4301 15 Proc_.fabric.: Fou-r aarc- VOD/AOD - Coulée continue Solution treated:
EN 10088-2-2014 1.4307 / 1.4301 1D Fertigungsablauf: Elektro-Ofen - VOD/AQOD - Stranggussanlage Hypertrempe: 1050 °C
ASTM A 240-2015 TY PE 304L / 304 NO 1 Any supplementary requirements Bo3 | Loesungsgegl+abgeschreckt:
ASME SA 240-2015 TY PE 304L / 304 NO 1 Prescriptions supplémentaires - Zusétzliche Anforderungen Forced air-water/air forcé-eau
EN 10088-4-2009 1.4307 / 1.4301 1D
Geblaese L uft-Wasser B04
NACE MR 0175/ 1SO 15156-1/ 1SO 15156-3 -- NACE MR 0103
206
I dentification of the product BO7 Dimensions Number of pieces BO8
Identification du produit - Identifizierung des Erzeugnisses Dimensions - Abmessungen Nb de pieces - Stueckzahl 21
MELTED IN BELGIUM, MADE IN BELGIUM - -
Thickness BO9 | width B10| Length B11
Coil n. Heat n. Epaisseur - Staerke Largeur - Breite Longueur - Laenge Net weight B13
N.Bobine - Band Nr. N.Coulée - Schmelz Nr. 10.00 mm 1500.00 mm 3000.00 mm Poids net - netto Gewicht 7370KG
61351716 111430
CHEMICAL ANALYSIS- ANALYSE CHIMIQUE - CHEMISCHE ZUSAMMENSETZUNG
Cc S Mn Ni Cr Mo Ti N S P
Required -Exigé %mini 8.00 17.50
Anforderung. %maxi | 0.030 0.75 2.00 10.50 19.50 0.100 0.015 0.045
Cast Analysis| 0.021 0.40 1.39 8.00 18.01 0.073 0.002 0.030
Analyse coulee
Anayse Schmelze| ¢, c72 c73 c74 c75 c76 c77 c7s c79 c80 cai cs2 cs3 cs4 css5 css
Positive material identification carried out : OK D52
Tests de vérification de la conformité de la nuance fournie : OK
Verwechslungpruefung wurde durchgefuehrt : OK
Co4 C93
Location (1) MECHANICAL PROPERTIES- PROPRIETESMECANIQUES - MECHANISCHE WERTE EN ISO 6892-1 B/ A-SA 370 C20
Room temperature - Température ambiante - Raumtemperatur Test temperature (°C) : Co3
Direction (2) Yield or proof strength Tensile Strength Elongation after fracturg Hardness | Yield or proof strength | Tensilestr. | Elongation %
Required Limite d'élasticité Résistance alatraction | Allongement aprésrupt. | Dureté Limite d'élasticité Résist. MP4 Allongement.
E:ic:;é Dehngrenze MPa Zugfestigkeit MPa | Bruchdehnung % Haerte Dehngrenze MPa Zugfestigkeit | Bruchdehnung
Anforderung [ Rp0.2% Rp1% Rm A5 50mm | HRB Rp0.2% | Rpl% Rm A5
min 210 250 520 45 45
maxi 700 92
1 T Obtained 340 382 626 56 53 87
Obtenu
2 Ergebnisse 85
ci1 Cl4 c12 C13 C15 C31 C16 c17 c18 c19
Impact strength test Corrosion test
Essai derésilience Test de corrosion
Kerbschlagzaehigkeitstest Korrosionstest
C40 | t(°0) C44
EN SO 3651/2 - A:OK C50 C51 C52 C53 C54 C55 Co5
Ca2 D51 Internal cleanliness: A: B: c D: c57
L ocation of the sample (1) Thedelivery isin accordance with the order Organisation inspection
Emplacement de I'échantillon Lafourniture est conforme aux exigences de lacommande Organisme et/ou service controle
Lage des Probenabschnittes Dielieferung entspricht den Bestellbedingungen Z01 | Ueberwachungsabteilung A05
1. Front - pebut - Anfang Packing list .
2.Back-Fin- Ende Avis dexpédition 2016035632-8256 Quality Department
3. Middle - Milieu - Mitte co1| LieferscheinNummer A10
Direction of the test pieces (2) Marking, inspection and measurement : without objection 20/4/2016
Orientation des éprouvettes Controle de marquage, d'aspect et de dimensions : satisfaisants
Probenrichtung Pruefung der Stempelung, des Oberflaechenaspekts und der Theinspector
'LI'. Irangle;gee;l Trliawers - I_Quer Abmessungen : ohne Beanstandung Le responsable D. Raesmackers
. Longitudinal - Long - Laengs co2 Do1 | Der Werkssachverstaendige 202
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AO4I MILL CERTIFICATE BSEN 10204/3.1 N-Nr-N 16K 0021114-CE V01 A03
CERTIFICAT DE RECEPTION NF EN 10204/3.1
ABNAHMEPRUEFZEUGNISDIN EN 10204/3.1
A02
. ) Factory Production Control certified by TUV SUD Industrie Service Gmbh
Correspondentieadres: with certificate nr 0036-CPD-43-2011.
Aperam Genk In compliance with the Construction Product Directive nr 89/106/EEC.
Swinnenwijerweg 5, Poort Genk 7523
3600 Genk, Belgium
Tel. +32(0)89 3021 11
AO1 205
Manufacturer'sworks order number Surveyor's mark Purchaser and/or consignee Purchaser's order number
N° de la commande usine productrice Cachet de I'expert G N K 1 Client et/ou destinataire N° de commande client
Werksauftragsnummer Stempel des Besteller und/oder Empfaenger Kundenbestellnummer
80307766/07-08256/211/07 Werkssachverstaendigen 548929/BSO
A08 Z03| Damstahl A/S A07
Product - Produit - Erzeugnis DANMARKSVE] 28 Customer article number
SHEETS,HOT ROLLED,ANNEALED+PICKLED N.article client
TOLES,LAMINEES A CHAUD,RECUITS+DECAPES 8660 SKANDERBORG Artikelnummer des Kunden
BLECHE,WARMGEWALZT,GEGLUEHT+GEBEIZT DENMARK 5180
BO1 A0B A09
Steel designation B02 Finish Steelmaking process C70 | product delivery condition
Désignation de I'acier Présentation | Mode d'éaboration de I'acier - Stahlherstellungverfahren Etat de livraison du produit - Lieferzustand
Stahlbezeichnung Ausfuehrung | Prod.proces: Electric arc furnace - VOD/AOD - Continuous casting
EN 10088-4-2009 1.4307/1.4301 15 Proc_.fabric.: Four aarc - VOD/AOD - Coulée continue Solution treated:
Fertigungsablauf: Elektro-Ofen - VOD/AQOD - Stranggussanlage Hypertrempe: 1050 °C
Any supplementary requirements B03 | Loesungsgeg|+abgeschreckt:
Prescriptions supplémentaires - Zusétzliche Anforderungen Forced air-water/air forcé-eau
Geblaese L uft-Wasser B04
206
I dentification of the product Bo7 Dimensions Number of pieces B08
Identification du produit - Identifizierung des Erzeugnisses Dimensions - Abmessungen Nb de pieces - Stueckzahl 21
MELTED IN BELGIUM, MADE IN BELGIUM - B - B B
Thickness 09| width 107 Length 1
Coil n. Heat n. Epaisseur - Staerke Largeur - Breite Longueur - Laenge Net weight B13
N.Bobine - Band Nr. N.Coulée - Schmelz Nr. 10.00 mm 1500.00 mm 3000.00 mm Poids net - netto Gewicht 7370KG
61351716 111430
CHEMICAL ANALYSIS- ANALYSE CHIMIQUE - CHEMISCHE ZUSAMMENSETZUNG
Cc S Mn Ni Cr Mo Ti N S P
Required -Exigé %mini 8.00 17.50
Anforderung. %maxi | 0.030 0.75 2.00 10.50 19.50 0.100 0.015 0.045
Cast Analysis| 0.021 | 0.40 1.39 8.00 18.01 0.073 [0.002 |0.030
Analyse coulee
Andyse Schmelze| o, c72 c73 c74 c75 c76 c77 c78 c79 c80 81 Cc82 c83 c84 C85 C86
Positive material identification carried out : OK D52
Tests de vérification de la conformité de la nuance fournie : OK
Verwechslungpruefung wurde durchgefuehrt : OK
Co4 C93
Location (1) MECHANICAL PROPERTIES- PROPRIETESMECANIQUES - MECHANISCHE WERTE EN ISO 6892-1 B/ A-SA 370 C20
Room temperature - Température ambiante - Raumtemperatur Test temperature (°C) : Co3
Direction (2) Yield or proof strength Tensile Strength Elongation after fracturg Hardness | Yield or proof strength | Tensilestr. | Elongation %
Required Limite d'élasticité Résistance alatraction | Allongement aprésrupt. | Dureté Limite d'élasticité Résist. MP4 Allongement.
E:ic:;é Dehngrenze MPa Zugfestigkeit MPa | Bruchdehnung % Haerte Dehngrenze MPa Zugfestigkeit | Bruchdehnung
Anforderung [ Rp0.2% Rp1% Rm A5 50mm | HRB Rp0.2% | Rpl% Rm A5
min 210 250 520 45 45
maxi 700 92
1 T Obtained 340 382 626 56 53 87
Obtenu
2 Ergebnisse 85
ci1 Cl4 c12 C13 C15 C31 C16 c17 c18 c19
Impact strength test Corrosion test
Essai derésilience Test de corrosion
Kerbschlagzaehigkeitstest Korrosionstest
C40 | t(°0) C44
EN SO 3651/2 - A:OK C50 C51 C52 C53 C54 C55 Co5
Ca2 D51 Internal cleanliness: A: B: c D: c57
L ocation of the sample (1) Thedelivery isin accordance with the order Organisation inspection
Emplacement de I'échantillon Lafourniture est conforme aux exigences de lacommande Organisme et/ou service controle
Lage des Probenabschnittes Dielieferung entspricht den Bestellbedingungen Z01 | Ueberwachungsabteilung A05
1. Front - pebut - Anfang Packing list .
2 Dok Fin- Bnde Avis dexpédition 2016035632-8256 Quality Department
3. Middle - Milieu - Mitte co1 | LieferscheinNummer A10
Direction of the test pieces (2) Marking, inspection and measurement : without objection 20/4/2016
Orientation des éprouvettes Controle de marquage, d'aspect et de dimensions : satisfaisants
Probenrichtung Pruefung der Stempelung, des Oberflaechenaspekts und der Theinspector
'LI'. Irangle;gee;l Trliawers - I_Quer Abmessungen : ohne Beanstandung Le responsable D. Raesmackers
- Longitudinal - Long - Laengs Co02 DO1 | Der Werkssachverstaendige 202

ZSQ701 - PS5



Annex to certificate 16K 0021114-01 VO1 Certificate
Annexe du CCPU CCPU - Zeugnis
16K 0021114-CE V01
CE02 CEO05
Certificate of Production Control Number
Numéro du certificat de contréle de la production
Zeugnisnummer von Produktionskontrolle
Correspondance addr ess
I 0036-CPD-43-2011
Adresse de correspondance - Adresse fur briefwechsel CE03
Year 11
Année
Swinnenwijerweg 5, Poort Genk 7523 Jahr 0036
3600 Genk, Belgium CEO1 CE04 CE06
Manufacturer'sworks order number Purchaser and/or consignee Purchaser's order number
N° de lacommande usine productrice Client et/ou destinataire N° de commande client
Werksauftragsnummer Besteller und/oder Empfaenger Kundenbestel Inummer
548929/BSO CE09
80307766/07-08256/211/07 Damstahl A/S
DANMARKSVE] 28 Customer article number
N° darticle client
8660 SKANDERBORG Artikelnummer des Kundes
DENMARK 5180
CEO07 CEO08 CE10
Identification of the product Dimensions
Identifictaion du produit - |dentifizierung des Erzeugnisses Dimensions - Abmessungen
Cail n° Thickness Width Length
N° de bobine - Band Nr Epaisseur - Dicke Largeur - Breite Longueur - Laenge
61351716 10.00 mm 1500.00 mm 3000.00 mm
CE11 CE12 CE13 CE14
Stainless steel / Acier inoxydable / Rostfreier Stahl
CE15
EN10088-4
CE16
Intended uses : building constructions or civil engineering
Usages prévus : construction immobiliére ou génie civil
Vorgesehene Verwendungen : Hochbauten und Ingenieurbauwerke
CE17
Declaration of performance :
Déclaration des performances : DOP.Nr.GNK.01.01/GNK.02.01
Leistungserklérung :
DoP available on website Aperam : www.aperam.com/europe/news-publications/documentation/certifications/approva's
CE18
Steel
Acier 1.4307/1.4301
Werkstoff
CE19
Hot rolled
Laminées a chaud
Warmgewal zt
CE20
Sheet / tole/ Bléche
CE21
Elongation / Allongement / Bruchdehnung
Tensile strength / Résistance alatraction / Zugfestigkeit
Yield strength / Limite d'éasticité / Dehngrenze
Impact strength / Résistance au choc / Kerbschlagzahigkeit
Weldability / Aptitude au soudage / Schweisseignung
Durability / Durabilité / Dauerhaftigkeit
Characteristics expressed as indicated in the above mentioned DOP
Tolerances on dimension and shape / Tolérances sur les dimensions et sur forme / Grenzabmasse unf Formtoleranzen : EN 1SO 9444-2
CE22

Regulated substance : no performance determined
Substance réglementée : aucune performance determinée
Regulierter Stoff: keine Leistung festgestellt

CE23




Cucwema obec

kayecTBa

a0 "MK VM. MIBUYAY

PJSC "ILYICH IRON & STEEL WORKS OF MARIUPOL"

ISO 9001:2008

CEPTUSUKAT KAYECTBA N

QUALITY CERTIFICATE No 20676

3 nena TOV sUiD Industrie Service GmbH (Per.No0036) u cooTsercTeyer Iupekrnne 97/23/EC no oGopygposarsmo, pato
IOCTY IS0 9001:2009 The Quality Assurance System is certified by v sib Industrie Service GmbH (No.0036) and in accordance with the Pressure Equipment Directive 87/23/EC and AD 2000-Merkblatt WO

O
Date

25,10.2016

ZaB,

Jmcme
Sheet

AD 2000 WO

nog

R

Vkpauna 87504, r. Mapuynons, yn. JleBuenxo, 1.

Lavchenko str. 1, Mariupol,

87504. Ukraine

022544

CEMASTENLCTRO O NPUSMOYHKIX MCMHTAHMSX

Inspection cerxtificate

EN 10204:2004-3.1

PesynnTaTi MCONTAHME

Test results

Steelmaking proce

Made by the BOC Process

Xumuueckitt cocras,$

Chemical composition,$%

KourpaxT N 12EXP/01-14 Baxas N LF4 -010139750327 Pasmeps ofp a
Contract No Order No Dimensions o
8 s lrg Ples bR RE Re R ,
@ & B P a o 5 [~~~ I~~~ ~ ii g “
. Holowe |82 |Be |, (89 BB BR [BE g
4 v : auw |88 g w (g 9 ¢ 0
zg ° g«ﬂ g E"‘j e |EQ J82Q go o' g o g 3 ® o3
Barox N 62039060 3975LF ] z g ¢ °9 i E‘}j A 2 lge RO 8 B P B 2 39 loo |8
Cnempmdmxarpss N . Jior N 1 ¥ By ﬁa ¢ 4 gg gé‘ gm & s ) g} 8 O By z,‘_" 5 e g
g 3} ; o ¢ kg 4D 3ok b ] © L H
RW-Car No lSpecification No Lot No 2 a :5 EE E‘ﬁ g § : 8 5'% |9 |E 5 éo 4 o ¢ |Er 1@ g :: o
= Py . .
HauMeHoRanue ToORApa TopsAueKATaHM TOJNCTHI JMCT g H g s |§F (4a g oo |5 3 g § H=0 B ola b E Y % ?& g ‘E‘é g §, B |8 a
il G B8 e &8 [ ol I & = "
Description of goods Hot Rolled Plate m gvﬁ E‘ g |= g §: ‘% E‘ (s:; g ::é ,g' % § ]
Mapia cTamm Crangaprs EN 10025-1,2:2004 S é = Zz 18 A" &k
EN 10029:2010 Class A, N ReH | Rm A5 | Zavg
Grade of St:;;SJ”N Standards EN 10163-1,2:2005 Class A, Subclass 3 wm/d | nm CG) Mpa % % o g ol ol 0
21992 2-1 20 25 t 20 361 | 519 28 - - - - -
21992 2=-1 10 10 1 =20 - - - - Kv 115 117 114 (115,3 - -
CocrosiHMe NOCTaBKU HopManusymmasi NpoxaTKa 21993 6-1 20 25 t 20 351 | 514 [28,5 - - - - -
Delivery condition Normalizing Rolling 21993 | 6-1 10 10 1 [-20] - - - - XV 94 82 79 85 - -
Mapxuposka | Trade mark, Made in Ukraine, Grade of steel, Cast No, Test No, Dimensions mm 21994 11-1 20 25 t 20 353 | 516 27 - - - - -
Marki ,Sp.3975LF,Lotl,CE, EURO-STEEL.dk ONE Red STRIP 21994 | 11-1 10 10 1 -20 - - - - KV 85 87 91 87,7 - -
Thing 21997 | 1-1 | 20 | 25 | t | 20 | 409 | 519 | 28 = - = - =
Kneio Trade mark, Grade of steel, Cast No 21997 1-1 10 10 1 -20 - - - - Kv 118 123 117 {119,3 - -
Hard stamp 21930 | 17-1 25 25 t 20 372 | 507 [ 27,5 - - - - -
21930 | 17-1 10 10 1 ~20 - - - - XV 97 94 94 95 - -
Hosuums: | Dnaska N | NapTua N Pasmeput, Kon-mo, wT.
Item No Cast No | Test No Dimensions, Quantity,
Tonupna Lypunaa Inuna pes S~nayalo nojocst/strip start; E-xoHen nonocs/strip end; %, l-npogonsioe/Longi tudinal ;
Thickness Width Length T, q~nonepeutoe/Transverse; MC-Mex.crapenne/strain aging d-auaverp/diameter;
"Onpe, “ipenen uHoCTH" COOTBATGTBYeT ofpefleneHMaM "IpOuHOCTAE Ha pasSpuB" ¥ BpeMeHHOe CONPOTMEJIEHMe
3 155066-2 21997 20 2500 000 iz itniing PERSTL 1pS P S pasp P
6 155096~2 21993 20 2500 6000 3 Defintion "tensile strength® corresponds to defintions "ultimate strength” and "ultimate stress limit"
6 155096~2 21994 20 2500 6000 3 y3K/Ultrasonic examination
7 354970-1 21997 20 2500 8000 3
10 354972-1 21830 25 2000 6000 6
— S TNpuMevanne / Note
27
Nocraska © cTBYaT YC saxkasa. OCMOTp NOBePXHOCTM beS SaMeuaniit, PaSMepi NpokaTa B npegesiax JONYCKOB.
Delivery conforms to conditions of the order. Surface examination without remarks. Rolled product dimensions
within the tolerance limit.
1t is hereby certified that products listed in this certificate tested and comply with contract's terms.
nonmsepxnaev_, WTO TMPOAVKUMS, YKAaBaHHast B HacToMneM cep'rudmxa'x‘e, MCIAITaHa M COOTBETCTBYET YCIOBMSM KOHTPaxKTa.
KonsepTepHiii crnoco MpOoMsBOHCTEA
Burraska

Mnasxa C[Mn]si[s[P[cr[NiCu Ti [Al [ As | [Mo [V [N Ca] Ceq | Pem |
Cast No x100 x1000 x100 %1000 %100
155096-2 |i7144[24(18[20f 311 {1936 [ 2 [ 8 [ 2 | 4] 3 42
354970-1 |15p4i|2612i16|l2 11|11 {29 2 | 6 | 3 | 4 | 34 39
354672-1 lis5M40[21(20(21{ 223|538 | 3 | 5| 3| 4 |33 39
EURO-STEEL DANMARK A-§

CE

0036
0036~CPR \I 56-2012

“Signatyre -Nane: -

floonuce, ¢.1.0. +HOIXHOC T ‘eamn sxcnepTa f1 X
on. wfRecelvmg agent s’ stamp
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ArcelorMittal Warszawa Sp. z o.o.
132 Rasprowicza Street
01-948 Warsaw Poland

SWIADECTWO ODBIORU

Certificate No. Date
20216/2015(125) 2015-08-28

fax: (022) B354222 - 8340952 INSPECTION CERTIFICATE Confirmation NWo.
tlx: 82-53-51 ABNAHMEPRUF2EUGNIS 916157/2015 **3/%30
ACCORDING TO PN-EN 10204:2006
e - O Department:
P20
Purchaser/Kdufer | | Purchaser/Kéufer (240397247)
Order No/Bestell-Nr | |
B-8/0/6/15 | |
dated/Datum | |
“Bisraonn I 1436-CPR.0006, 05 :
|
| I
| |
| Hereby we declare that the product is conforming |
| with the standards and other records contented in this document. |
| Wir bestaetigen hiermit, dass das Erzeugnis |
| mit den Normen und anderen im Text dieses Belegs erwaehntenen Unterlagen gerecht ist. |
Article | Delivery conditions | Material destination
Gegenstand (NPO) | Lieferzustand (+N ) | Materialverwendung (PWm )
Hot Rolled Round Bars |Normalized |for mechanical working
Rundstange warmgewalzt |Normalisiert | zur mechanische Bearbeit.
Material standard | Heat Mo
Werkstoff S$355J2 normen EN 10025-2:2004 | Schmelze-Nr 157749

Dimensions Diameter

Exact length:

Abmessungen [mm] Durchmes. 60 +1,0/-1,0 Feinlinge: 6,000 [m]
Length tolerance[+/-]: Lingstoleranz[+/-]: 200,0 [mm] 0,0 [mm)
Weight [kg] Bundles Standards
Gewicht [kgl 5.260 Bunde 3 Normen EN 10060:2003 EN 10025-1:2004
Ladle chemical analysis [%])
Schmelze chemische Zusammensetzung [%]
c Mn si P s Cr Ni Cu Mo al Sn
0,16 1,28 0,26 0,013 0,008 0,10 0,10 0,27 0,03 0,022 0,020
Ti v Nb B N 23 27 69 76
0,0024 0,002 0,0020 0,00015 0,0090 0,022 0,42 0,13 0,504
23=8+P; 27=Ce=C+Mn/6+ (Cr+Mo+V) /5+ (Ni+Cu) /15; 69=Cr+Mo; 76=Cr+Ni+Mo+Cu+V+Nb;
-Mechanical properties/Impact test according to
-mechanische Eigenschaften/Kerbschlagzihigkeit entsprechend EN 10002-1 / EN 10045

Direction

Richtung Re [N/mm2] Bm [N/mm2] A5 [%] Z[%] ISO-V

Impact test temperature

[J] Kerbschlagzihigkeitpriiftemperatur

L 361 529 30,0 69,0 163,0-151,0-161,0 -20,0°C
L 363 530 30,0 71,0 191,0-162,0-150,0 -20,0°C
-Impact test in temperature according to
-Kerbschlagzdhgikeit Priiftemperatur -50,0 °C entsprechend EN 10045-1
Direction
Richtung
L I180-V [J] = 136,0 - 142,0 - 136,0
L IS0-V [J] = 133,0 - 142,0 - 136,0
-Impact test in temperature according to
=Kerbschlagzihgikeit Priiftemperatur -60,0 °C entsprechend EN 10045-1
Direction
Richtung

Responsible: Quality Management Department
Verantwortlicher: Qualit#tssicherungabteilung

_ArcelorMittal_

Manager M.Sc.Eng.
Leiter Dipl.Ing. B. Dorota Pietrzyk




ArcelorMittal Warszawa Sp. z 0.0.
132 Kasprowicza Street
01-949 Warsaw Poland

SWIADECTWO ODBIORU

Certificate No. Date

20216/2015(125) 2015-08-28

| |
| |
| |
fax: (022) 8354222 - 8340952 | INSPECTION CERTIFICATE | Confirmation No.
tlx: 82-53-51 | ABNAHMEPRUFZEUGNIS | 916157/2015 **3/*30
| ACCORDING TO PN-EN 10204:2006 =
| .24 | Department:
! | P20
L Is0-v [J] = 133,0 - 109,0 - 126,0
L I80-V [J] = 93,0 - 91,0 - 127,0
-Hardness surface according to
-Hirte Fliche entsprechend EN IS0 6506-1
HBW = 152,0 - 156,0
-Austenitic grain size according to
-Rustenit KorngrdBe 7= 17 entsprechend IS0 643
| a.l. | Department:
-Hon-metallic inclusions K according to
-nichtmetalische Einschliisse K -0- entsprechend DIN 50602
K4 = 0,0

N-880'C-air/Luft
NACE MRO175
Eat 1500788

Surface defect examination Oberflichenfehlerpriifung
Class A according to EN 10221
Férster 100% - OK Fdrster - RiBpriifung 100% - OK
Spectroteat 100% - OK 100% Verwechslungsgepruft

VD - Vacuum Degassing

Electric steel from CC Elektrostahl aus Stranggussanlag
UOD wg EN 10308 cl.3 -OF US test-EN10308 c¢l.3 -OK

Degree of rolling 9.06 Walzgrad 9.06

Klasse A entsprechend EN 10221

Responsible: Quality Management Department
Verantwortlicher: Qualitdtssicherungabteilung

!

ArcelorMittal Wy
INDEPENDENT QU

_ArcelorMittal_

Manager M.Sc.Eng.
Leiter Dipl.Ing. B, Dorota Pietrzyk

212




CEPTU®UKAT KAUECTBA M KOJNMYECTBA Mo 57451  30.09.2013
‘ CERTIFICATE OF QUALITY AND QUANTITY
%vers%ai Cucrema kadecTBa cepTHULUMpPOBaHA Ha cooTBeTcTBUE TpeGoBanusm MC FCO 9001-2008
) A ) Quality system was certified for compliance with ISO 9001-2008
OAO "CEBEPCTAJIH" -
JSC "SEVERSTAL" 015223

Mpoaasew/Tpoussoautent

Seller/Manufacturer Inspection certificate EN10204/3.1
OAO "CEBEPCTAIb",
JSC"SEVERSTAL",

3aka3z Ne

'pysononyvatens,agpec -

Consignee, Address Order Ne
CEBEPCTAIlb 9KCMOPT rMBX Kotrpatr Ne

"SEVERSTAL EXPORT GMBH"
Contract Ne

Cneuudiukaima Ne
Specification Ne

doHgoaepxaTens

CrpaHa HasHavenvs 208 OAHUSA Paspetuenue Ha Boisos Ne HE FMTULIEH3UPYETCH

Country of destination DENMARK Export Licence Ne NO SUBJECT OF LICENCE

MaiumHa N Jinct Ne JlncroB Ne

Auto Ne Sheet 1 Sheets 2

HaumeHoBakrue u Kog ToBapa OKNo CraHgapt Bug rpys. mect | NN mect
Description and Code of Goods Standard Tvpe of Packaaes| Packaae Nos

Jner r/ 98100 EN 10025-2-04 JUACTHI

HR sheet EN 10025-2-04 PLATES

BS EN 10029-10 2

N Homepa NeNe CocrosHue Ne Moau Konuy.

n/n | Homepa nnaBok | napTuii Jncros Mapxa nocrasku Ly Pasmepb!, MM TOBapa
Tem| Nos.of Heats Nos of Nos Grades - - Delivery Ne Poz Dimensions, mm Quan-

No Lot plates condition order tity

1 235940 29720 48354 8355J2 +N 180 60.00x3000x8000 1

2 235940 29721 48353 835542 +N 180 60.00x3000x8000 1

WUroro: 2

lpynna nosepxHocT# B nogknacc 3
Group of surface B subclass 3

TouHocTk Mo TonWwHe A
Thickness accuracy A

MnockocTHocTb N

Flatness N
Kpomka OBPE3HASA
Edge SE

CocTosiHe nocTaBky . Hopmanuaytowas npokartka +N
Supply condition : normalizing rolling +N

Tuncramm: L
Type of Steel : L

YkasaHHbli B HacTosiwem JOKYMEHTE ToBap cOOTBETCTBYET NO KavecTsy ASHCTBYIOWMM CTaHAAPTAM , TEXHHECKUM YCHOBUAM
crneuudukaumm 1 MmoxeT BbITb OTIpYKeH Ha akcnopT. It is hereby certified that the quality of goods mentioned in this shipping DOCUMENT
is in conformity with standards and specifications, and the goods may be exported

Hama nevamu OTK (issue date) 30.09.2013 21:04:00 (4) ( 3aka3 CEbIT 548075509A ) [lMpogepounbiii k00:0751558147
cmad(mill) 5000 ML-3




Mpogomxenne
Continue

Iloxazarenn KadecTBa TOBapa

Jivet Ne
Sheet

Ceprudukar kauecTtsa v korimuectsa Ne 51451
Certificate of quality and quantity

Quality Characteristics of Goods

Jinctos Ne
2 Sheets

Xumuueckuti cocrae  Chemical Compostion

Ne | Nefnas- C% | Si% [Mn%| P% | S% |Cr%|Ni% |Cu%|Al% | N% | Ti% | Mo% | Nb% | V% |Caks
n/;] - " *100{*100| *100 | *1000{*1000|*100|*100| *100 | *100]/*1000|*1000|*1000|*1000|*1000{ %
11235940 | 12| 24] 139 13 5 2 3 4 3 4 3 2 2 3 10,36
Pesvabrarel nenbiTaunid  Test Results
Ne KonTpons- n Tpepen Mpegen OtHocuTensHoe Pabora yaapa
apTus yAnUHeHe A
HOTO nucra npoYHocTH TeKyuecTu KV -20°C
Batch . . . HensTa 5
NeControl No Tensile strength [ Yield point tensile strain Impact energe
Plate MMa /MPa |Ma/MPa % Do J(L)
48354 29720 578 431 25 270-210-195
48353 29721 562 409 26 135-165-111
*HononuutensHas Mapkupogka: WX 1456B
Extra Marking: WX 14568

Moanucu:
Signature:

OTnen Texduuyeckoro KoHtporsi: Cmaii H.M.
Technical Control

Hama neyamu OTK (issue date) 30.09.2013 21:04:00 (4) ( 3axaz CBbIT 548075509A ) [NpoeepouHbiii k00:0751558147

cmad(mill) 5000 JIML-3




Mpunoxenue k ceprudprikaty N 51451

Annex {o Certificate Nr. 51451
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JSC "Severstal",

13
0038/ CPD/ 20060016/ A

EN 10025 - 1:2004

TCopsvekaTaHblii NPOKaT U3 KOHCTPYKUMOHHOI cTanu

Hot rolled structural steel products

HasHauyenue: CTponTenbCTBO 3AaHWUIA 1 TPaXAaHCKUX COOPYXEHWA

Intended uses: Building constructions or civil engineering

Honyckn Ha pazmepbl 1 opmy

Tolerances on dimensions and shape:

Cranb ropsyekataHas cornacio EN 10025-2-04 JIUCThI BS EN 10029-10 Kateropusa A
HR sheet (SE) according to EN 10025-2-04 Plates BS EN 10029-10 Category A

YanuHeHune
Elongation

Mpeaen Npo4HOCTY Ha pacTaXeHue
Tensile strength

Mpegen Tekydectu Crane S355J2 - EN 10025-2-04
Yield strength Grade S355J2 - EN 10025-2-04

YaapHas BA3KOCTb
Impact strength

CsapusaemocTb

Weldability

HonroseyHocTs 3kennyaraunoHHas XxapakTepucTuka He onpejeneHa
Durability No performance determined

OnacHble BelllecTBa JxcnnyataunoHHas xapakTepucTuka He onpejaeneHa

Regulated substance No performance determined




2 DANAK

TECHNOLOGICAL
INSTITUTE
Euro Steel Danmark A/S Teknologiparken
Sofus Larsen Kongsvang Allé 29
Lundagervej 31, Postbox 83 DK-8000 Aarhus C
DK-8722 Hedensted Tel. +45 72 20 10 00
W teknologisk dk
Page 1 of 2
Enclosures -
Date 2014.09.08

TEST REPORT

DS/EN 10 204:2004 - 3.1

60 mm platecut

Specimen Approx. 150 x 150 mm Project no. 1379259
13694 REV1.

Material S355J2+N Report no. Replaces report 13694 -
date 2014.09.03

. Charge no.: .
Specimen mark 235940 48354 (KSM1) Received 2014.09.01 and 2014.09.04
4 13522 (A)
DTI mark 413522 (A retest) Tested 2014.09.03 and 2014.09.08
Test procedure Impact testing acc. to Tested by Peter Barlach

DS/EN 1SO 148-1

Metal and Surface Technology

sl P -/ P
ﬁ% %WZ&)» S tdere COY

Peter Barlach Martin Amstrup
Consultant B.Sc. Mech.

The test is only valid for the specifically tested item(s).

Extracts of the test report can only be published legally with a written permission from the Danish Technological Institute.
Test items will be kept for 6 months from the date stated on the report.

The test is performed in accordance with the conditions decided by DANAK. Seewww.DANAK dk RL4

Report signed by Peter Barlach


http://www.DANAK.dk
http://www.teknologisk.dk

Project no. 1379259 DANISH

Reportno. 13694 REV1 TECHNOLOGICAL
Page 20f2 INSTITUTE
IMPACT TEST DS/EN ISO 148-1:2013
Nom. Specimen o
energy 300J Notch 1SO-V size 55 x 10 x 10 mm Temperature -40°C
Test results Average
DTl mark Position Joule Joulg
1 2 3
413522 A Parent metal 47 61 19 42
413522 Al Parent metal 105 118 111 111
Retest
Average 77

Impact strengths converted from kpm into Joule.
Test specimen(s) are cut from position according to DS/EN 1SO 377:1997.



Acclalerie

Valbruna s,a \4

36100 VICENZA (ltalia) - Viale della scienza, 25 z.i.

Stab.: 39100 BOLZANO (ltalia) - Via A. Volta, 4

Cliente / Besteller/Purchaser/Client
VALBRUNA NORDIC AB
W:A KYRKOGATAN 1

65224-KARLSTAD - SWEDEN-SVE

produttore: ACCIAIERIE VALBRUNA S.P.A.

Hersteller/ltem/Usine produtrice

Oggetto Prove: Descaled Annealed Hotrolled

Priifgegenstand/Item Inspected/Finissage

Specifiche:

Anforderungen / Requirements / Exigences

VAL STOCK 2004 1.4307/304L A

AMS 5639 H S30400 A

ASME (1) SA182 2001 S30403 A (1)
ASME (1) SA479 2001 S30400 A (4)
ASTM A182 2005A S30403 A (7)
ASTM A276 2005A S30400 A
ASTM A479 2005 S30400 A

EN 10088-3 95 1.4301 A
EN 10272 2000 1.4307 A
QQ-S-763 F 304 A

(0) SEC.II PT.A 2001 EDITION
(1) SEC.II PT.A 2001 EDITION
(2) SEC.II PT.A 2001 EDITION

/A

Awviso di Spedizione: D-VI05026059

Lieferanzeige/Packing list/B.L.

Ordine nr: R14319

Bestell/Your order/Commande

Tipo di Elaborazione: E+AOD

Erschmelzungsart/Melting process/Mode d'elaboration

AlSI 304
AMS 5647 H

S30403 A

ASME (1) SA193 2001 B8 CLASS1 (2)
ASME (1) SA479 2001 S30403 A (5)
ASTM A193 2005 B8 CLASS1

ASTM A276 2005A S30403 A

CERTIFICATO DI COLLAUDO
ABNAHMEPRUEFZEUGNIS
INSPECTION CERTIFICATE

CERTIFICAT DE RECEPTION

EN 10204 , 3.1

Certificato nr: MEST288063/2005/

Prifung/Test/Essai

Conferma ordine nr: EI05006144

Werks/Our Order/Ref nr.

Marchio di Fabbrica:

Zeichen des Liefernwerkes

Trade mark

Sigle de l'usine produtrice

Punzone del Collaudatore:
Stempel des Werkssachverstandigen

Inspector’s stamp/Poingon de I"assayeur

AISI 304L

/A
\Y

ASME (1) SA182 2001 S30400 A (0)
ASME (1) SA320 2001 B8 CLASS1 (3
ASTM A182 2005A S30400 A (6)
ASTM A262 2002A PRACTICE E
ASTM A320 2005A B8 CLASS1

ADD.2002
ADD.2002
ADD.2002

(4) SEC.II PT.A 2001 EDITION ADD.2002

(6) Chemical analysis only and mechanical properties.

Qualita: 1.4307/304/304L

Werkstoff/Grade/Nuance

Marca: AISL

Markenbezeichnung/Brand/Nuance

ASTM A479 2005 S30403 A
EN 10088-3 95 1.4307 A
NACE MR0175 2003 S30400
QQ-S-763 F 304L A

DIN 17440 96 1.4301 A
EN 10272 2000 1.4301 A
NACE MR0175 2003 S30403

(0) Chemical analysis only and mechanical properties.
(1) Chemical analysis only and mechanical properties.

(3) SEC.II PT.A 2001 EDITION ADD.2002
(5) SEC.Il PT.A 2001 EDITION ADD.2002

Punzonatura: 1.4307/304/304L

Kennzeichnung/Marking/Marquage

(7) Chemical analysis only and mechanical properties

Pos. nr. Oggetto Dimensioni - mm Tolleranza Lunghezza - mm Colata Pezzi» Peso - KG Lotto nr.
Pos. nr. Gegenstand Abmessungen Tolleranz. Lange Schmelze Stiickzahi Gewicht Losnr.
Item nr. Product description Dimension Allowance Length Heat Pieces Weight Lot nr.
Nr. de poste | Descrip. du produit Dimension Tolerance Longueur Coulée Pieces Poids Lot nr.
0020 Flat 60,000 x 6,000 DIN1017 4800 / 5000 240922 655,0 516601710

Sono state soddisfatte tutte le condizioni richieste

Controllo antimescolanza: OK

Controllo visivo e dimensionale: soddisfa le esigenze:

Die gestellen Anforderungen sind it. Anlage erfullt
The material has been furnished in accordance with the requirements
Le materiel & eté trouvé conforme aux exigences

Verwechslungpriifung: spectralanalytisch durchgefiihrt

Antimixing testing performed: OK
Contrdle antimelange falt: r.a.s.

Besichtigufig und Ausmessung: ohne Beanstandung
Visual inspection and dimensional checks:satisfactory
Controle visuel et dimensions: satisfaisant

Provetta/probestab Posiz. | Spervamento | Snervamento | Resistenza Allungamento Strizione Resilienza Durezza
Specimen/Eprouvette Saggio Bruchdehnung Einschnirung Kerbschlagarbelt Haerte
Larg.diam Spess. (=] C Probentage Yield Stress Yield Stress Tensile strength Elongation Reduction of area Impact Value Hardness
TEST Wzr[ﬁ‘tg‘l;:n}.hf:ﬁ::ss gbocaton Limite elastique Limite elastique Resistance & traction Allongement Striction Resilience Durete
Larg. diam. epais Y Rp 0,2% Rp 1% Rm A5 E 4d z RA HB
mm N/mm2 N/mm2 N/mm2 % % %
Valori richiesti 1 min 207 230 517 45 40 - 50 - 140
A s damandes max 680 215
A 20X6 20 L 322 357 621 58 60 66 67 ‘ 182 |
1)L=longitudinale/langs, Q=trasversale/quer, T=Tangenziale/tangential
Grain size for ASTM E112 5
Analisi chimica
Chemische Zusammensetzung/Chemical Analysis/Analyse chimique
Colata /Heat | min - - - 18,00 - - 8,00 - - B
Schmelze/Coulée | max 0,030 | 1,000 2,00 19,50 1,00 1,00 10,00 0,040 0,030 0,100 -
C% Si% |MN% | Cr% | Mo% | Cu% | Ni% P % S% N %
240922 | 0,023 | 0,520 | 1,68 | 18,31 | 0,40 0,61 8,03 | 0,023 | 0,022 | 0,089

Intergranular corrosion test per ASTM A262 pract. E: ok.
I.Korrosion nach EN ISO 3651-2A Sensibilisierung : T1 : OK
Corrosion test per EN ISO 3651-2A sensitized T1 : OK

Melted and manufactured in Italy

No welding or weld repair

Material free from Mercury or radio-activity contamination
The Quality Management System is Certified acc. Pressure Equipment Directive [97/23/EC] Annex 1,s.,4.3 by TUEV and LLOYD'S

Vicenza,01/12/05

Mod./VCQ008

Il collaudatore di stabilimento / der Werkssachverstandig orkg inspector / L agent d'usine
M. 4

Rizz%

Pagina-1dil
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NAOC "MMK VM. UIBWUYAM CEPTHU®VKAT KAYECTBA N 5 9 9
PJSC "ILYICH IRON & STEEL WORKS OF MARTUPOLY QUALITY CERTIFICATE No 20596 o 24.10.2015 e 1 us 4 D 2 2
) Date Sheet of *
ISO 9001:2008 CucreMa ofechiedveHys KavecTBa NOATBepXIOeHA TOV SUD Industrle Service GmbH (Per.No0036) u coorsercrsyer JupekTBe 97/23/EC no oBopynoBahuio, pabo nom nas. s, n il e AD 2000 WO
OCTY ISO $001:2009 The Quality Assurance System is certified by TV SUD Industrie Service GmbH (No.0036) and in accordance with the Pressure Equipment Directive 97/23/EC and AD 2000-Merkblatt WO
Vkpauna 87504, r. Mapuynons, yn. JlesueHko, 1. ¢axc 38 (0623)87-91-66,e-mail office@ilyichsteel.com Levchenko str. 1, Mariupol, 87504, Ukraine daxc 38(0623)87-91-66,e-mail officefilyichsteel.com
CBMAeTeALCTEO O MPUMEMOYHHX MWCHOHTAHUAX EN 10204:2004-3.2 -
PesynsTams MCMTAaHMA Test results
Inspection certificate
KourpakT N 12EXP/01-14 Bakas N LF4 -010739750327 Pasmeps o6p E
Contract No Order No Dimensions o
8 54 Ples BB RE RE [E% ,
o E B P [} [ ] N ~ >~ ~ ~ ;
(o] o o E 2 5 E B
- o ° g A g8 Eg Z 4 &8 & Eg E& ° 8‘“
2 §° B o ] Em 2o ¥4 o §° e (ep - 8 b i
Barou N 59920785 3975LF § 3% g g A Ho(gp5 (94 g Higs N2 |8 0 [N ] ] . H
Crieumpuranpss N Jior N 5 Y - 55 “ﬁ gﬁ g9 g o o [Rg § {?,3 g gy g ﬁ% g8 gm
g8 ] oo = 8 %‘ o o |»g |0 5 ik > ] C
RW-Car No Specification No Lot No S :% Eg H Y |8H |68 (5 54 1.9 (B 9 % 0 o o ¢ 5> |4 % : P
HauMeHoBaHMe TOBapa TOpAYeKATAHMI TONCTHA JIMCT g 3 g § SB 8 a E; o |8 ] (EW; M |0 9 g u E 8 E B E B g e a n &
[ B o 2 0 2, @ [ [ ] )
o a 0 51 [ & B
Description of goods Hot Rolled Plate m é-ﬁ % g |= = g % (?:; g (% .% (% ‘%' 5 E 9
Mapka cranu CrangapTst Tpasuna DNV-2014 S o m Z &k
EN 10026:2010 Class B, N B ReH | Rm | A5 |Zavg
Grade of Stei]\;EBG Standards EN 10163~1,2:2005 Class B, Subclass 3 mm/d | mm °C Mpa % % J J J o %
3399 6~1 10 25 T 20 492 | 523 | 24,5 - - - - -
3399 6-1 7,5 10 L -40 - - - - KV 115 106 111 jii0,7 - -
CocTostHME TIOCTAaBKU TepMo~M@xaHUecKasl NpoKaTKa 3399 7-1 7,5 10 L -40 - - - - KV 112 124 107 |114,3 - -
Delivery condition Thermo-Mechanical rolling (TM) 3399 8-1 7,5 10 L -40 - - - - KV 141 143 141 1141,7 - -
MapkupoBxka | Trade mark, Made in Ukraine, Grade of steel, Cast No, Test No, Dimensions mm, 3399 9-1 7,5 10 L -40 - - - - KV 124 141 140 135 - -
Sp.3975LF,Lot5,EURO-STEEL.dk ,ONE Yellow STRIP : )
Marking
KnenMo Trade Mark, Grade of steel, Cast No,NV Stamp
Hard stamp
Hoswmipst Nnaska N | Mapmust N PasmMepn, Kon-so, wm.
Item No Cast No | Test No Dimensions, Quantity,
TonupHa Wmpuna Dnvaa pcs
Thickness Width Length
2 254919-2 3399 10 2500 8000 6
KOHREPTEpHLIA CMNOCO6 NPOMBBOACTEA 5.11.08
Bsm.nasxal Made by the BOC Process M N Sgﬁyg
Steelmaking proce 5
XuMnueckmii cocTas,$ Chemical composition,$% SUR\FEY{}R Tﬂ i}ﬁv
Mnaska c[MnJsi] s [P Jcr[Nifcu| Ti [AL]As [N [Mo [ V [Mb [ca] B [Ceq[Pem]
Cast No %100 %1000 x100 %1000 %100
254919-2 |11[1318[23|10[16|2 [1 [1 |15 [37[ 2 | 6 | 2 [ 4 [ 26 ] [ 31 ] [ e
foance ¢.4.0., AojxHOCTE
Signature Name Posit!
EURO-STEEL DANMARK A-S
Lu~cage~vei 31, Dk-8772 Hedensted
TIE #4575 89 01 66, Fas +45 75 89 07 34

euG-steel€ernail.dk :
wwwv.etro-steel ey




1AC "MMK VM. MIBUYA" CEPTU$HKAT KAYECTBA N

PJSC "ILYICH IRON & STEEL WORKS OF MARIUPOL" QUALITY CERTTFICATE No 20596 o 24.10.2015 Jmce 2 us 4
Date Sheet of
IS0 9001:2008 CucreMa ofecrnedeHusi KavecTBa ROATBepxieHa TUV SUD Industrie Service GmbH (Per.No0036) u coorsercrsyer lupexTuse 97/23/EC no obopyhopaino, pabo oK OaB. , v Hamsirke AD 2000 WO

LCTY ISO 9001:2009 The Quality Assurance System is certified by TUV SUD Industrie Service GmbH (No.0036) and in accordance with the Pressure Equipment Directive 97/23/EC and AD 2000-Merkblatt WO

Vxpauna 87504, D. Mapuynons, yn. Jlesuenko, 1. paxc 38 (0623)87-91-66,e-mail officefilyichsteel.com

Levchenko str. 1, Mariupol, 87504. Ukraine daxc 38(0623)87-91-66,e-mail officefilyichsteel.com

CBuUgeTensLCTBO ¢ NPMEeMOUYHLIX MCANTAHMUSIX

Inspection certificate

EN 10204:2004-3.2

PesSyneTaT MCILPaHWi

Test results

Steelmaking proce

Made by the BOC Process

XipgMueckuili cOCTas , %

Chemical composition,$%

M. SENYK

~SURVEYQR 10 BNy

Konrpawr N 12EXP/01~14 Baxas N LF4 ~010739750327 PasMepn o6p E
Dimensions o
(Eontract No Order No g‘ o s E ﬁ \ . 3 ‘} g a a E a a E \g '
° b B BEh o n 5 ~ S~ N ~ g § B
” H o .3 {98 los §a |B w |80 BE EE |gE © S
2 Eo Bo b g Sﬁ po 150 (29 |E° (B8 |a o o 5 2|08
Baron N 59620785 3975LF A B2 |89 o8 B8 |bh lo8 Eu B lof 88 188 (8B 1Be |oo |.%
Crempuxatpst N Jlor N 5 E.‘"J’ 5 §§ 0. |28 gg |8 g.: h‘é\ tt.g 33 (g8 gy (g% 22 }8 gm
RW-Car No Specification No Lot No o & R g EE § S 0§) a + j%; ] % 87 .3 2‘. § % 8 |>s . 5 -8 5) g g ’g B ?}
HaumMeHoBaHMe TOBapa TopsiueKaTaHLll TOJICTEL! JIMCT %‘g g § 5:’2‘ E a g " %;‘4 i g § MO E g ] §‘§ §‘§ :Ei‘é g % a ? a
Description of goods Hot Rolled Plate E q% E‘ & & a g8 gg‘ ig (2E :"} ] é
Mapka cranm CrasgapTs NpaBuna DNV-2014 S 2 ] z 5 E: (0] 0 H mH 8‘2
EN 10029:2010 Class B, N B ReH | Rm | A5 |Zavg
Grade of steel Standards EN 10163-1,2:2005 Class B, Subclass 3 mm/d | mm ¢ C Mpa % % J J J J %
VE3S 3275 16-1 8 25 T 20 | 432 | 507 | 30 - - - - -
3275 16-1 7,5 10 L -40 - - - - KV 163 181 169 171 - -
CocrosiHme NMoCTaBKu TepMO—MeXaHMUECKAsT NPOKATKA 3400 10-1 10 25 T 20 483 | 521 | 26,5 - - - - -
Delivery condition Thermo-Mechanical rolling (TM) 3400 10-1 | 7,5 10 L ~40 - - - - KV 163 106 133 134 - -
Mapxupoeka | Trade mark, Made in Ukraine, Grade of steel, Cast No, Test No, Dimensions mm, 3400 11-1 7,5 10 L -40 - - - - KV 120 153 139 |(137,3 - -
Marking Sp.3975LF,Lot5, EURO-STEEL, . dk ,ONE Yellow STRIP 3400 12-1 7,5 10 1. 40 - - = - KV 131 109 136 |125,3 = _
3398 10-1 10 25 T 20 | 429 | 492 | 28 - - - - -
Kneimo Trade Mark, Grade of steel, Cast No,NV Stamp 3398 10-1 7,5 10 L -40 - - - - KV 124 121 136 127 - -
Hard stamp 3398 11-1 7,5 10 L ~-40 - - - - Kv 137 128 153 |139,3 - -
3398 13~1 7.5 10 L ~40 - - - - KV 132 119 124 125 - -
Nosuipst Nnaesxka N | NapTnsa N PasmMeps, Kon-Bo, me, -
ITtem No Cast No | Test No Dimensions, Quantity,
TonupiHa puna Inuua pcs
Thickness Width Length
1 254833-3 3275 8 2500 8000 1
2 254919-2 3400 10 2500 8000 9 EURO-STEEL DANMARK A-§
2 254920~-2 3398 10 2500 8000 3
Lucage~ve’ 31, DK-8722 Hedensted
TH. 45 75 89 01 66, Fax +45 75 89 07 34
euro-stee'Serail.dk
Waw.eu-a-steel.ey
Bunnasca KOHBEPTEPHEN! CROCOB NPOMBEOACTEA 2015.11 08

{ -

o .

/o

Nnaska CMn[si[s P Cr[Ni]Cu Ti [Al [as [ N [Mo [V [N]Ca| B Ceq[Pom| T -

Cast No %100 | x1000| %100 x1000 x100 )]

254833-3 |11[114[28| 5 11| 2 [1[1[15[29[ 2 [ 6 [ 1 | 3 [27 31 : 4

254919-2 [11118/23|10(16|2 |1 |1 11537 2 |6 | 2 [ 4 [ 26 31 floamuce ©.11.0. , nomk IrraMpr” 3Kcnepra e
254920-2 |11[116/25|10{13| 2 |1 |1 |17 | 33| 2 | 8 | 2 | 4 |27 31 Signature Name Pos Re, gg/vinﬁgent% stamp,
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CEPTM®UKAT KAUECTBA N

QUALITY CERTIFICATE No 20596

Oor
Date

24.10.2015 Tuer 3

Sheet

Us 4
of

PJSC

ISO 8001:2008 Cucrena ofecneueHMsl KadecTBa NopgTBepxfena TUV SUD Industrie Service GmbH (Per.No0036) 1 coormercrsyer HNupextuse 97/23/EC no obopyfoBanmo, pabo! noxn Has. ; n MNamsaarxke AD 2000 WO
IOCTY ISO 9001:2009 The Quality Assurance System is certified by TUV SUD Industrie Service GmbH (No.0036) and in accordance with the Pressure Equipment Directive 97/23/EC and AD 2000-Merkblatt WO

Vxpausa 87504, r. Mapuynonk, yn. Jlesusnko, 1. daxc 38(0623)87-91-66,e-mail officefilyichsteel.com

Levchenko str. 1, Mariupol, 87504. Ukraine dakc 38(0623)87-91-66,e-mail officefilyichsteel.com

CeupeTenLcrao o TMPHUEeMOUHRIX MCIHTAHMAX

EN 10204:2004-3.2

Inspection certificate

PelSyneTaTi MCHLITAaHMA Test results

Steelmaking proce

Made by the BOC Process

SURVEYOR T0 DNV

XmmMuueckmit cocTar, %

Chemical composition,$

Nnasxa C[Mn[si]| s [P [cr[Nifcu Ti [Al[As [ N [Mo [V [Mb[ca B Ceq[Pem| T
Cast No x100 x1000 x100 x1000 x100
254834-3 [11113J26{4 [11[2 [T [1[16[45] 2 [ 7 | 1 [ 3 [27] I 30 | |

KonrpaxT N 12EXP/01-14 Baxas N LF4 -010739750327 Pasmepu obp Q
Contract No Order No Dimensions «
& < ?leg BB |pR e 2 ‘
0 3 E 5 46'“ 3 94 |5 ﬁ S~ N~ T~ E g B
b ° 8 (ge |88 |Ba % w |80 Bk BE BB o 9
2o 1§, |p8 Eg |BED |Fo |ES |89 £o 88 |a o « 5 w88
Baron N 59920785 3975LF g 52 g ¢ oo 148 oy o8 80 (B, S& 8B |88 [RB [E. |2 |08
Cretmpuxaims N Jor N 5 By g §5 o a gﬁ 0 ] poo 8 E §3 o] g s Ol gg %3 &)m
&g 0 : T %‘ o |[>bg : 5 bog -] 5 g ® 5
RW-Car No Specification No Lot No = 2 8 Ei £% g § g8 |5 % 59 1.9 |EB 9 % o @ o ¢ |55 |8 g N
Haymenomamme rosapa TopsiueKaTaHLll TOJICTHIA JIMCT g:' I g § 5’;;‘ ga LN 2 Ha |gW |0 B g u g 8 g 2 E 8 g g 2 ig &
-1 H 0 0, ¢ [o] a o [+ ] [
0 a 0, ~ A ]
Description of goods Hot Rolled Plate i E-{; % g = = g3 |# ,% 3 E‘ & g o ) 9
Mapka cram CrangapTst NipaBuna DNV-2014 8 o o z & E: a @ o 8‘3:
EN 10029:2010 Class B, N B ReH | Rm | A5 |Zavg
Grade of Steil‘;iﬁs Standards EN 10163~1,2:2005 Class B, Subclass 3 mm/d mm °c Mpa % % J J J J %
3443 2-1 12 25 T 20 472 | 534 | 23,5 - - - - -
3443 2-1 10 10 L -40 - - - - KV 151 157 234 (180,7 - -
CocroaHMe MOCTaBKU TepMO-MeXaHMUYecKasl NMPOKATKA 3443 3-1 10 10 L -40 - - - - KV 234 170 245 |216,3 - -
Delivery condition Thermo-Mechanical rolling (TM) 3443 4-1 10 10 L | -40 | - - - - RV 196 236 | 163 [198,3 | - -
Mapkupoexa | Trade mark, Made in Ukraine, Grade of steel, Cast No, Test No, Dimensions mm, 3443 5~1 10 10 L ~40 - - - - KV 251 232 164 |215,7 - -
Marking Sp.3975LF,Lot5,EURO-STEEL.dk ,ONE Yellow STRIP 3443 6-1 10 10 L -40 - - - - KV 242 206 180 [209,3 - —
KnevmMo Trade Mark, Grade of steel, Cast No,NV Stamp
Hard stamp
HosmLpst Nnaexa N | DapTna N Pasmepsr, Kon-Bo, wr. .
Item No Cast No Taest No Dimensions, Quantity,
TosmmMHa linprua Lnuua pecs
Thickness Width Length
3 254834-3 3443 12 2500 8000 13
2015.11,089
Bamaska KoHBepTepHHld Crnocot NpoMaBOIACTBA M i SE” yx

EURO-STEEL DANMARK A-S

Lurcageve] 31, DK-8722 Hedensted
TIf. +45 75 89 01 66, Fax +45 75 89 07 34

Noanmes ®.1.0., nogxHoCTL |
Signature Name Position <

2
\.

eure-stee!@email.dk
Wi euro-steel ey




PJSC

ISO 9001:2008

A0 "MMK MM MIBUUYA"
"ILYICH IRON & STEEL WORKS OF MARIUPOLY

Cucmemarosecneqenun xauecTsa noAreepxfeHa TUV SUD Industrie Sexvice GmbH (Per.No0036) u cooreercreyer [upextuse 97/23/EC mo obopyrosammo, pado
IOCTY ISO 9001:2009 The Quality Assurance System is certified by TUV SUD Industrie Service GmbH (No.0036) and in accordance with the Pressure Equipment Directive 97/23/EC and AD 2000-Merkblatt WO

CEPTM$¢MKAT KAUECTBA N

QUALITY CERTIFICATE No 20596 Or 24.10.2015 Juer 4 s 4
Date Sheet of
Hom nas. , n o AD 2000 WO

Vxpanua 87504, r. Mapuynons, yn. JleBuenxo, 1.

paxc 38(0623)87-91~66,e~-mail office@ilyichsteel.com

Levchenko str. 1, Mariupol, 87504. Ukraine daxc 38(0623)87-91-66,e-mail officefilyichsteel.com

Csu,ue'x‘e.m:c'rso O ITPHMEeMOUHEIX MCIRITAaHUAX

Inspection certificate

EN 10204:2004-3.2

Pesynsrams MCIEITAHMA Test results

Hard stamp

Konrpakr N 12EXP/01.-14 Baxkas N LF4 -010739750327 PasMepr oBp
Contract No Order No Dimensions o p g o a a E a a E Q g
° g 3 g 2 |e o H a2 % <N N <~ g E o
z H ° -8 129 |log 3 g E w |80 g & B BB @ g
2 go o bg Eﬁ pe (B8 |82 ko Q8 g 8o gy |B AL
Baron N 55520785 et N 3975LF Tom N . ¥ = 2 |5 % S EE g8 (g4 Eﬁ ba [958 |38 BE BB [Be |oB |.8
S olE |88 zg (3 IFE(P. [Fe |RE 3|53 |REO|BE (XY |4 [ED 4.
RW-Car No Specification No Lot No g8 Nz EE £ |58 (. 5|5 % 39 |.d B9 é,v © M o s |5k 8% (%
HaumeHoRanMe ToBapa TopseKaTaHsit TOJCTMI ANCT §'§ g § g‘:; 5 A § p |55 E‘ é g |oe E o “ E“é §,§ §§ g % A :3 &
Description of goods Hot Rolled Plate § é% E‘ 3 é‘ s g8 g:) g‘ g &‘ gg % 5 é
Mapra cramu CramaapTs Tipasuna DNV-2014 8 é: m & S o H R 8‘3.‘
EN 10029:2010 Class B, N ReH Rm AS Zavg
Grade of steel Standards EN 10163-1,2:2005 Class B, Subclass 3 ey — G Mpa % Y J J J J Y
HVE3S 3444 | 1-1 12 2§ T | 20 | 475 | 528 | 23,5 - - = = -
3444 1-1 10 10 L -40 - - - - Kv 126 138 144 136 - -
CocTosiHMe MOCTaBKMK TepMO—-MeXaHUMYECKas MPOKATKA 3444 2-1 10 10 L -40 - - - - KV 141 156 150 149 - -
Delivery condition Thermo-Mechanical rolling (TM) 3444 3-1 10 10 L | -40 - - - - KV 140 128 133 [133,7 - -
Mapkuposxa | Trade mark, Made in Ukraine, Grade of steel, Cast No, Test No, Dimensions mm,
Marking Sp.3975LF, Lot5,EURO~STEEL.dk ,ONE Yellow STRIP
Krnaimrs Trada Mark, Grade of steel, Cast No NV Stamp S-navano nonocu/strip start; E-xonen nonocw/strip end; L, l-npononsHoa/Longitudinal;

T,q-nonepeutoe/Transverse; MC-mMex.crapenye/strain aging d-mpaMerp/diameter;

"Onpefenenne "lpefiesl NPOYHOCTH' COOTBETCTBYeT OnpefesieHusiv "NPOYHOCTL Ha PaSPHBY Y BpeMeHHOe CONpoTHBACHME
paspuny"

Defintion "tensile strength" corresponds to defintions "ultimate strength” and "ultimate stress limit®

Y3K/Ultrasonic examination

Steelmaking proce

Nosuumst Nnasxa N | lapT™ia N PasmMepH, Kon-po, wmmr.
Item No Cast No Test No Dimensions, Quantity, _
TonmpHa Dmpuxa Inmua pes
Thickness Width Length
3 0154853-2 3444 12 2500 8000 6
38
KOHBEpTEPHIII CrocoS NMPpOMSBOZCTRA
Burninaexa

Made by the BOC Process

XuMmueckuin cocras, %

Chemical composition,$%

Nnaexa CanISi s[rJcr[Nifcu Ti|A1|As| N ]Mo] v |Nb|Cal B [Ceq[Pem] I
Cast No x100  [x1000| x100 %1000 x100
0154853-2 [12113]22(12[13|3{1[1 11|30 2 [ 8 [ 2 | 4 [ 24 | I 32 | ]

Npievanne / Note

NocraBka CcoOTBeTCTBYET YCHOBMAM Sakasa, OCMOTP NOBEPXHOCTH Ges SaMeuaHuil. PasMepll MpoxaTa B OpeiellaX HOINYCKOR.
Delivery conforms to conditions of the order. Surface examination without remarks. Rolled product dimensions
within the tolerance limit.

MlanHLgs cepTHdMKaT NOATBEPXAIET, HWTO MATEPMAN, YKaBaHHM Bame, O MSTOTOBJEH B COOTRETCTBMM ¢ YTREPKAEHHEM HpoleccoM|
¥ YCHNemHo npomes MCONTaHUsl B cooTsercTsuy ¢ lpaeBunamu DNV no knaccupmxaipss. JaHHE CepTUOMKAT BRNYMEH B COOTBeTCTBMM
€ comlameHueM O nopsifike NpoBefeHMsA NpueMok MSA R-1877, koropoe nofBepraeTcsi PerysspHMM ayIMTOPCKM NpPOBEPKaM.

This is to certify that the material described above has been made by an approved process and has been
satisfactorily tested in accordance with DNV Rules for Classification.

This certificate is issued in accordance with the survey arrangement authorised by DNV in MSA No.R-1877,which is
controlled by regular auditing.

2015.11,09
K. SENYK
URVEYOR 10 pHy

EURO-STEEL DANMARK A-S

Lu~cagerve] 31, DK-8722 Hedensted
TH. +45 75 89 01 66, Fax +45 75 89 07 34

YO} T
wo-stee€enaitdk

Nonmucs ¢.11.0., omxHOETL!  UWiramy skeneps co oy e
Signature Name Posifion .. R eiving agent's stamp

Wwww.euro-steel.eu




AO "MMK MM. MIIBMYAY

PJSC "ILYICH IRON & STEEL WORKS OF MARIUPOL"

ISO 9001:2008

CEPTMOMKAT KAYUECTBA N

QUALITY CERTIFICATE No

20310

CucTeMa obeclnedeHMs KadecrTsa NOATBepxAeHa TV SUD Industrle Service GubH (Per.No0OO036) 1 coorTeercrayer IupexTuse 97/23/EC no obopy,
IOCTY IS0 9001:2009 The Quality Assurance System is certified by TV sUD Industrie Service GmbH (No.0036) and in accordance with the Pressure Equipment Directive 97/23/EC and AD 2000-) Merkblatt WO

)

or 20.10.2015 Nuer 1 s [) 2 ? 5 9 8
Date Sheet 3 )
| paso fon man u o AD 2000 WO

VxpauHa 87504, r. Mapuyrions, yn. JleBueHko, 1. dakc 38(0623)87-91-66,e-mail officefilyichsteel .com

Levchenko str.

1, Mariupol,

87504, Ukraine dakc 38(0623)87-91-66,e~-mail officelilyichsteel.com

CBUAETeNLECTBO O MPMEMOUYHBIX MCIBITAHUSIX EN 10204:2004-3.2

Inspection certificate

PesyneraTi MCOMTaHMA

Test results

Made by the BOC Process

Steelmaking proce

Xmmmueckit cocras, % Chemical composition,$%

EURO-STEEL DANMARK A-S

Lurcage:ve] 31, DK-8722 Hedensted
Tif. +45 75 89 01 66, Fax +45 75 89 07 34
_ eurn-stea!@epail dk.

flnaBka C]Mn]Si s|PpJcx[Nifcu TiIAl]AsI N | | v {Nb|Cai B Ceqchm]
Cast No x100 [x1000| x100 %1000 x100
254920-2 [11[116[25(10]13] 2 11|17 ]33] 8 1274 ] N EEE

Konrpaxr N 12EXP/01~14 Bakas N LF4 -010739750327 PasMepn oBp
Contract No Order No Dimensions o P I BB IR g 2
) ° o IR E P |e o H 8 ‘é’ IR Il N QE o
i Hoe 82 18e (B, |SE RE BB |BE g
i1 %e (¥, g B Eﬁ Fa |EE i8¢ |29 %&m o o g o |84
Baron N 56212723 - 3975LF g4 |52 |g¢ so ldg by jod B2 Eo o8 B8 |88 |8F 5o |02 |. &
eipprxaimst N Jor N 5 S.t; 7 ﬁﬁ ° R g g.m 40 '3 gh g o] Ol gg R 3 QN
RW-Car No pecification No Lot No K] & ? § Eg § g % A j%' P 541,59 |E § é 8 |nd ok o6 3 ; &8 " ‘3
HaumMeHOBaHMe ToBapa TopsiueKaTaHKlA TOJMCTHI JIUCT 0;)‘5 8 § 5.:2 5 A § v %g E % g ® o T g % éé é:—‘% é*é g % A ? &
Description of goods Hot Rolled Plate = E% % & g il ® e Y gR (BB % 6 é
Mapka cranu CrangapTs Tiparuna DNV-2014 8 ° o z & S on an o jen 8‘2
EN 10029:2010 Class B, N 3 ReH A5 | Zavg
Grade of steel 16 Standards EN 10163-1,2:2005 Class B, Subclass 3 mm/d | mm ¢ Mpa % % J J J J P
NVE36 3292 1-1 15 25 T 20 444 | 508 30 - - - - -
3292 1-1 10 ic L -40 - - - - KV 205 188 193 |195,3 - -
CocTostHue MOCTABKM TepMO~MeXxaHMYaCKast MPOKaTKa 3292 2-1 10 10 L -40 - - - - KV 149 136 129 138 - -
Delivery condition Thermo-Mechanical rolling (TM) 3292 3-1 10 10 L -40 - - - - KV 123 125 123 (123,7 - -
Mapxupoeka | Trade mark, Made in Ukraine, Grade of steel, Cast No, Test No, Dimensions mm, 3292 1-1 10 10 L -40 - - - ~ KV 121 1i5 122 |119,3 - -
Marking Sp.3975LF,LOT 5,EURO~STEEL .dk ,ONE Yellow STRIP 3292 51 10 _A,];(_) i -40 - p = - KV 131 133 127 [130,3 - -
3292 6-1 10 10 L -40 - - - - KV 110 129 133 124 - -
Knefimo Trade Mark, Grade of steel, Cast No,NV Stamp i T
Hard stamp
Nosyupyst finaBxa N /| Naprust N PasmMepu, Kon-mo, wmT.
Item No Cast No Test No Dimensions, Quantity,
TonupHa liypyHa Iuua pcs
Thickness Width Length
4 254920-2 3292 15 2500 8000 15 -
g1s.11,
Bunnanka KoHBepTepHsi Criocof NpoMSBOACTBA 2 09

M. SERYK

d SURVEYOR T0 DNV

Hlognucs dJ.M.O.,,Lt,n OCTb lllTaMn SKL,nepTa

Signature Name Pp
@ g %
50TnAMh
Raute

wWww.euso-steel.eu




"MMK VMM. WMIBMYAY

S —— o
nao
PJSC "ILYICH IRON & STEEL WORKS OF MARIUPOL"

IS0 9001:2008 CucreMa obecrieyenusi kadecrTsa noxrsepxieHa TUV SUD Industrie Service GmbH (Per.No0036) yu coorpercreyer IupekTuBe 97/23/EC mno oBopyacratimoe, pao! oy HAB. , I e AD 2000 WO
IOCTY ISO 9001:2009 The Quality Assurance System is certified by TUV SUD Industrie Service GmbH (No.0036) and in accordance with the Pressure Equipment Directive 97/23/EC and AD 2000-Merkblatt WO

CEPTUSUKAT KAUECTBA N

QUALITY CERTIFICATE No 20310 Oor 20.10.2015 Juer 2 ns 2

Date Sheet of

Vxpauta 87504, r. Mapuynons, yn. JleBuenko, 1. daxc 38(0623)87-91-66,e~-mail officefilyichsteel.com

Levchenko str. 1, Mariupol, 87504, Ukraine ¢akc 38(0623)87-91-66,e-mail officefilyichsteel.com

CeugeTenscrso o NPUEMOYHRIX MCILITAHUAX

Inspection certificate

EN 10204:2004-3.2

PesynsTaTi MCNHTAHMIA Test results

Steelmaking proce

Made by the BOC Process

XUMHUYECKMIA COCTAB, $

Chemical composition,$%

Nnasxa c]Mn‘si slp Cr[NifCu]Ti [AL[As [ N [Mo[ V [Nb|Ca]| B

Ceq[Pem| I

Cast No %100 %1000 %100

%1000

x100

254833-3 [11Ji14f28[5J11{2 11 15|29|2|6]1[3127[

l 31 |

Konrpaxr N 12EXP/01-14 Bakas N LF4 -010739750327 PasMepu obp E
Order No Dimensions o
Contract No o < = 2 p 5 a E E E a E \g
g ¢ |B BEY o e f 1HEg X S RXS (B & N
Boloe 182 [5a |, 183 BB [BE [BR 9
7 ] g b B |ge |85 156 |8y | g 9w
g Fo |B% 56 |Bo (B2 B4 |Eg |KC 188 [sp lep |em |3 208
Baron N 56212723 3975LF 3 3% |o@ 3 w IpH jow b s 12w la Q, 0, 0 o9 |.m
Cneimdmuratmst N Jlor N 5 gw - ﬁﬁ o P gw §a |po Eg oS 33 o o gs gs gfu §"‘ 5"
g v ; x4 9 %‘ B ¢ (»& (-8 1293 ing > g > g © B [Bw
RW-Car No Specification No Lot No ga ig Eg k] g holgd sa 52 LS [EY B0 |w© o o e 8% V%
Hamdenosaume rosapa TopsaiuexaTaHLit TOJICTHI JIMCT g 8 ] g E; = 3 (2] g m 5 ;‘l 5 2 E W |0 'g g "'3 E ‘8 E ﬁ % ‘6 g g, m P ',‘,:‘,
[ g H w 0 @ o] [T o 2 0 ]
Q a £, [ [ o o B
Description of goods Hot Rolled Plate i 8 %‘ g = E E: :m: E‘ :m: E‘ & E‘ -4 § S
Mapka cranm CrangapTs Tipasina DNV-2014 8 o m z &k
a < 1 standard EN 10029:2010 Class B, N H ReH Rm A5 | Zavg T g 5 <
Grade o Stefwms ancards EN 10163-1,2:2005 Class B, Subclass 3 m/d | mm GG, Mpa rY ry ry
3276 18-1 8 25 T 20 398 | 490 34 - - - - -
3276 18-1 7,5 10 L -40 - - - - Kv 171 164 190 175 - -
CoCcTosIHMEe MOCTaBKK TepMOo-MeXaHMUYeCKas NpokarTka 3276 19-1 7,5 10 L ~40 - - - - KV 204 179 168 1183,7 - -
Delivery condition Thermo-Mechanical rolling (TM) 3276 | 20-1 7.5 10 L -40 - - - - KV 190 214 197 [200,3 - -
Mapxuposxa | Trade mark, Made in Ukraine, Grade of steel, Cast No, Test No, Dimensions mm, 3276 21-1 7,5 10 L -40 - - - - KV 202 198 189 [196,3 - -
Markin Sp.3975LF,LOT 5,EURO-STEEL .dk ,ONE Yellow STRIP 3276 22.1 7,5 10 1. —40 = - - - KV 190 173 148 [170,3 - Z
i
g 3276 23-1 7,5 10 L ~40 - - - - KV 141 179 175 165 - -
Kneimmo Trade Mark, Grade of steel, Cast No,NV Stamp
Hard stamp
S-Hauano nonocw/strip start; E~KkoHell nojiock/strip end; L,l-npogonsHoe/Longitudinal ;
Nosmps Ninasxka N | lapTus N Pasmepst, Kon-mro, mw, - T,qg-nonepeunoe/Transverse; MC-Mex.crapenne/strain aging d-mamerp/diameter;
Item No Cast No Test No Dimensions, Quantity, “"Onpefenenve "IpejAen NPOUHOGTH" COOTBETCTBYET ONpeAcfieHMsIM 'MpouHOCTE Ha paSpHs" M BpeMeHHOe CONpPOTHBISHMEe
Tonmpmra inpyuna AnuHa pes paBPHBY" " i " inti " i " W i imith
Thickness Width Length Defintion “tensile strength” corresponds to defintions "ultimate strength" and "ultimate stress limit!
YB8K/Ultrasonic examination
1 254833-3 3276 8 2500 8000 23
38 lipmteyanue / Note
NocTaBka COOTBETCTBYET YCAOBMAM Sarasa. OCMOTP NOBEPXHOCTH Gel BaMevanuit, PasMepH NpokaTa B IpefeflaX HJONYCKOB.
Delivery conforms to conditions of the order. Surface examination without remarks. Rolled product dimensions
within the tolerance limit.
HanHNit ceprMpuxaT NOATBepXlaeT, UTo MaTepuall, YKADAHHEN BHme, OWJI MSTOTORJEH B COOTRETCTEBMM C YTBEPXIEHHMM HpoLleccoM
u ya HpoesyT MUCT B cooTBeTcTBM ¢ [lpaBunamy DNV no knacemd e, JI; it cep BHITYIIEH B COOTBETCTBMHM
© corfaleHMeM o NopsilKe NMpoBejeHusi npMeMox MSA R~1877, xoTopoe mogmepraeTcst PerysipHEM ayAMTOPCKMM NpoBepKaM.
This is to certify that the material described above has been made by an approved process and has been
satisfactorily tested in accordance with DNV Rules for Classification.
This certificate is issued in accordance with the survey arrangement authorised by DNV in MSA No,R-1877,which is
B KOHEepTepHil1 Ccnoco6 MNpoMSBORCTBA controlled by regular auditing.
nirIaBKa

2015.11.09
M. SENYK
SURVEYOR Y0 DNV

EURO-STEEL DANMARK A-S

Luncage-vel 31, DK-8722 Hedensted
Tif. +4§ 758501 66, Fax +45 75 89 07 34

loanuce ®.1N.0., DOMKHOCTH ramr skcnepra
Signature Name Ppsition . ~Receiving agent's. stamp’

[

[

i
e

EUTO-SteeI@emall.ak

wwiv.euro-steel.ey



Acciaierie
Valbrunas,..

36100 VICENZA (ltalia) - Viale della scienza, 25
Stab.: 39100 BOLZANO (ltalia) - Via A. Volta, 4
Telephon number : 0039 (0) 444968211

Cliente / Besteller/Purchaser/Client

VALBRUNA NORDIC AB
LOVARTSGATAN 7
65221-KARLSTAD - SWEDEN-SE

/A
\Y

z.i.

Produttore: ACCIAIERIE VALBRUNA S.P.A.

Hersteller/ltem/Usine produtrice

Stato di fornitura: Hot rolled - Annealed Peeled

Lieferzustand/Delivery state/Etat de livraison

Specifiche:

Anforderungen / Requirements / Exigences

VAL STOCK 2010 1.4307/304L A
ASME SA182 2013 S30400 A (0)
ASME SA276 2013 S30400 A
ASME SA479 2013 S30400 A
ASTM A182 2014A S30403 A
ASTM A276 2013A S30400 A
ASTM A479 2014 S30400 A
EN 10088-3 2005 1.4301 A
EN 10272 2007 1.4307 A
NACE MR0175 2009 S30400 A (A)

()
(6)
©)

SECTION Il PT.A 2013 EDITION
SECTION Il PT.A 2013 EDITION
SECTION Il PT.A 2013 EDITION
SECTION Il PT.A 2013 EDITION
SECTION Il PT.A 2013 EDITION
For products machined directly from bar refer also
For products machined directly from bar refer also
ANSI/NACE MR0175/ISO 15156-3, second edition
ANSI/NACE MR0175/ISO 15156-3, second edition

(0)
(1
(2)
(4)
(6)
(8)
(9)
(
(

A)
B)

Qualita: 1.4301/1.4307/304/304L

Werkstoff/Grade/Nuance

arLRQA ~LRQA <LRQA
& Sp 5
£ ] g ] £ ]
a a a
= s >
B 2 S 2 S 2
N Y WS
1SO 9001 AS 9100 ISO/TS 16949

CERTIFICATO DI COLLAUDO
ABNAHMEPRUEFZEUGNIS
INSPECTION CERTIFICATE
CERTIFICAT DE RECEPTION
EN 10204 (2004) , 3.1

QUALITY MANAGEMENT SYSTEM CERTIFIED BY LLOYD'S REGISTER

Awviso di Spedizione: D-VI15002196

Lieferanzeige/Packing list/B.L.

Ordine nr: R31640 R31640

Bestell/Your order/Commande

Certificato nr: MEST631821/2015/

Prifung/Test/Essai

Conferma ordine nr: EI15000376
Werks/Our Order/Ref nr.

Marchio di Fabbrica:

Zeichen des Liefernwerkes
Trade mark
Sigle de I'usine produtrice

/A
\Y

Tipo di Elaborazione: E+AQOD

Erschmelzungsart/Melting process/Mode d'elaboration

AISI 304
ASME SA182 2013 S30403 A (1)
ASME SA276 2013 S30403 A (4)
ASME SA479 2013 S30403 A (7)
ASTM A193 2011A B8 CLASS1
ASTM A276 2013A S30403 A
ASTM A479 2014 S30403 A

EN 10088-3 2005 1.4307 A

NACE MR0103 2010 S30400 A
NACE MR0175 2009 S30403 A (B)

2009-10-15
2009-10-15

) to ASTM A479.

(
(
(
(
E
(9) to ASTM A479.
(

(

Punzone del Collaudatore:
Stempel des Werkssachverstandigen
Inspector’s stamp/Poingon de I'assayeur

AISI 304L

ASME SA193 2013 B8 CLASS1 (2)
ASME SA320 2013 B8 CLASS1 (5)
ASTM A182 2014A S30400 A (8)
ASTM A262 2013 PRACTICE E
ASTM A320 2011A B8 CLASS1
DIN 17440 96 1.4301 A

EN 10272 2007 1.4301 A

NACE MR0103 2010 S30403 A

0) For products machined directly from bar refer to ASME SA479.
1) For products machined directly from bar refer to ASME SA479.
3) SECTION Il PT.A 2013 EDITION
5) SECTION Il PT.A 2013 EDITION
7) SECTION Il PT.A 2013 EDITION
8
9

A) Technical circular 1:2011 Published 2011-06-14
B) Technical circular 1:2011 Published 2011-06-14

Marca: MVAISL Tolleranza: k12
rkenbozeichnun Punzonatura: 1.4301/7/304/L
g;:s/h?:a:cceh ung MAX'VAL Tolleranz./Allowance/Tolerance Kennzeichnung/Marking/Marquage
Pos. nr. Oggetto Dimensioni - mm Lunghezza - mm Colata Pezzi Peso - KG Lotto nr.
Pos. nr. Gegenstand Abmessungen Lange Schmelze Stiickzahi Gewicht Losnr.
Item nr. Product description Dimension Length Heat Pieces Weight Lot nr.
Nr. de poste | Descrip. du produit Dimension Longueur Coulée Pieces Poids Lot nr.
0020 Round 70,000 5255 / 5555 265342 2694,0 419506110
TEST ALLO STATO DI FORNITURA
Test on delivery condition  Priiefung auf lieferbereitem produkt test a I'etat de fourniture  Prueba sobre el material asi come entregado
Provetta/provestab Posiz. | Snervamento | Snervamento | Resistenza Allungamento Strizione Resilienza Durezza
SpLeacrzn;r;/rEpsr::::ne o Saggio Seckgr Sreckgr [l l X Br;fhder:nung HEdms;:hniJr;mg Klerbscrll?lga‘rbe\t HHader\e
TEST| Soeomtme | °C |rzmr | WESSE, | wieame | eversrihe ol gl wea p=n iy
Larg, diam. epais ‘ Rp 0,2% Rp 1% Rm A5 E 4d z RA KV HB
mm ’ N/mm2 N/mm2 N/mm2 % % % % J
Valori richiesti 1 min 205 230 515 45 40 - 50 100 -
Ao e démandess * max 680 215
A 10 20 L 302 341 602 50 54 68 68 249 | 252 | 251 | 180
B 10 20 L 294 337 591 52 55 69 69 241|244 | 246 | 179
TEST min | max
A | Grain size for ASTM E112 6

Analisi chimica

Chemische Zusammensetzung/Chemical Analysis/Analyse chimique

1)L=longitudinale/langs, T=trasversale/quer, Q=Tangenziale/tangential

Colata /Heat | min - - - 18,00 8,00 - -
Schmelze/Coulée | max 0,030 | 1,00 2,00 19,50 10,00 0,045 0,030 0,100

C% Si% | MNn% | Cr% | Ni% P % S % N %

265342 | 0,016 | 0,64 1,85 | 18,17 | 8,10 | 0,033 | 0,022 | 0,086

Intergranular corrosion test per ASTM A262 pract. E: ok.
Absence of cracks at 20 x magnification after bend test.

Vicenza,26/01/15

VCQo08
(Mod. MCE2)

M. Rizz;%

Il collaudatore di stabilimento / der Werkssachversténdim inspector / L agent d’usine
g
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[ | - S S S CERTIFICATO DI COLLAUDO
cciaierie /)A : ) R (R ABNAHMEPRUEFZEUGNIS
g L l L g L INSPECTION CERTIFICATE
V I v X 2 X CERTIFICAT DE RECEPTION
a runa S.p.A. 1SO 9001 AS 9100 ISO/TS 16949 EN 10204 (2004) , 3.1
36100 VICENZA (|ta||a) - Viale della SCienZa, 25 z.i. QUALITY MANAGEMENT SYSTEM CERTIFIED BY LLOYD'S REGISTER
Stab.: 39100 BOLZANO (ltalia) - Via A. Volta, 4
Telephon number : 0039 (0) 444968211
Cliente / Besteller/Purchaser/Client Awviso di Spedizione: D-VI15002196 Certificato nr: MEST631821/2015/
VALBRUNA NORD'C AB Lieferanzeige/PEcking list/B.L. Priifung/Test/Essai
LOVARTSGATAN 7
65221-KARLSTAD - SWEDEN-SE Conferma ordine nr: EI15000376
Werks/Our Order/Ref nr.
Produttore: ACCIAIERIE VALBRUNA S.P.A. Ordine nr: R31640 R31640
Hersteller/Item/Usine produtrice Bestell/Your order/Commande Marchio di Fabbrica: A
Zeichen des Liefernwerkes v
Trad k
Sl{g\eedrg?r usine produtrice
Stato di fornitura: Hot rolled - Annealed Peeled Tipo di Elaborazione: E+AOD Punzone del Collaudatore:
Lieferzustand/Delivery state/Etat de livraison Erschmelzungsart/Melting process/Mode d' elaboration Stempel des Werkssachverstandigen
Inspector” s stamp/Poingon de I" assayeur
|.Korrosion nach EN ISO 3651-2A Sensibilisierung : T1 : OK
Corrosion test per EN ISO 3651-2A sensitized T1 : OK
Reduction ratio = 7,7 : 1
Sono state soddisfatte tutte le condizioni richieste Controllo antimescolanza: OK Controllo visivo e dimensionale: soddisfa le esigenze
Die gestellen Anforderungen sind it. Anlage erfullt Verwechslungpriifung: spectralanalytisch durchgefiihrt Besichtiguiig und Ausmessung: ohne Beanstandung
The material has been furnished in accordance with the requirements Antimixing testing performed: OK Visual inspection and dimensional checks:satisfactory
Le materiel & eté trouvé conforme aux exigences Contréle antimelange falt: r.a.s. Controle visuel et dimensions: satisfaisant
Melted and manufactured in Italy No welding or weld repair Material free from Mercury contamination

We declare that the finished product is checked for radioactive contamination through Portal System when it leaves the production plant.

The Quality Management System is Certified acc. Pressure Equipment Directive [97/23/EC] Annex 1,s.,4.3 by TUEV and LLOYD" S

Any act of tampering, modification, alteration, counterfeiting and/or falsification and/or any other action which modifies the contents of this test certificate shall constitute a violation
of applicable civil and criminal laws. Acciaierie Valbruna shall protect its rights and interests before any competent court, authority and jurisdiction.

Maxival and/or Valplus grades/products are manufactured with ladle techniques to control composition, distribution, size and shape of non-metallic inclusions for improved
machinability.

The supplied product conforms to requirements expressly requested by the purchaser and conforms to requirements specified by certified norms and standards. Should the
product be used for more severe, critical and/ or in any case different applications than those the material is generally intended for, any different and/or supplementary
requirements shall be specifically demanded, at least, upon order of the Product by the Purchaser. Acciaierie Valbruna SpA shall not be responsible for any improper use of the
Products.

VCQoo8 M.Rizzot,
(Mod. MCE2)

Vicenza.26/01/15 Il collaudatore di stabilimento / der Werkssachverstandig 'orkg inspector /L agent d* usine
’ 7 Pagina-2di2




0434653

- HUTA BANKOWA |~ - . T
Spokka z 0.0. Swiadectwo odbioru 3.1 Nr 04583/14
: ul. Sobieskiego 24 Inspection certificate 3.1
" 41-300 Dabrowa Goérnicza Abnahmeprifzeugnis 3.1
Certificat de recéption 3.1 PN-EN 10204
AD6 Zamaw iaj a_C% ODSB.V.
Ordered by - Besteller Netherlands
ul. Donk 6, Postbus 69 , 2990 AB Barendrecht ' VAT reg.nr NL 801137391B01
A6 Adres wysytkowy ODSB.V.
Address - Versandadresse ul. Donk 6, Postbus 69 , 2990 AB Barendrecht
—— Waa
ao7 N Tdgazamowienia klienta Taos 21 Brder No Viykpnano wa horr Car'No
Nr und Datum der Bestellung Auftrag Nr Herestellt gemaB Norm Wagen Nr
BARENDRECHT 4500524296 z Hb/6205457/02/14 |EN 10025-2, DZLFW86 /
dnia 14/02/26 PL/273155484/2014/B0441|EN 10025-1:2004 DZLES93
LOT: 10 order: EN 10060:2003
Number of dispatch: EN 10221:1995 KI.B; AD2000 - W13, TRD100.
BO1 " Przgdmlol]; i \A{ykor'_\igme J B09 B02 'BO7 BO8 B14 B12
em and specification (Heat an Wymiar lub rysunek Gatunek Wytop | Sztuk | Wiazki
Gegenstand und Ausfuhrung (therm Dimension or draw ing Steel grade Heat Pleces | Bundles k
und mechan. Bearbeitung usw .) Abmessung oder Zeichnung Giite Schmelze| Sfuck Bunde g
Round bars normalised. 90 mm S355J2+N 333289 | 31 4 9350
dt. 5000+6200 mm
B06
B15 Reduction ratio 6,6 x.
€71 1. SKLAD CHEMICZNY - CHEMICAL COMPOSITION - CHEMISCHE ZUSAMMENSETZUNG %
802 Wytop C | Mn | Si P S Cu Cr| Ni | Mo | Vv Sn As | Ti
Scm}ze 0,17 1,48 0,189 0,010 |0,012 | 0,03 0,02 0,05 0,014 (0,005 |0,003 |0,003 |0,001
Al |Al met| Nb N H: O, - - - - |CEV[%]Ceqi%] X [%]
333289 0,037 D033 [0,001 [0,0061 fi 5ppm| - - - - -~ pa208| - -
Analiza kontrolna Control analysis Verw echslungsprufung
C Mn Si P S Cu Cr Ni Mo Vv Sn As | Ti
Al |Almet| Nb N H; o, - - - - |CEVI%)]Ceq[%] X [%]
Ds1 2. BADANIA MECHANICZNE - MECHANICAL TEST - MECHANISCHE UNTERSUCHUNGEN
co1 BOS C11 ] C12 jC13 |C14 Udarnoléé tem frams renrenes °c T CS& L.
L, . R t t él
Préba Ar ] ok I R A Midd® valus, Mittehw ert Hardness
ests N Heat treatment of the sample. S, C40 KV C40  KCU2 Ca0  KCU5 Harte
Probe NI | ytaliyrgischer Zustand der Probe. [MPa]MPa] [%] | [%] [J] [ Jlcm?] [ Jem?] [HB]
1333 Sample in the delivery condition | 352 | 542 (31,6|67,5| 186,191,181/-20C - - -
1333/A Sample in the delivery condition - - - - 165,152,142/-40C - - -
1333/B Sample in the delivery condition - - - - 95,90,100/-50C - - -
bs2 3 BADANIA TECHNOLOGICZNE - TECHNOLOGICAL TESTS - TECHNOLOGISCHE UNTERSUCHUNGEN
Ultrasonic testing SEP 1920-1 kl. B gr. 2.
D53 4. BADANlA METALOGRAFICZNE - METALLOGRAPHIC TESTS METALLOGRAPHISCHE UNTERSUCHUNGEN ]
802 Wytop N D54 Zanieczyszczenia niemetaliczne D55 Struktura
Heat No Schmelze Nometallic impurities Nichtmetallische Verunreinigungen Structure  Struktur
333289
Powierzchnie i wymiary zbadano przez wydz.prod. w 100% ;Surface and dimension tested by Dept.at 100% -Oberflache und Abmessungen geprift von Prod:Abt. zu 100%
Z01 Deklarujemy, ze wy konany wy réb jest zgodny z warunkami potwierdzenia zaméwienia.
We declare that the final product comply with the order confirmation. Wir deklarieren,dass die herstellung gemaB auftragsbetatlgungsbedlndungen ist gemacht
D01 Materiat oznaczono -Material marked -Das Material w urde bezeichnef ] ] ~ Material nie jest radioakfywny ] o
One strip red, white. Material weist keine radiation auf The material has not display ed any radiation
Steel grade, Nr heat, "Hb" mark, Testes no, "ZR" mark.
B15 Deklaration of performance - 009/CPR/2013 (www.hutabankowa. pl)
204 Z02  Kontrola jako$ci 205 : Dyrekcja Huty 203 Odbiorca
- Control of Manufacture Mil's Management Inspector R 6
1'436 _~Fabrikationskontrolle Huitten - Direktion, ..,y q e g‘eg“ 7 0.0.
/ Rler CWTIR g,w:;pmu soRneEnego .
06 KJ ds. Qdbioru WyrobOW RZECZOZNAWCA ZAKLADOWY
1436.CPD-0009 - | ' _ i3~ 7. Kusrowmka JBK ,
1436-CPD-0025/A Q 2014-05.20 ca /9@/———:;‘
EN 10025-1:2004 Data:—..2014:05:20 e — cerard Kulej

erj
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Vallourec Deutschiand GmbH

Werk Milheim
RohrkontistraBe
Schiitzensirasse 124
45476 Miilheim an der Ruhr

(A01)

\‘ vallourec

INSPECTION CERTIFICATE {A02)
ABNAHMEPRUEFZEUGNIS
3.1 EN 10204:2004

No. / Nr. : 67953Mu16 (A03)
Page/Seite: 1/ 4
Date/Datum; 15.03.2016

Cortificate n° 67953Mu16 , 10.02.2016 is replaced by this updated version n° 67953Mu16
Zeugnis Nr. 67953Mu16 , 10.02.2016 wird ersetzt durch diese neue Ausgabe Nr. 67953Mu16

(a01)

Vallourec Deutschland GmbH

{A08.1)

{A08.2)

Suborder / Unterauftrag

Vallourec-Order-No. / Valloursc-Aufirags-Nr./ 84260908

(A05.1)

Customer / Kunde

(A06.2)

(A07.2)

Orderer / Besteller

Orderer Order-No. / Besteller Bestell-Nr.
Date/ Datum 25.11.2015

27482

(B01, B02, B04) HOT FINISHED SEAMLESS STEEL TUBES

Description of the product

Erzeugnisbeschreibung

ENDS PLAIN, SQUARE CUT, DEBURRED

INSIDE AND OUTSIDE WITHOUT RUST PROTECTION
INBUNDLESQF MAX. 25T

REPORT ELEMENTS: GR, CU, MO, NI, NB, TI, V, AL, N

. | NAHTLOSE STAHLROHRE, WARMGEFERTIGT

ENDEN GLATT, SENKRECHT ZUR ROHRACHSE ABGESCHNITTEN, GRATFREI

INNEN UND AUSSEN OHNE ROSTSCHUTZ
IN BUNDEN VON MAX. 2,6 T

MIT ANGABE DER ELEMENTE: CR, CU, MO, NI, NB, TI, V, AL, N

EN 10216-3:2013, EN 10210-1:2008,
EN 10297-1:2003, DIN 1629:10.84
AD 2000-DATA SHEET W 4, EDITION FEBRUARY 2013/ IN

CONNECTION WITH VDTUEV MATERIAL DATA SHEET 354/2

EDITION 02.2013
P355N-TC1/8355J2H/E355+N/ST 52.0

(A14)

(€

0769-CPR-VAS-00483-1

0000036-00038/00223

(A13) (A09) (B14) {B09) (B10)
Valloursc |Cust. Item {ltem text Dimensions Single length
Item Position |Positionstext Abmessung Einzellinge
Position
20 0.D. 127 MM X WTH. 14,2 MM IN RANDOM MILL LENGTH 12000 -

A.D. 127 MM X WD. 14,2 MM

13800 MM
HL 12000 - 13800 MM




0000036-00039/00223

Vallourec Deutschland GmbH (a01) INSPECTION CERTIFICATE (AD2)
Werk Miilheim ABNAHMEPRUEFZEUGNIS
Rohrkentistrae :
3.1 EN 10204:2004
Schiitzenstrasse 124 . Vallou rec
45476 Miilheim an der Ruhr
No. /Nr. ;: 67953Mu16 (Ac3)
Page/Ssite: 2/ 4
Date/Datum: 15.03.2016
{A13) {AC9) (808} B11) (B13)
Vallourec |Cust. ltem |Quantity Total length Weight
ltem Position | Stlick Gesamtlange Gewicht
Position m kg
20 3| 146,25 5775
Vallourec |Delivery Note-No Packing list-No
ltem Lieferschein-Nr. Packlisten-Nr.
Position
20 90510
(C71)
HEAT CHEMICAL ANALYSIS / SCHMELZANALYSE
(B07.1) (B18)
Heat Process Cc Si Mn P S Al Cu Cr Ni Mo
Schmelze Erschme!z. % % % % % % % % % %
min - - - 0.90 - - 0.020 - - - -
max - 0.200 0.500 1.60 0.025 0.0200 - 0.300 0.300 0.500 0.080
352458 | Oxygen (BOF) [ 0420 | o090 | 1.44 | o014 [ 00017 | ooa2 | 0020 | o060 | 0030 | o010
(807.1)
Heat \ Ti Nb(Cb) N cQo3 EF 02 EF 28
Schmelze % % % % % % %
min - - - - - - -
max 0.100 0.040 0.050 0.0120 45 0.12 0.45
as2458 | 0070 | o004 [ oo18 | oot14 | a0 | oos | oos | | | | |
cQos CEV/CE = C + MN/6 + (CR+MO+V)/5 + (Ni+CU)/15
EF 02 EF=V+T/+NB
EF 28 EF =CR + MO + CU

Heats fully killed
Beruhigter Stahl

AL>=2XN

TENSILE TEST RESULTS / ERGEBNISSE DES ZUGVERSUCHS

Type / Form (c10.1)
Test temperature / Prilftemperatur cos)

Direction / Richtung (co2)

TUBE STRIP TEST SPECIMEN / ROHRSTREIFENPROBE
ROOM TEMPERATURE / RAUMTEMPERATUR
longitudinal / langs




0000036-00040/00223

Vallourec Deutschland GmbH (A01) INSPECTION CERTIFICATE

Werk Miilheim ABNAHMEPRUEFZEUGNIS
Rahrkontistrafie 3.1 EN 10204:2004
iirarinil ® vallourec

45476 Miitheim an der Ruhr

(A02)

No. / Nr. : 67953Muté
Page/Seite: 3/ 4
Date/Datum: 15.03.2016

(A03)

TENSILE TEST RESULTS / ERGEBNISSE DES ZUGVERSUCHS

(B07.1) (coo.1) (C10) {c11) 12 (C13) ©14.1)
Heat Test Pisce Dimension YS TS Elong. Ratio
Schmelze Priifstiick Abmessung Streckgr. | Zugfest. | Dehnung | Verhaltn.
' ReH R, 5854Sc | RR_

mm MPa MPa % -

min - 355 | 500 220 :

max = - 630 - -

352458 M573 25.10x14.67 | 387 | s27 | 300 | o078 | | | |

IMPACT TEST RESULTS / ERGEBNISSE DES KERBSCHLAGBIEGEVERSUCHS

Type / Form (C40) CHARPY-V 3/4 / CHARPY-V 3/4
Test temperature / Priftemperatur (cos) - 20DEGREESC
Direction / Richtung (Co2) transverss / quer
(B07.1) (€00.1) (c41) (Ca2.1) (cd2.1) (C42.1) (C43.3)
Heat Test Piece Impact1 | Impact2 | Impact3 | Mean
Schmelze Prifstick Arbeit] | Arbeit2 | Arbeit3 | Mittelw.
gem J J J J
min - 16.0 16.0 16.0 21.0
max - - - - -
352458 M573 oe0 [ 106 | 119 | 112 [ 112 | | | |

({D55)
OTHER TESTS ON PIPE / SONSTIGE PRUEFUNGEN

Test Conditions Test rate Result
Priifung Priifbedingungen Priifumfang Ergebnis
HEAT TREATMENT 'NORMALISED CONDITION >920 DEGREES G/ COOLING
WAERMEBEHANDLUNG IN NORMALISIERTEM ZUSTAND  |AIR

>020 GRAD C/LUFT
FLATTENING TEST SATISFACTORY
RINGFALTVERSUCH BESTANDEN
RING EXPANDING TEST SATISFACTORY
RINGAUFDORNVERSUCH BESTANDEN
APPEARANCE AND DIMENSIONS EACH PIPE/ TUBE SATISFACTORY
(Do1) JE ROHR BESTANDEN
OBERFLAECHENBESCHAFFEN-
HEIT UND MASSE (D01)
PIPE PRODUCTION METHOD SEAMLESS, HOT-ROLLED
ROHRHERSTELLVERFAHREN NAHTLOS, WARMGEWALZT

ELECTROMAGNETIC TESTING FOR THE VERIFICATION OF HYDRAULIC
LEAKTIGHTNESS ACC. TO EN 10893-1 . SATISFACTORY
ELEKTROMAGNETISCHE PRUEFUNG ZUM NACHWEIS DER DICHTHEIT GEM.




0000036-00041/00223

Vallourec Deutschland GmbH (A01) INSPECTION CERTIFICATE {A02)

Werk Miilheim ABNAHMEPRUEFZEUGNIS
RohrkontistraBe
3.1 EN 10204:2004
Schiitzenstrasse 124 . va“ourec
45476 Miilheim an der Ruhr
No. / Nr. : 67953Mu16 (A03)

Page/Seite: 4/ 4
Date/Datum: 15.03.2016

(D56)
OTHER TESTS ON PIPE / SONSTIGE PRUEFUNGEN

EN 10893-1 : BESTANDEN

(A04, BOS)
MARKING, {DENTIFICATION / KENNZEICHNUNG, IDENTIFIKATION

20 DIE STAMPED BOTH SIDES VALLOUREC LOGO MANUFACTURER’S
‘. VALLOUREC NAME MANUFACTURER'S MARK TERMS OF DELIVERY
EN10216/10210/10297/DIN1629 P356N-TC1/S355J2H/E355+N/ST 52.0
127 X 14,2 HEAT-NO. WA 84260908 VLR ITEM-NO 20

20 BEIDSEITIG STAHLGESTEMPELT VALLOUREC LOGO
‘. vaLLourec HERSTELLERNAME HERSTELLERZEICHEN
LIEFERBED./SPEZIFIKATION: EN10216/10210/10297/DIN1629
P355N-TC1/83558J2H/E355+N/ST §2.0 127 X 14,2 SCHMELZEN-NR. WA
84260908 POSITIONS-NR. 20

(201)
The supplied products are in compliance with the requirements of the order
Die gslisferten Erzeugnisse stimmen mit den Anforderungen des Aufirages iiberein

(A0S, Z02, Z03)
Date / Datum 15.03.2016
Validated by Inspection Representative
Bestétigt durch Abnahmebeauftragter
DEYMANN
0 Dugsren
= (0208) 810-4650
8 {0208) 810-5629
@ DIETER.DEYMANN@VALLOUREC.
COM
Stamp / Stempel

Indication in parentheses correspond to attributes aceording to EN 10168

Dis Bezeichnungen in K hen den Kennnummem gemass EN 10168

P

This testimonial and certification respectively may neither be modified nor used for other products, Offences are regarded as falsification of documents and will be subject to criminal prosecution.

Dieses Zaugnis bzw. diese Beschaini| datf weder dert noch fiir andere E i 3 len. Zuwiderhandl den als Urkundentalschung und Betrug strafrechtlich verfolgt.




Larrondo LOIU (VIZCAYA) Espafia
P.O. Box 1.323/48080 Bilbao

Tel. 34-(4)4 71 13 00

Fax.34-(4) 4 53 16 36

Management Systems
Certified by

LRGQA

IS0 9001 / SGI 6000360
150 14001 / 5GI 1870678 |

ACEROS INOXIDABLES

OLARRA

~\

INOX STAAL HANDELSSELSKAB AS

BOELETVEJ 7 - P.O.BOX 70 gﬁ;xﬁeéﬁﬁm das Lieferwerkes

DK-8680 RY - DINAMARCA —

Works Inspector Stamp - Werkssachverstindiger @
) Sello del Inspector
Certificate type - APZ Nach Certificate n° - Prif-Nr Date-Datum-Fechz
Certificado tipo EN 10204/3.1 Certificado n° 207489 09-10-2014
Our order N° Heat Your order N°
Werks - Nr 555065 Schmelze 379867 Bestell - Nr IN13505-1
N°de Referencia Colada Pedido N°
Steel Grade According to
Werkstoff X-2-CRNIMO-17-12-2 / 1.4404 MECAMAX Entsprechend  EN 10.272-2007.
Calidad Corresponde
Shape and Size - Gegenstad Tolerance - Toleranz Bundles Bars Weight
Perfil y dimension Tolerancia Bunde 1 Stabe Gewitcht 379 Kg
ROUND 70 mm h 9 /DIN 671 /EN 10278 Bultos Baras Peso

EN 10.088-3.2005.

ASTM A 479/ A 479M-14.
AD-2000-W2/W10.

Type 316-Type 316L.

Conformity letter/Zustimmungsschreiben TUVBADEN28.01.1969
Waiving of Countersing/Gegenzeichnungsverzicht:01.03.1977
PED 97/23/EC, Annex |, Parag.4.3/DGR 97/23/EG

Anhang | Absatz 4.3 Certificate/Zertifikat Nr. 348/2008/MUC

Requirements - Anforderungen - Exigencias

Melting process / Erschmelzungsart / Proceso de Fusion

E.A.F./A.O.D.

Heat treatment / Warmebehandlung / Tratamiento térmico

1060C 4H/Std WATER/WASSER/AGUA

Solution annealed/Abgeschreckt/Hipertemple-Centerless ground/Geschliffen/Rectificado-

Test results - Ergebnis der Prifungen - Resultados de los ensayos

Dimension of Specimen Rp0,2% | Rp 1% Rm A A z Hardness Impact test / Kersbschlag / Resiliencia
Abmessungendes Probestabes N/mm2 N/mm2 | N/mm2 | %L 5D | %L 4D % Harte ISOV Jules
Medida de las probetas MPA MPA MPA HBw
RD. 10,00 mm. Min. 200 235 500 40 100
Max. 700 215
Temperature°C | Spec. N°. 1 275 318 577 52 73 156 232/236/232
20 Probe Nr.
Pro N°.
C Si Mn P S Cr Mo Ni N Co
Min. 16,50 2,00 10,00
Max.| 0,030 1,00 2,00 0,045 0,030 18,50 2,50 13,00 0,1000
0,022 0,38 1,62 0,033 0,026 16,60 2,00 10,00 | 0,0325 0,13
Visual and dimensionalinspection Radioactivity inspection Antimixing test Grain Size
Besichtingung und Ausmessung () K, | Radioaktivitatskontrolle (), K, | Spekirosk Verwechslungspr () K, | Korngrosse
Control visual y dimensional Controlde Radioactividad Antimezcla Tamanfo de grano

Remarks - Bemerkungen - Observaciones

IC test acc./IK prifung nach EN I1SO 3651-2/98 Met. A. OK

EDV /EDP
Acc. EN 10.204
Alfredo Molina

Certification

Mng.

Works Inspector
Der Werkssachverstindige
Inspector de fabrica




COLUMBUS

STAINLESS O 1y,
(Pty) Ltd S e,
Subsidiary of e O
ACERINOX, S.A. | § %Asmmnx
SWB: 427 13 247 9111 o@

FAXy +27 13 246 1681
http: //www.colunbus .co.za
PO BOX 133 MIDDELBURG
1050 MPUMALANGA

SOUTH AFRICA

by Accredited Body SEQUN

INSPECTION CERTIFICATE
ABNAHMEPRUFZEUGNIS

ACCORDING TO EN 10204

CERTIFICATE N°

CERTIFICADO N°

3.1

73 2014 91106 10002 *

CUSTOMER OUR ORDER N° YOUR ORDER N°
CLIENTE N/PEDIDO 8/PEDIDO
INOX STAL HANDELSSELKAB A/S FW 1012 IN14661-1
BOELETVEJ 7-9 TRADE MARK INSPECTOR'S STAMP STEELMAKING PROCESS
SELLO DEL FABRICANTE SELLO DEL INSPECTOR PROCESO DE ACERIA
DK - 8680 RY
DANMARK
® A.0.D.
REQUIREMENTS INTERGRANULAR CORROSION GRADE FINISH
NORMAS APLICABLES CORROSION INTERGRANULAR MATERIAL ACABADO
EN 10028-7 2007 COLD ROLLED COIL & SHEET EN ISO 3651-2 Acx 240 | 1.4404 28
EN 10088-2 2005 COLD ROLLED COIL & SHEET EN ISO 3651-2 Acx 240| 1.4401 28
EN 10028-7 2007 COLD ROLLED COIL & SHEET EN ISO 3651-2 Acx 240 | 1.4401 28
ASTM A240/ A240M -13C/ASME SECT.IIA, ED. 07 SA240 ASTM A262-02A:E Acx 240| 316 28
EN 10088-2 2005 COLD ROLLED COIL & SHEET EN ISO 3651-2 Acx 240 | 1.4404 28
ASTM A240 / A240M -13C/ASME SECT.IIA, ED. 07 SA240 ASTM A262-02A:E Acx 240 | 316L 28
DIMENSIONS
DIMENSIONES
COIL/BOX CONTENT THICKNESS WIDTH LENGTH MARKS | QUANTITY |TEST N°
BORINA/CAJA CONTENIDO ESPESOR ANCHO LARGO MARCA CANTIDAD PROBETA
X01Q9J A07 3958945 /0 3,000 1250,00 2500,00 7 153958945 /0 C/F
X01Q9J A08 3958945 /0 3,000 1250,00 2500,00 8 15| 3958945 /0 C/F
X01Q9J A09 3958945 /0 3,000 1250,00 2500,00 9 153958945 /0 C/F
X01Q9J A10 3958945 /0 3,000 1250,00 2500,00 10 123958945 /0 C/F
CHEMICAL ANALYSIS/ COMPOSITION CHIMIQUE (%)
HEAT N°
SCHMELIE Ne c CR MN MO N NI P S S|
395894 0,025 | 16,600| 1,280| 2,020 0,050 10,000 0,025| 0,002| 0,430
MECHANICAL PROPERTIES/ CARACTERISTIQUES MECANIQUES
TEST N° PROEZ Y Rm. Rp 0.2 Rp 1.0 | AS50 A5 HRB
ECHANTILLON g EIN/mm2 [N/mm2 |N/mm2 | % %
3958945 /0 C|T| 630,00 309,00] 348,00 51,00 55,00 83,00
3958945 /0 FIT| 633,00 322,00| 362,00 51,00 55,00 84,00
REMARKS /| OBSERVACIONES SURFACE AND DIMENSIONAL CONTROL
INSPECTION DIMENSIONELLE ET VISUELLE
Material meets the Hardness requirements of Nace MR-0175/03
Permeability 1.1 Max
Columbus Stainless (Pty) Itd. certifies that the analysis an
d material SATISFACTORY
on this certification is correct and meets the specification Ohne Beanstandung
s stated.
WORK INSPECTOR
WERKSSACHVERSTANDIGER
Lo B
Middelburg, 24 SEPTIEMBRE 2014

FDT0009




COLUMBUS

STAINLESS | o
) n Q\q,*s “q,%
Subsidiary of f? gf %
ACERINOX, S.A. | B 3 AGEAivl
SWB: +27 13 247 9111 O,

FAX: 427 13 246 1681 &
http://www.columbus.co.za
PO BOX 133 MIDDELBURG
1050 MPUMALANGA
SQUTH_AFRICA

by Accredited Body

SEGUN

INSPECTION CERTIFICATE

ACCORDING TO EN 10204

ABNAHMEPRUFZEUGNIS

CERTIFICATE N°

CERTIFICADO N°

3.1

73 2014 91106 10002 *

CUSTOMER OUR ORDER N° YOUR ORDER N°
CLIENTE N/PEDIDO S/PEDIDO
INOX STAL HANDELSSELKAB A/S FW 1012 IN14661-1
BOELETVEJ 7-9 TRADE MARK INSPECTOR'S STAMP STEELMAKING PROCESS
DK- 8680 RY SELLO DEL FABRICANTE SELLO DEL INSPECTOR PROCESO DB ACERIA
DANMARK
® A.0.D.
REQUIREMENTS INTERGRANULAR CORROSION GRADE FINISH
NORMAS APLICABLES CORROSION INTERGRANULAR MATERIAL ACABADO
EN 100287 2007 COLD ROLLED COIL & SHEET EN ISO 3651-2 Acx 240| 1.4404 28
EN 10088-2 2005 COLD ROLLED COIL & SHEET EN ISO 3651-2 Acx 240| 1.4401 2B
EN 10028-7 2007 COLD ROLLED COIL & SHEET EN ISO 3651-2 Acx 240| 1.4401 2B
ASTM A240 / A240M -13C/ASME SECT.IIA, ED. 07 SA240 ASTM A262-02A:E Acx 240 | 316 28
EN 10088-2 2005 COLD ROLLED COIL & SHEET EN 1SO 3651-2 Acx 240 1.4404 28
ASTM A240 / A240M -13C/ASME SECT.IIA, ED. 07 SA240 ASTM A262-02A:E Acx 240| 316L 2B
DIMENSIONS
DIMENSIONES
COIL /BOX CONTENT THICKNESS WIDTH LENGTH MARKS | QUANTITY |TESTN°
BOBINA/CAJA CONTENIDO ESPESCR ANCHO LARGO MARCA CANTIDAD PROBETA
X01Q8J A1 3958945 /0 3,000 1250,00 2500,00 1 15 3958945 /0 C/F
X01Q8J A02 3958945 /0 3,000 1250,00 2500,00 2 15 | 3958945 /0 C/F
X01Q9J A03 3958945 /0 3,000 1250,00 2500,00 3 15 | 3958945 /0 C/F
X01Q9J A04 3958945 /0 3,000 1250,00 2500,00 4 15 [ 3958945 /0 C/F
X01Q9J A05 3958945 /0 3,000 1250,00 2500,00 5 15 | 3958945 /0 C/F
X01Q9J A06 3958945 /0 3,000 1250,00 2500,00 6 15 | 3958945 /0 C/F
CHEMICAL ANALYSIS/ COMPOSITION CHIMIQUE (%)
HEAT N°
SCHMELZE Nr C CR MN MO N Ni P S SI
395894 0,025 | 16,600 1,280| 2,020| 0,050| 10,000| 0,025| 0,002| 0,430
MECHANICAL PROPERTIES/ CARACTERISTIQUES MECANIQUES
TEST N° "mé Rm. Rp 0.2 Rp1.0 | A50 A5 HRB
ECHANTILLON 5 E|N/mm2 [N/mm2 |[N/mm2 |% %
3958945 /0 C|T| 630,00 309,00| 348,00 51,00 55,00 83,00
3958945 /0 F|T| 633,00 322,00 362,00 51,00 55,00 84,00
SURFACE AND DIMENSIONAL CONTROL
R E M A R K s / OBSERVACIONES INSPECTION DIMENSICONELLE ET VISUELLE
Material meets the Hardness requirements of Nace MR-0175/03
Permeability 1.1 Max
Columbus Stainless (Pty) itd. certifies that the analysis an
d material SATISFACTORY
on this certification is correct and meets the specification Ohne Beanstandung
s stated.
WORK INSPECTOR
WERKSSACRVERSTANDIGER
Cr .
Middelburg, 24 SEPTIEMBRE 2014

FDT0009




COLUMBUS
STAINLESS
(Pty) Ltd

Subsidiary of
ACERINOX, S.A.

SWB: 427 13 247 9111
FAX: +27 13 246 1681
htep: //www.colunbua.co.za
PO BOX 133 MIDDELBURG
1050 MPUMALANGA

SOUTH AFRICA

ACCORDING TO
NACH

EN 10204

Abnahmeprifzeugnis
INSPECTION CERTIFICATE

Prif - Nr,
Inspection No.

73 2014 91106 10001 5

Besteller- custover

INOX STAL HANDELSSELKAB A/S

Auftrags Nr - our order n

Bestellung Nr - vour oxder n°
IN14661-1

FW 1012

Priifgegenstand - articie
BLECH AUS BAND (SHEET)

Werkstoff Nr und Lieferzustand

- Material n° and Condition of Delivery

1.4404/1.4401 2B

Werkstoff - Normbez Standard

- Grade of Material

Werksbez - works orade

Erschmelzungsart- steelmaking process
A=AOD Verfahren - aop process

X2CRNIMO 17-12-2/X5CRNIMO 17-12-2 Acx - 240 A
Anforderungen - rechnical requirements Kennzeichnung - warking
Schmelzennummer - ¢ of cot1
EN 10088-2 2005 COLD ROLLED COIL & SHEET/AD WO/TRB 100/AD-2000-MERKBLATT W2/W10/DGRL 97/23/EC(PED)
Zeichen des Lieferwerks - srand of the manufacturer Stempel des Sachverstindigen - mepsctorts stamp // L—]\
\o100_/

Pos Nr. Stiickzahl Abmessung - Dimensions Schmelze Nr Probe Nr

Item N° Quantity mm Heat N° Test N°
1 15 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 CI/F
2 15 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 CI/F
3 15 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 CIF
4 16 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 CIF
5 15 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 CI/F
6 15 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 C/F

Chemische Analyse - Chemical Composition (%)

Schmelze Nr

Heat N° C CR MN MO N NI P S Si

Anforderungen 16,500 2,000 10,000

Requirements 0,030| 18,500 2,000 2,500 0,110| 13,000 0,045 0,015 1,000

395894 0,025| 16,600 1,280 2,020 0,050| 10,000 0,025 0,002 0,430

Mechanische Eigenschaften - Mechanical Properties  Pr. Temp/T. Temp. 20° C

Probe Nr Prob.-Lage &bsne,erg%lgs‘ jan, Rm. Rp0.2 [Rp1.0 [A50 A5 HRB

Test N° Pos of Test |Nyim of specimen N/mm2 | N/mm2 Nmm2 | % %

Anforderungen Breite x Dicke | 530,00 240,00 270,00

Requirements Width xn'll‘rr#ckness 680,00 92,00

3958945 /0 CT 12,490 3,02| 630,00| 309,00 348,00 51,00 55,00 83,00

3958945 /0 FT 12,490 3,02| 633,00| 322,00 362,00 51,00 55,00 84,00

Besichtigung und Masskontrolle wurden durchgeftrt: O.B.

Surface and dimensions controlled: C.K.

Der Werkstoff ist besténdig gegen interkristalline Korrosion geméss EN ISO 3651-2
The material is resistant to intergranular corrosloi test according to EN I1SO 3651-2
Spektroskopische Identitétsgrufung: 0.B.

Spectrometrical [dentity test: O.K.

Warmebehandlung: Glilhen bei 1050 - 1100 °C
Heat treatment:

Und Abschrecken mit Luft
cooling with alr,

Die Lieferung entspricht der Bestellung
The delivery’is in accordance with the order

Issued in agreement with TOV SUD Industrie Service GmbH (02/1983)

WERKSACHVERSTANDIGER
WORK INSPECTOR

Middelburg, 24 SEPTIEMBRE 2014

FDT0014




COLUMBUS
STAINLESS
(Pty) Ltd

Subsidiary of
ACERINOX, S.A.

SWB: +27 13 247 9111
FAX: 427 13 246 1681
http://www.columbus.co.za
PO BOX 133 MIDDELBURG

1050 MPUMALANGA
SOUTH AFRICA

NACH

ACCORDING TO EN 10204

Abnahmeprifzeugnis
INSPECTION CERTIFICATE

Prif « Nr.

73 2014 91106 10001 5

Inspection No.

Besteller- customer

Auftrags Nr

- Our order n®

Bestellung Nr - vour ordex ne

INOX STAL HANDELSSELKAB A/S FW 1012 IN14661-1
Priifgegenstand- arcicie Werkstoff Nr und Lieferzustand - waterial n° and condttion of pelivery
BLECH AUS BAND (SHEET) 1.4404/1.4401 2B

Werkstoff - Normbez Standard

- Grade of

Material

Werksbez - works crade

Erschmelzun%sart- Steelmaking Procesa
A=AOD Verfahren - aop rrocess

X2CRNIMO 17-12-2/X5CRNIMO 17-12-2 Acx - 240 A
Anforderungen - rechnical requirements Kennzeichnung - warking
Schmelzennummer - ve o con1
EN 10088-2 2005 COLD ROLLED COIL & SHEET/AD WO/TRB 100/AD-2000-MERKBLATT W2W10/DGRL 97/23/EC(PED)
Zeichen des Lieferwerks - Brand of the manufacturex Stempel des Sachverstandigen - napector's stamp // L"'l;
2 100,
Pos Nr. Stiickzahi Abmessung - Dimensions Schmelze Nr Probe Nr
Item N° Quantity mm Heat N° Test N°
7 15 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 C/F
8 15 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 C/F
9 15 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 C/F
10 12 3,000 x 1.250,00 x 2.500,00 395894 3958945 /0 C/F
Chemische Analyse - Chemical Composition (%)
Schmelze Nr
Heat N° C CR MN MO N NI P S Sl
Anforderungen 16,500 2,000 10,000
Requirements 0,030| 18,500 2,000 2,500 0,110 13,000 0,045 0,015 1,000
395894 0,025 16,600 1,280 2,020 0,050 10,000 0,025 0,002 0,430
Mechanische Eigenschaften - Mechanical Properties  Pr. Temp/T. Temp. 20° C
Probe Nr Prob.-Lage| Abmessungen | Rm, Rp0.2 |Rp1.0 |A50 A5 HRB
Test N° poo or esc | 90> PRODOSIADS Nimm2 | N/mm2 | N/mm2 | % %
Anforderungen Breite x Dicke | 530,00 240,00| 270,00
Requirements Width xnIrt%lckness 680,00 92,00
3958945 /0 CT 12,490 3,02| 630,00{ 309,00 348,00 51,00 55,00 83,00
3958945 /0 FT 12,490 3,02| 633,00f 322,00 362,00 51,00 55,00 84,00

Surface and dimensions controlled: O.K.

Spektroskopische ldentitétsgrufung: 0O.B.
Spectrometrical identlty test: O.K.
Warmebehandlung: Glihen bei 1050 - 110
Heat treatment:

Und Abschrecken mit Luft
cooling with alr,

Die Lieferung entspricht der Bestellung

0°C

The delivery’is in accordance with the order
Issued in agreement with TOV SUD Industrle Service GmbH (02/1983)

Besichtigung und Masskontrolle wurden durchgefirt: O.B.

Der Werkstoff ist besténdig gegen interkristalline Korrosion gemédss EN SO 3651-2
The material Is resistant to intergranular corrosion test according to EN ISO 3651-2

WERKSACHVERSTANDIGER
WORK INSPECTOR

Middelburg, 24 SEPTIEMBRE 2014

FDT0014




(A01) Salzgitter Mannesmann Stainless Tubes France SAS  SALZGITTER
(A05) B.P.10 - F 21501 Montbard Cedex - FRANCE ’?% . MANNESNMANRN
www.smst-tubes.com ; ETAINLESE TUBES
INSPECTION CERTIFICATE A bpmbor 91 ity Bateqitto Gegis
Abnahmepriifzeugnis
Certificat de Réception
(A02) EN 10204: 2004 TYPE 3.1

(A03) No. / Nr. / N 3-15-40390-rev.01

(A06) Purchaser / Besteller / Acheteur

kA07) Customer Order No / Kundehauféragsnr. /“N° Commande Client o

INOX STAL A/S IN17353-1
Boeletvej (A08) SMST-Tubes Order No / Auftragsnr. / N° Commande SMST
8680 RY 0000261706
:SMST-Item (A09) Part No/Teilenummer/ Part number
Danemark 10000261706-000003

(B01)(B02){(B04) Product Description / Produkt Beschreibung / Description du Produit

Seamless Stainless Steel Hot Finished Tubes Annealed Free From Scale Plain Ends Square Cut Deburred

Rohre warmgefertigt nahtlos rostfreier Stahl gegltht zunderfrei glatte Enden rechtwinklig gesagt entgratet

Tubes sans soudure Acier Inoxydable Fini & chaud Traité Exempt de calamine Extrémité lisse coupée d equerre

A312M CHEM MECH TEST ONLY 14 b;ASTM A 511M 15;CTS 96010 HB MC;EN 10088-1
2006;EN 10216-5 CHEM MECH TEST ONLY 12.2013 TC1;EN 10294-2 08.2012;EN
10297-2 2006;HYDRO 70 BARS GUARANTEE;NACE MR0103 2012;NACE MR0175/ISO
15156-3 2009

1.4301 VALIMA;1.4306 VALIMA;MT 304 VALIMA;MT 304L VALIMA;TP 304 VALIMA;TP
304L VALIMA

STD OD-0+2%_ID+0-2%_MIN 1MM

Specifications / Spezifikationen / Spécifications

Grade / Werkstoff / Nuance
Tolerances / Toleranzen / Tolérances

(B03) Supplementary Requirements / Zusatzanforderungen/ Exigences Supplémentaires
None / Keine / Aucune

(B06)(D01) Marking of the Product/ Kennzeichnung des Produkts / Marquage du Produit

$WO_NUMBER$ DMV-F - TP 304L/ TP 304 / MT 304L / MT 304 / 1.4306 / 1.4301 - VALIMA
- 160,00 X 90,00 - HEAT : $HEAT_NBRS - $INDIV_LENGTH_MM$ MM -
$QUAL_LOT_NBR$ - FRANCE -

Technical marking

Country of Origin of the tubes / Herstellungsland der Rohre / Pays d'origin des tubes France / Frankreich / France

Quantity / Menge / Quantité Dimensions / Abmessung / Dimensions

(BOT7) Quality Lot (B08) (B13) (B16) (B11)
Heat Qualititslos SMST-ltern Pieces Weight Length (B09) (B14) Ordered Length
Schmelze Lot Qualité Stlick Gewicht Lénge oD ID Auftragslénge
Coulée Piéces Poids Longueur Longueur commandée
min max
946.00 kg 8.430m 160.00mm  90.00 mm 3000 mm 6400 mm
547050 QL30088873 000003 2 : R A T R
2085.57 lbs 27.66 ft 6.299" 3.543" 9.84 ft 21.00 ft
Heat  QLotD FatherQL  pcs  Weightkg Lengthm . Father PHU PHU
547050 QL30088873 = QL30084030 2 946.00 kg 8.430m 30118140000 30125155000
Heat Analysis / Schmelzanalyse / Analyse de Coulée
Requestu C Si Mn P s Cr Ni N Co
Min 0.00 0.00 0.00 0.00 0.0150 18.0 10.0 0.00 . 0.00
Max 0.030 1.0 2.0 0.040 0.0300 19.0 10.5 0.10 99.00
(807) Heat Origin (C70)
Heat Ursprung der  Melting Process
Schmelze Erschmelzungsart % % % % % % % % %
Schmelze Oridi Procéde
Coulée rigine de la f rocede_;
7 Coulée d‘glaboratlon o 7 ) , '
547050 Germany EAF +VOD 0.015 0.42 1.42 0.029 0.024 18.56 10.18 0.071 0.11
Salzgitter Mannesmann Stainless Tubes France SAS 1S09001 - LRQA N° 926478 Pag. 1/4



(A01) Salzgitter Mannesmann Stainless Tubes France SAS
(A05) B.P.10 - F 21501 Montbard Cedex - FRANCE ﬁ% MNANNEZNANMN
www.smst-tubes.com BETAINLESS TUBES
INSPECTION CERTIFICATE A Hiombor o ha Batrgliier feos

Abnahmepriifzeugnis
Certificat de Réception

(A02) EN 10204: 2004 TYPE 3.1

SALZGITTER

(A03) No. / Nr. / N* 3-15-40390-rev.01

Prodct Analysis | Poduktanalyso | Analyss sur Produt

EN 10297-2 /| EN 10294-2 // EN 10216-5 // EN 10088-1 // ASTM A 511M // A312M CHEMISTRY MECH TEST

Request = C s Mo P s . c N N

Min 000 . 0.0 0.00 0.00 0.0150 18.0 9.9 0.00

Max 0.035 : 1.0 2.0 0.040  0.0300 19.2 10.65 0.11

Quality Lot (C00) . . . 0 , . .

Qualitatslos Sample % % % % % % % %
Lot Qualité e _ S o

QL30088873 30272707 0.015 0.41 1.41 0029  0.0263 185 . 10.18 0.07

30272708 0.021 0.42 1.40 0026 00248 185 10.15 0.07

Sampling done on tubes in manufacturing length / Beprobung erfolgte an Rohren in Herstelllinge / Echantillonage realisé par longueur de fabrication
Tensile Test at Room Temperature / Zugversuch bei Raumtemperatur / Essai de traction a température ambiante
EN 10002-1 // EN ISO 6892~1 // ASTM A 370

(C02) Direction : LONGITUDINAL

(€11)  (C11)  (C12)  (C13) (C13)

YS02% YS1% UTS.  EL EL
Rp 0,2% Rp 1% Rm 506’\m7 5,65VSo
Request Min 205 230 515 35 40
S SO
quatdios {0 wpa  wea  wea %
Lot Qualité ‘
QL30088873 30272708 276 323 - 597 49 49

Sampling done on tubes in manufacturing length / Beprobung erfolgte an Rohren in Herstelllange / Echantillonage realisé par longueur de fabrication
(C30) Hardness Test / Hartepriifung / Essai de dureté

NACE MR0103 // NACE MR0175/ISO 15156-3 // ASTM A 370

(C30) , (C30)
HB HRC
7 Request h 192.0 max - . ) “22..0 max .
Quality Lot Result
Quittsios {00 ggonis (G20 (©1)©@) @ e o
Lot Qualité P Resutat ™" A e g
QL30088873 30272708 134 136 135.0 <18 <18 <18.00

Sampling done on tubes in manufacturing length / Beprobung erfolgte an Rohren in Herstellldnge / Echantillonage realisé par longueur de fabrication

Intergranular Corrosion Test / Priifung der interkristallinen Korrosion / Essai de corrosion intergranulaire

EN[SO 3651-2 METHOD A// ASTM A 262 PRACTICE E

Salzgitter Mannesmann Stainless Tubes France SAS 1S09001 - LRQA N° 926478 Pag. 214



(A01) Salzgitter Mannesmann Stainless Tubes France SAS
(AO5) B.P.10 - F 21501 Montbard Cedex - FRANCE
www.smst-tubes.com

INSPECTION CERTIFICATE
Abnahmepriifzeugnis
Certificat de Réception

(A02) EN 10204: 2004 TYPE 3.1

SALZGITTER
MANNESMANN
STAINLESS TUBES

A warmbee 91 g Saizgilisr (ioug

(A03) No. / Nr. / N 3-15-40390-rev.01

EN ISO 3651-2 METHOD A// ASTM A262 PRACTICEE

Request Max ‘

‘ Unit
Quality Lot ‘ Result
Qualitatslos S(acrgol)e Ergebnis
Lot Qualité_ T p ) - Resultat
QL30088873 30272708 Satisfactory

Sampling done on tubes in manufacturing length / Beprobung erfolgte an Rohren in Herstellldnge / Echantillonage realisé par fongueur de fabrication

Salzgitter Mannesmann Stainless Tubes France SAS 1S09001 ~ LRQA N° 926478

Pag.
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(A01) Salzgitter Mannesmann Stainless Tubes France SAS
(A05) B.P.10 - F 21501 Montbard Cedex - FRANCE
www.smst-tubes.com ETAIMNLESS TUBES
INSPECTION CERTIFICATE 4 Bombes 54 154 Gaizatiise Groug

Abnahmepriifzeugnis
Certificat de Réception

(A02) EN 10204: 2004 TYPE 3.1

SALZGITTER
NIANNESEMARNN

(A03) No. / Nr. / N 3-15-40390-rev.01

Other Tésfs .and Declaration;I”Ahdére Pr>ij>fL>|.nvgévn uhd Pruffeststé'llAungé‘n‘q' /Autres :l‘é'stslet Dééléfafidhé

(Ddi)

(051)

(D52)

(201)

(202)

QL30088873

Heat Treatment/ Warmbehandlung / Traitement Thermique / Annealed : Température : 1040/1100 °C  1904/2012 °F Water
Quenching

Visual and dimensional inspection (VT) on 100% of tubes according to the order Satisfactory

Besichtigung und MaRkontrolle von 100% der Rohre geman Auftrag Bestanden
Examen visuel et dimensionel sur 100% des tubes selon la commande Satisfaisant
Antimixing Check (PMl) on 100% of tubes Satisfactory
Verwechselungspriifung an allen Rohren mittels Spektralpriifung von 100% der Rohre Bestanden
Contréle anti-mélange par PMI sur 100% des tubes Satisfaisant

Hydrostatic Test / Wasserinnendruckversuch / Essai Hydraulique : 7,00 Mpa / 5 sec EN 10216-5 : test garanti/guarantee
test/ prifung gewéhrleistet

The material is conforming to directive 2000/53/EC and 2011/65/EU
Das Material entspricht den Anforderungen der Richtlinien 2000/53/EC und 2011/65/EU
Le matériau est conforme aux directives 2000/53/EC et 2011/65/EU

No Weld Repair
Keine Reparaturschweissung
Aucune réparation par soudure

SMST declares that the product is in compliance with the order,
Die Erzeugnisse wurden bestellungsgeméaf gepriift und flr in Ordnung befunden
SMST atteste que les produits livrés sont conformes aux stipulations de la commande

Tubes are free from mercury contamination and from radioactiv contamination
Die Rohre sind frei von Quecksilberverunreinigungen und frei von radioaktiver Verunreinigung
Les tubes sont exempts de contamination par le mercure et de contamination radioactive

Confirmation with reference to Pressure Equipment Directive 97/23/EC:

The works operates a quality management system that has undergone a specific assessment for materials for pressure equipment and is
certified by a competent body (TUV-SUD-Cert.No: 05/2014/MAN)

Bestatigung in Bezug auf Druckgeréterichtlinie 97/23/EC:

Das Werk wendet ein Qualitdtsmanagementsystem an, das in Bezug auf Werkstoffe fir Druckgerate einer spezifischen Bewertung unterzogen
wurde und von einer zusténdigen Stelle (TUV-SUD-Cert.No: 05/2014/MAN) zertifiziert ist.

Confirmation concernant la Directive Equipements sous Pression 97/23/EC:

L'usine applique un systéme de management de la qualité qui a fait I'objet d'une évaluation spécifique pour les matériaux pour équipements
sous pression et qui est certifié par un organisme compétent (TUV-SUD-Cert.No: 05/2014/MAN)

Mill's Inspector Pommery Thierry (1U) Date of Edition 29/06/2015

Werkssachverstandiger Ausgabedatum
Le Controleur usine Date d'Edition

This certificate is issued by SALZGITTER MANNESMANN STAINLESS TUBES via a computerized system bearing a traceable unique number.
Itis valid without signature. An intermediary may only pass on the original certificate without any alterations. Providing a copy of the original is
only permitted subject to strict compliance with the prerequisites set out in § 6 of EN 10204:2004 i.e. traceability and availability of the original
upon request . Any modification or alteration of the certificate or any copies are strictly prohibited . Any contravention of this notice or § 6 of EN
10204:2004 is illegal and will be prosecuted. Any falsification of a certificate e.g. by introducing false or fraudulent data for the purpose of
promoting the sales of goods is a criminal offence under German law (and many other jurisdictions) punishable with fines and imprisonment. If an
authentification is needed, please contact dmv@smst-tubes.com.

Salzgitter Mannesmann Stainless Tubes France SAS 1SO9001 - LRQA N° 926478 Pag. 414



HELENS ROR A/S-DK

Date 17/03/2018

CERTIFICATE OF CONFORMITY
EN 10204730

LOT No. 573185 | Vigw cast Ko on the nexl pege

Diameter 30.000

Sieel Grade 1.4460

Delivered quantily 10253 ML

Cur order N° C21512008

Packing List BZ21603063

Your order N° 450150627086

Ref Nomen. douanes 72222

kness >= RA <= RZ «=

[9N]

20 02

Chrome hardness 800 3 1100 Hy
Corrosion test : 500 hours 1IS0O8227 AASS
Evaluation : 18010289 rating 10
Charpy test KOV mini 27 J by - 20°C
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TEST REPORT BL: 0057451 -7
RELEVE DE CONTROLE
WERKSZEUGN'S Date: 22/06/2016
Aperam Stainless Services & Solutions Luxembourg S.A. According to / Selon / Nachdem
: EN 10204
Avenue de IEurope Site du PED - BP 55
L-4801 RODANGE
Tel: +352 50 54 81 1
Fax: +352 50 54 81 64
Manufact. / Product. /Herstell. Item / Article / Produkt (EN 10058)
APERAM STAINLESS EUROPE 61001603
Supplier Lot/ Lot Fourn. / Band Nr FLAT BAR 4404 1D 10,0 X 100,0 X 6000,0
61512235
Heat N° / N° de coulée / Schmelz Nr Customer / Client / Kunde
615122 VALBRUNA NORDIC AB
Steel Designation / Désignation Acier / Stahlbezeichnung Order ! Commande / Order
EN 10028-7 WNR 1.4404/1.4401 605036398 - 07
EN 10088-2 WNR 1.4404/1.4401
ASTM A 240(M) TYPE 316L/316 Reference / Référence / Referenz
ASME SA 240 TYPE 316L/316 R32043
AD 2000 W2 -- AD 2000 W10 — PED 97/23/EC
Mill Certificate / N° de Certificats / Priifzeugnis Nr
16K0027329 16K0027329-CE
Chemical Analysis / Analyse Chimique / Chemische Zusammensetzung
Cc Si Mn Ni Cr Mo Ti N S P Cu Al
Eiﬁ:‘z':’f-’inee 0023 | 04 | 127 | 1002 | 17,04 | 202 0,04 | 0,003 | 0,029
Mechanical Properties / Propriétés Mécaniques / Mechanische Werte EN 10002-1
Yield strangth Tensile strength Elongallon after fracture (A)] Hardness
Limite D'élasticité Résistance & la traction Allengement aprés rupture Dureté
Dehngrenze MPA Zugfestigkeit MPA | Bruchdehnung % Haerte "
Rp0.2% Rp1% Rm AS 50 mm HRB pba
325 354 578 57 83,7 56
Material identification / Identification Matiére / Identifizierung Sachgebiet
Lot Nr Weight Lot Nr Weight Lat Nr Welgh! Lat Nr Weight
N° Lot Poids N* Lot Poids N Lat Poids N° Lat Poids
Los Nr Gewicht Los Nr Gewicht Los Nr Gewicht Los Nr Gewcht
Kg Kg Kg Kg
0948820 508
0948822 509
0948823 511
0948829 512
0948831 509
0948832 512
0948840 510
0948841 649
Number of lots / Nombre de lots / Bunde Anzahl : 8 The Inspector /
Le Responsable ”t‘\,ﬂ—?
Total weight / Poids Total / Gesamt Gewicht [Kg] : 4220 Der Werksachverstaendige p f ;
”///:-. A. Wiblet

Nordic AB Supplier Certificate -

119 055 000 832
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A4 MILL CERTIFICATE BS EN 10204/3.1 N-Nr-N 16K0027329-01 V01 A03
CERTIFICAT DE RECEPTION NF EN 10204/3.1
ABNAHMEPRUEFZEUGNIS DIN EN 10204/3.1
AQ2
i ) Certified acc.PED 97/23/EC Annex 1 § 4.3 by Certification Body 0036 of TUV SUD
Correspondentieadres: Industrie Service GmbH with cert.No.:314/2007/MUC.Renounced of counter signature
Aperam Genk agreed byTUV SUD (9/5/2007). Approved acc. AD 2000-Merkblatt WO/TRD 100 by
SW‘“"e"WUe’W@g 5, Poort Genk 7523 TUV SUD Industrie Service GmbH, Confirmation letter from TOVSUD Industrie Service
3600 Genk, Belgium GmbH of 07/05/2010 about the uniformity of coils ace.AD2000 W2 §4.1.1
Tel. +32 (0)89 30 21 11
A0 Tech Req :AD 2000 W2 -- AD 2000 W10 -- EN 13445-2 205
Manufacturer's works order number Surveyor's mark Purchaser and/or consignee Purchaser's order number
N° de la commande usine productrice Cachet de I'expert GNK Client et/ou destinataire N° de commande client
Werksauftragsnummer Stempel des Besteller und/oder Empfaenger Kundenbestellnummer
80320023/01-20699/596/01 Werkssachverstaendigen 604009548
A08 Z03| APERAM SS&S LUXEMBOURG A07
Product - Produit - Erzeugnis 15 AVENUE DE L'EUROPE Customer article number
COIL, HOT ROLLED, ANNEALED AND PICKLED, UNTRIMMED N.article client
COIL, LAMINE A CHAUD, RECUIT+DECAPE,BORDS NON REFENDUS 4801 RODANGE Artikelnummer des Kunden
COIL, WARMGEWALZT, GEGLUEHT UND GEBEIZT , UNBESAEUMT LUXEMBOURG ART015016
BO1 A% A9
Steel designation BO2 Finish Steelmaking process C70| product delivery condition
Désignation de l'acier Présentation | Mode d'élaboration de I'acier - Stahlherstellungverfahren Etat de livraison du produit - Lieferzustand
Stahlbezeichnung Ausfuchrung | Prod.proces: Electric arc furnace - VOD/AOD - Continuous casting
EN 10028-7-2008 | 4404 / | 4401 D Prog fabric.: Four a arc - VOD/AOD - Coulée continue Solution treated:
EN 10088-2-2014 | 4404 / 1 4401 1D Fertigungsablauf: Elektro-Ofen - VOD/AOD - Stranggussanlage Hypertrempe: 1050 °C
- S I+ hreckt:
ASTM A 210 2(7)15 TYPE316L/316 NO 1 Any suppl el = Boa | Loesungsgegl+abgeschreckt
g;“f:oiggz%&? :SAI(;P/EIJJZ;/ e NO1 Prescriptions supplémentaires - Zusitzliche Anforderungen Forced air-water/air forcé-eau
i 1D Geblaese Luft-Wasser Bo4 |
NACE MR 0175 /IS0 15156-1/1SO 15156-3 -- NACE MR 0103 // DIMENSION AND SHAPE TOLERANCES ACC TO EN ISO 9444-2 // FREE OFRADIOACTIVE CONTAMINATION
// CORROSION TEST: ASTM A262-E :OK
Z06
Identification of the product Bo7 Dimensions Number of pieces Bo8
[dentification du produit - [dentifizierung des Erzeugnisses Dimensions - Abmessungen Nb de piéces - Stueckzahl 1
MELTED IN BELGIUM, MADE IN BELGIUM E IToR: T
Thickness Width Length
Coil n. Heat n. Epaisseur - Staerke Largeur - Breite Longueur - Laenge Net weight B13
N.Bobine - Band Nr. * N.Coulée - Schmelz Nr 10.00 mm 1250.00 mm Poids net - netto Gewicht 23980 KG
61512235 615122
CHEMICAL ANALYSIS - ANALYSE CHIMIQUE - CHEMISCHE ZUSAMMENSETZUNG
C Si Mn Ni Cr Mo Ti N S P Co
Required -Exigé %mini 10.00 16.50 2.00
Anforderung, Y%maxi | 0.030 075 2.00 13.00 18.00 2.50 0.100 0.015 0.045
Cast Analysis | 0.023 040 1.27 10.02 17.04 2.02 0.040 0.003 0.029 0.241
Analyse coulee
Analyse Schinelze c71 C72 c73 C74 C75 C76 €77 C78 c79 C80 c81 C82 C83 C84 C85 C86
Positive material identification carried out : OK D52
Tests de vérification de la conformité de la nuance fournie : OK
Verwechslungpruefung wurde durchgefuehrt : OK
Co4 Co3
Location (1) MECHANICAL PROPERTIES - PROPRIETES MECANIQUES - MECHANISCHE WERTE EN [SO 6892-1 B/ A-SA 370 C20
Room temperature - Température ambiante - Raumtemperatur Test temperature (°C) : €03
Direction (2) Yield or proof strength Tensile Strength Elongation after fracturd Hardness | Yield or proof strength | Tensile str. | Elongation %}
Required Limite d'élasticité Résistance a la traction Allongement aprés rupt. | Dureté Limite d'élasticité Résist. MPal Allongement
E:i‘:);"e Dehngrenze MPa Zugfestigkeit MPa | Bruchdehnung % Haerte Dehngrenze MPa Zugfestigkeit | Bruchdehnun,
Anforderung Rp0.2% Rpl% Rm A5 50mm__| HRB Rp02% | Rpl% Rm AS
o 220 260 530 40 40
e 680 95
1 T Obtained 325 354 578 54 57 84
Obtenu
3 Ergebnisse 81
C11 C14 Cc12 C13 C15 C31 C16 c17 c18 c19
Impact strength test Corrosion test E0.2(T)/R(T)
Essai de résilience Test de corrosion %
Kerbschlagzachigkeitstest Korrosionstest
c40] o) Cca4 56
EN ISO 3651/2 - A:OK C50 C51 C52 C53 C54 C55 Co5
c42 D51 [ntemal cleanliness: A B: [ D C57
Location of the sample (1) The delivery is in accordance with the order Organisation inspection
Emplacement de l'échantilion La fourniture est conforme aux exigences de la commande Organisme et/ou service controle
Lage des Probenabschnittes Die lieferung entspricht den Bestellbedingungen 201 | Ueberwachungsabteilung A0S
;. Front - prué- Anfang Packing list '
- g T Avis dexpédition 2016038806-20699 Quality Department
yMiddler=Milieu= Mitte €01 | LieferscheinNumrmer A10
Direction of the test pieces (2) Marking, inspection and measurement : without objection 24/5/2016
Orientation des éprouvettes Contréle de marquage, d'aspect et de dimensions : satisfaisants
Probenrichtung Pruefung der Stempelung, des Oberflaechenaspekts und der The inspector
I Iranﬁve‘;?e -]Travers - Quer Abmessungen : ohne Beanstandung Le responsable D. Raemaekers
ongitudinal - Long - Laengs co2 D01 | Der Werkssachverstaendige 202

ZSQ701 - PS5



A4 MILL CERTIFICATE BS EN 10204/3.1 N-Nr-N 16K0027329-CE V01 A03
CERTIFICAT DE RECEPTION NF EN 10204/3.1
ABNAHMEPRUEFZEUGNIS DIN EN 10204/3.1
A02
) ) Factory Production Control certified by TUV SUD Industrie Service Gmbh
Correspondentieadres: with certificate ne 0036-CPD-43-201 [
Ap?ram Gg_nk In compliance with the Construction Product Directive nr 89/106/EEC
Swinnenwijerweg S, Poort Genk 7523
3600 Genk, Belgium
Tel. +32 (0)89 30 21 L1
A1 Z05
Manufacturer's works order number Surveyor's mark Purchaser and/or consignee Purchaser's order number
N° de la commande usine productrice Cachet de l'expert GNKI Client et/ou destinataire N° de commande client
Werksauftragsnummer Stempel des Besteller und/oder Empfaenger Kundenbestellnummer
80320023/01-20699/596/01 Werkssachverstaendigen 604009548
A08 Z03| APERAM SS&S LUXEMBOURG AO7
Product - Produit - Erzeugnis L5 AVENUE DE L'EUROPE Customer article number
COIL, HOT ROLLED, ANNEALED AND PICKLED, UNTRIMMED N article client
COIL, LAMINE A CHAUD, RECUIT+DECAPE,BORDS NON REFENDUS 4801 RODANGE Artikelnummer des Kunden
COIL, WARMGEWALZT, GEGLUEHT UND GEBEIZT , UNBESAEUMT LUXEMBOURG ARTO015016
BO1 A06 A09
Steel designation B2 Finish Steelmaking process C70{ product delivery condition
Désignation de l'acier Présentation | Mode d'élaboration de l'acier - Stahiherstellungverfahren Etat de livraison du produit - Lieferzustand
Stahlbezeichnung Ausfuehrung | Prod.proces: Electric arc furmace - VOD/AQD - Continuous casting
EN 10088-4-2009 | 440471 4401 5 Prog.fabn'c.: Four 4 arc - VOD/AOD - Coulée continue Solution treated:
Fertigungsablauf: Elektro-Ofen - VOD/AOD - Stranggussanlage Hypertrempe: 1050 °C
Any supplementary requirements ) TR
Prescriptions supplémentaires - Zusitzliche Anforderungen Forced air-water/air forcé-eau
Geblaese Luft-Wasser B04
206
Identification of the product 807 Dimensions Number of pieces 808
Identification du produit - [dentifizierung des Erzeugnisses Dimensions - Abmessungen Nb de piéces - Stueckzahl 1
MELTED IN BELGIUM, MADE IN BELGIUM BOS ! o YTF Pl 811
Thickness : Width ' Length
Coil n. Heat n. Epaisseur - Staerke _ Largeur - Breite Longueur - Laenge Net weight B13
N.Bobine - Band Nr. N.Coulée - Schmelz Nr. 10.00 mm 1250.00 mm Poids net - netto Gewicht 23980 KG
61512235 615122
CHEMICAL ANALYSIS - ANALYSE CHIMIQUE - CHEMISCHE ZUSAMMENSETZUNG
C Si Mn Ni Cr Mo Ti N s P Co
Required -Exigé %mini 10.00 16.50 2.00
Anforderung %maxi | 0.030 ]0.75 2.00 13.00 18.00 |2.50 0.100 0015 |0.045
Cast Analysis | 0.023 040 1.27 10,02 17.04 2,02 0.040 0.003 0.029 0.241
Analyse coulee
AnalyseSchmelze) 79| c7p|  c73]  cra]  crs| o] cmr|  crs|  cre]l  ceo] cet| ce2| cea] ces| ces| css
Positive material identification carried out : OK 052
Tests de vénfication de la conformité de la nuance fournie : OK
Verwechslungpruefung wurde durchgefuehrt : OK
Co4 Co3
Location (1) MECHANICAL PROPERTIES - PROPRIETES MECANIQUES - MECHANISCHE WERTE EN ISO 6892-1 B/ A-SA 370 C20
Room temperature - Température ambiante - Raumtemperatur . Test temperature (°C) : Co3
Direction (2) Yield or proof strength Tensile Strength Elongation after fracturd Hardness | Yield or proofstrength | Tensile str. | Elongation %
Required Limite d'¢lasticité Résistance a la traction Allongement aprés rupt. | Dureté Limite d'élasticité Résist. MPa| Atlongement
Exgg:" Dehngrenze MPa Zugfestigkeit MPa | Bruchdehnung % Haerte Dehngrenze MPa Zugfestigkeit | Bruchdehnung
Anforderung | Rp0.2% Rp1% Rm A5 50mm__| HRB Rp0.2% | Rpl% Rm A5
il 220 260 530 40 40
il 680 95
1 b i Obtained 325 354 578 54 57 84
Obtenu
2 Ergebnisse 81
c11 C14 c12 Cc13 C15 C31 Cc16 c17 Cc18 Cc19
Impact strength test Corrosion test E0.2(T)/R(T)
Essai de résilience Test de corrosion %
Kerbschlagzaehigkeitstest Korrosionstest
cao| o) Ca4 s6
EN ISO 3651/2 - A:OK C50 C51 C52 C53 C54 C55 Co5
c42 D51 ] Jnternal cleanliness A B C D: C57
Location of the sample (1) The delivery is in accordance with the order Organisation inspection
Emplacement de I'échantillon La fourniture est conforme aux exigences de la commande Organisme et/ou service contrdle
Lage des Probenabschnittes Die lieferung entspricht den BestelIbedingungen Z01 | Ueberwachungsabteilung A05
21‘ Front -'Eebut - Anfang Packing list .
3' Ba.Ck = Fin ilﬁnde ) Avis d'expédition 2016038806-20699 Quallty Department
Middlers Milicu: Milte €01 | LieferscheinNummer A10
Direction of the test pieces (2) Marking, inspection and measurement : without objection 24/5/2016
Orientation des éprouvettes Controle de marquage, d'aspect et de dimensions : satisfaisants
Probenrichtung Pruefung der S.tempelung, des Oberflaechenaspekts und der The inspector
T Tran;verse - Travers - Quer Abmessungen : ohne Beanstandung Le responsable D. Raemaekers
L. Longitudinal - Long - Laengs C02 D01 | Der Werkssachverstaendige z02
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Annex to certificate 16K0027329-01 V01 Certificate
m Annexe du CCPU CCPU - Zeugnis
Anlage Zum Zeugms
@ @ r@ g ¢ 16K0027329-CE V01
CEO02 CEO5
Certificate of Production Control Number
Numéro du certificat de contréle de la production
Zeugnisnummer von Produktionskontrolle
Correspondance address 0036-CPD-43-2011
Adresse de correspondance - Adresse fir briefwechsel CE03
Year 1l
Année
Swinnenwijerweg 5, Poort Genk 7523 Jahr 0036
3600 Genk, Belgium
g CEQ1 CE04 CE0G
Manufacturer's works order number Purchaser and/or consignee Purchaser's order number
N° de la commande usine productrice Client et/ou destinataire N° de commande client
Werksauftragsnummer Bestetler und/oder Empfaenger Kundenbestellnummer
604009548 CEO9
80320023/01-20699/596/01 APERAM SS&S LUXEMBOURG
15 AVENUE DE L'EUROPE Customer article number
N° d'article client
4801 RODANGE Arlikelnummer des Kundes
LUXEMBOURG
cE07 ceog | ARTOIS016 CE10
Identification of the product Dimensions
Identifictaion du produit - Identifizierung des Erzeugnisses Dimensions - Abmessungen
Coil n° Thickness Width Length
N° de bobine - Band Nr Epaisseur - Dicke Largeur - Breite Longueur - Laenge
61512235 10.00 mm 1250.00 mm
CE11 CE12 CE13 CE14
Stainless steel / Acier inoxydable / Rostfreier Stahl
CE15
EN10088-4
CE16
Intended uses : building constructions or civil engineering
Usages prévus : construction immobiliére ou génie civil
Vorgesehene Verwendungen : Hochbauten und Ingenieurbauwerke
CE17
Declaration of performance :
Déclaration des performances : DOP.Nr.GNK.08.01/GNK.10.01
Leistungserklarung :
DoP available on website Aperam : www.aperam.com/europe/news-publications/documentation/certifications/approvals
CE18
Steel
Acier 1.4404/1.4401
Werkstoff
CE19
Hot rolled
Laminées a chaud
Warmgewalzt
CE20
Coil / bobine / Band
CE21
Elongation / Allongement / Bruchdehnung
Tensile strength / Résistance a la traction / Zugfestigkeit
Yield strength / Limite d'élasticité / Dehngrenze
[mpact strength / Résistance au choc / Kerbschlagzihigkeit
Weldability / Aptitude au soudage / Schweisseignung
Durability / Durabilité / Dauerhaftigkeit
Characteristics expressed as indicated in the above mentioned DOP
Tolerances on dimension and shape / Tolérances sur les dimensions et sur forme / Grenzabmasse unf Formtoleranzen : EN [SO 9444-2
CE22

Regulated substance : no performance determined
Substance réglementée : aucune performance determinée
Regulierter Stoff: keine Leistuny festgestellt

CE23




Description of goods

IMpozasey, Caenaro 8 Pocenu / Made Jn Russia
(SAQTOPTEP) 3A0 "BMK "KpacHbiil OKRTHEDL " CEPTHOUKAT KAYECTBA 3.1
Seller (Exporter) ” - Ne QUALITY CERTIFICATE.! 8652-14
N JSC "VMKKOQ" No,
Wsrorosnress 400007 Poce oArorpa J cornacko EN10204:2005
Manbifactare Russia Volgograd, Lening ayenue, 110 according to EN10204:2005
‘ JSC "VMKKQ" =N 10026-2:2004
Lenin, Ay, 110, Volgograd, S35642 (1.0577)
400007, Russla Federation Dangerous substance:
13 No performance determined
0036 0036- CPR-M -60-2014
I'pysonomynarens, agpec, cTpaxa 3axas Ne Liled
Consignee, address, country Order No.
GERMANY. KowTpakT Ne CH 756-50508689/110-13
L No
Baron Ne A209CHI161/CA282761,
|_Freight car No.
Crannapt EN 10025, AD200C-W13, EN 10060
Standard
KonruecTo MecT: 4 Macca Herro, T (Mass net, t): 20,330
Number of packages: Magcea GpyTre, T (Mass gross, t): 20,398
HOT ROLLED ROUND BARS PEELED T-NORMALIZED
Hanmerosarne 10328 | Melting in elsctric arc furnace,Vacuum degassed,

\r { Pasmepsl (M)  / Dimentions {mm) [g ﬁ Macca wero (1) / Mass net (t)
‘ Home, Mepku 1 g ieces in bundies
E 5 :mang: Steeerade Mscmu' mnpx./mam. afytﬁma:m ks ; % : bundle
¥ Melt No. pec 123ckness, \idii, inned length g?g Koneoo | Beccnpagy | CUnCies
o 8 " ) g ;
& iameter S omuine 2 |Quantity !
‘ 2 4.970
{ 2 4.940
1 1467741 935642+ 121-109 270 | 5500-5700 4 2 3.220 20,330
| 2 5,200
Wroro:  Macca 6pyrro, T (Mass gross, t): 20,398 4 8 20.330J
Maccoseas nons anemenTos (%) (no kosuienol npobe)
(%) (according to ladle sample)
c I [si[ P [sTo[nNi[ce|[m N | H |G !
Lj 017] 123| 0.25] 0.011§0.027{ 0.08] 024! 0.18| 0.04C| 0.027{ 0,010 {},Ipps| 043 lr
Mexanuviecxne cooficrsa(ta ofpaiuax) 8 g ? .
Mechanical characteristicsfon samole) L TepmooBpadotia oGpa3ucs ﬁé" < |12z8el% 1824
E g 2 o Heattreatment of samples g 3 gRE Z|° g 24
[o g |opeMeanoe | noepen | crmoonr, lomoont. | ypapwas T paGora | 855 —E | @ £ 1g5gglc |5 g
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Ecological contol: mercury free, Goods are non-radloactive,

Mapkipos ka 11 Grey 355N,

Marking

pitMenalipe Crans /1€ ABJRETCH MAPTEHCHTHO CTapeioleit, Steel is not martensite killed

| Note
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N\ £ i J HUBEI XINYEGANG STEEL CO., LTD HUBEI
% T H\VN\ K ) AW U NO. 316 HUANGSHI AVENUE, HUANGSHI, HUBEI, CHINA PC:435000 ﬁém.wznm
QUALITY CERTIFICATE STEEL CO.,LTD.
ACC TO EN10204 3.1 eEmrowwtalﬂTngm

( fozovd T« Yp

DESGRIPTION, OF GOODS:PRIME NEW SEAMLESS STEEL TUBEO
$355I2H as per EN10210-1/E355 as per EN10297-1/ST52.0 as per DIN1629 in connection with AD2000W4, P355N as per EN 10216-3 in connection with PED97/23/EG

[ Batch No. | Grade | Heat No. [ Size(mm)  [Pieces [Bundles| Weight (MT) | Total Length () | Delivery Condition Manufacture Process |
| 1215022520 1 P355N/5355.12H/K355 /ST52. 0 | 50809950 | 193.7x40__| 5 | 3 | 5. 598 | 36.5 | norma) i zed EAF+LF+RH/VD+CC |
1. Chemical Composition: (X):
[ Element % C Si AMn P S Cr Ni Mo Cu Al v Nb Ti N CEV Cr+MotCu  V+Nb+Ti
Ladle | 0.16 0.4 .43 0.009 0.006 0.07 0.04 0.0l 0.05 0.02 0.06 0.00 0.0022 0.43 0.13 0. 0632
Product M 0 0t
11, Mechenical Properties Examination:
t. tensile test 2. impact tests:
temperature ('C) direction Rm (Mpa) Rp0. 2 (MPa) A (%) Z (%) temperature ('C) dimension (mm) Impact N-Votch Depthl direction absorbed encrgy Kv2(J])
RM temp Longitudinal 539 564 377 373 29.0 29.0 -40 10X 10X355 2mm Transverse 129 122 128
-20 10X 10X 355 2mm Transverse 140 136 139
=50 10X 10X 35 2mm Transverse 113 110 113
(3. ringlike tensile test :good
Y11, NDT:
t Ultrasonic Test Eddy Current Test
result: good result: good
standard: EN10246~7 standard: EN10246-1
test level: u2-c test level: 12. 5%S
direction: longitudinal direction: transverse+longitudinal
sampling locution: full length sumpling location: full length

IV. Heat Treatment:
1. normalizing temperature('C) :920-940

2, normalizing soaking time(min):98 3. normalizing couling method :air cooling

V. Dimensions, Appearance and Surface Quality:

1. dimensions, appearance and surface quality :good

(1) We hereby certify that the material herein described has been manufactured, sampled, tested and inspected in accordance with the requirements of specifications and
purchasc order, and meet the sequirements
(2) When there is any complaint, you are kindly requested to mark the Steel Grade, Heat No., Size, Delivery Date, Causes and reserve the material in the condition of

Note: Date:2015-04-10

Inspector: Wang Yuan

% ¢

deliverv e
(3) Our company's quality management system has been certified by TUV SUD for fulfilling all requirements of ISO9001:2008, ISO/TS 16949. Manager of Inspection: Liu Guanghui
#ByCE. AD2000W4, PED97/23 EG certification;Rust protection complies with the regulations of the EU and is not harmful to the environment and to health;The tubes are frec from any harmful radioactive contamination

Page 1 Of 1



HUBEI XINYEGANG STEEL CO..LTD. HUBEI
NO. 316 HUANGSH] AVENUE, HUANGSH]I, HUBEI, CHINA PC:435000 .Huz.ﬂmm>zﬁ ’
QUALITY CERTIFICATE STEEL CO.LTD.

DESCRIPTION OF GOODS:PRIME NEW SEAMLESS STEEL TUBE;)

S355J2H as per EN10210-1/E355 as per EN10297-1/ST52.0 as per DIN1629 in connection with AD2000W4,

ACC TOEN10204 3.1

N3~CPR-N-H14-1048

P355N as per EN 10216-3 in connection with PED97/23/EG

[ Batch No. 1§ Grade | Heat No. | Size (mm) |Picces Fc:n:uu_ Woight{¥T) | Total Length() | Delrvery Condivion : -- Munufuctore Process |
| T115009460 1 -P355K/5355 §2H/E355/5152. 0 | sowomsi0 | esxes | 2 | 2 ] 4.89 [ 1139 | nornalized BOK oL FoRHCC |
[ . Chemical ition: (%):
Element % C S An P S Cr L1} No Cu Al v Nb Tt N CEY Credo=tu  VeVheTy
lndle ) 0.17 0.32 1. 30 0 016 0. 007 6. 13 0.01 Q.01 0.04 0.027 0.06 0.003 0.0028 0.43 0. 18 0. 0658
i'roduct ] 9:10067
2
1I. Nechanical Properties Examinamtion:
L §
1. tensile test - 2. impact tests:
tvaperature (T) dircctivn R (Mpn) RpD. 2 (MPx) A(%) 7.(%) temperature (T} dimension () Ispact N-Yosch Beprd direction nbsorbed energy Kv2(J)
KM temp Longi tudinul 562 558 389 kYE 30.5 3.0 =40 10X 10X 55 2m Transverse 128 153 120
=20 10X 10X 55 2om Iransverse 137 168 140
=50 10X 10X 55 2mm Transversc 11 139 97
I1I. NDT:
Ultrasonic Test Eddy Currspt Test
resulr, good result: Roord 7
standird: EN10246~T standard: EN10246-1
test level: 2=t lest |evel: 12 5%
direction: longitudinal direction: transverse*longitudinal
saspling locaution: full length sempling location: full length
IV, Heat Trestment:

1. notmulizing temperature ('C):920-940 2. normalizing soaking time(min):56 3. nurmalizing cooling method :air cooling

‘{¥: Dimensioms; Appexrance and Surface Qualfty: T

I dimensions, appearance and surface quality :good

Noic:

(1) We bereby centify that the material herein described has been factured, sampled, tested and ingg d in d with the requirements of specifications and
purchase order, and meet the requirements

(2» When there is any complaint, you are kindly requested 1o mark the Steel Grade, Heat No,, Si
deliverv . -~

3) Our com 's quality management system has been cenified by TUV SUD for fulfilling all requirements of ISO$001:2008. ISO/TS 16949
#By CE. AD2000W4. PED97/23 EG centification;Rust protcst plies with the regulations of the EU

4

Date:2015-04-20

z¢. Delivery Date, Causes and reserve the matenal in the condition of Inspector: Ming Chao

T
anager of | ti fu Guanghui .

and is not hamuful to the environment and 1o bealth;The tubes are free from any harmful radioactive conamination
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Local control
9" HMI, joystick & F-stop ﬁ;o
Vertical exit £5° o 140 \
- 900 .
T — = : - Bolt on foundation
Q& \5 S fraction sheaves ¢ 1 pcs M24 bolt in each corner
TN A £ £~
\ o 7 \ o o e .
_ ﬁﬁ/ e Q.7 : q
oL s \ |
@) o % IC
=] g - 1
o —
oo | x<
= 2060
& Foundation inferface
Stationary Junction box
for Tether T
® B 8 L'
S5 | £ —i
e - ' Rotary Junction box o
1] = N |/ = for Tether =1l ]
1700 1490 _ 4 f— 7 S .
C-C Fork Liff pockefs L = Tether routing from =
slipring fo stationary JB =3
2382 2380 pring y D2 | ] i
F;{ . :
DETAIL C ‘ _ mily

Protective fiber gratfings on all accesible sides

IL0 152 Lifting frame
0 M With dedicated Lifting sling
hio

Electric motors for storage system
2.2kW 4-pole motor with fail safe electrical brakes
and forced cooling

Orum length

1336

Orum cooling —
7 Water spray jets evenly distrubuted

Electrical interface ———

Supply: 380V @ 50 Hz, 440V @ 60Hz
Power consumption: approx 7 kW

Orip fray ouflet 15" Female BSP

Electric motors for storage system
2.2kW 4-pole motor with fail safe electrical brakes
and forced cooling

Drum fitted with Lebus shells for @12mm Tether Orum cooling inferface

Sea water supply,
Main electrical cabinet connection 1" Hose fitting

Sheave material : PAG6
Traction sheaves fitted with rubber inserts in bottom grooves
for higher friction

Sheet 1 of 2: General Arrangement

winch - Specification Sheet 2 of 2: Lifting set

Customer Name/ Customer Drawing/ Class:

Design factor ( psi): 2

Design temperature : -20 to +45deg C Mat: - weight: 3051 kg Projection: | Approved [28-06-2016| PF
SWL : 2 kN 0-3 19-09-2016 | MKJ General Tolerances: % @ Checked [27-06-2016| CS
Line SI]EEEI : 0 - 90 m/min Revision |Change Date Name E:EIZQEE; :ES,\?ééG%lg;nOBF Date Name

Suitable for ®113mm & $12,0mm Tether Subject:

Spring suspended front sheave

0E-2000-A3-4-7-2-FS-NZ-003

+4562217810 10F2

- : SHG
Load cell for accurate regulation of the traction system Kuopi’:\:‘; gg MKG A2 06-06-2016
s H DK-5700 Svendborg Dfélvgérﬁi O 17 1 Sheet:
G I? 0 U p www.shgroup.dk Project ID: Production ID:

Unauthorized use of this drawing, which may not be copied, is subjected to prosecution according to the law of illoyal competition




Sling angle appr. 48° from horizontal

Nb. Masterlink not included in meassure Model shown with worst case COG
For optimum COG the levelwind is centered in the frame.

Sling leg length 1725mm

Symmetrical sling = equal length legs 1953 N 1933 Remove front sheave

and arm before Lifting

3548

~L0G

2280
i

2T green pin
schackle

79 B

2380 1700

Sling according fo ILO 152

SWL = 3400 kg |
Testload = 3400 kg X 125 = 4250k Sheet 201 2 Lt set

Customer Name/ Customer Drawing/ Class:

Mat: - weight: 3051 kg Projection: Approved |28-06-2016| PF
0-3 19-09-2016 | MKy |Ceneral Tolerances: Checked |27-06-2016| CS
— Tolerances: ISO 2768-1 m
Revision [Change Date Name | Tolerances: EN ISO 13920-BF Date Name
Subject:

0E-2000-A3-4-7-2-FS-NZ-003

Drawn by: Format: Date:

+4562 217810

SH Group as
=. Kuopiovej 20 MKG A 06-06-2016
DK-5700 Svendborg Drawing no: Sheet:

20F2
G I? 0 U p www.shgroup.dk Project ID: Production ID:

Unauthorized use of this drawing, which may not be copied, is subjected to prosecution according to the law of illoyal competition




Grease nipp[eﬂ\

A / 10020345
SECTION A-A
Use 3.53mm O-ring sealing
10020215
10020344
10020216
Object 1D ary Subject Mass | Raw material
10014426 6 | Bolt-M8-40-IS0 4762-None-A4-70- 0 kg 1
10020215 1| Sliding Bearing-140-160-50- 2 kg [10020103 Sliding Bearing-140-160-90--CuSn7ZnPb (JM1) 2
10020216 2 | Simmering-CBRFF 140X160X13-NBR-70 0 kg 3
10020344 1| Bearing House-Cap for Bearing housing 3kg 110010222 Plate-NV 036-25---31-Raw b
10020345 1 | Bearing House-For axle mount 160 9 kg |10013536 Plate-NV E36-60,0--3.1-Raw 5
10020513 1| Drum support rod 6 kg |10011597 Piston rod Bar-50-_-AISI 329-_-_- 6"
Customer Name/ Customer Drawing/ Class:
Mat: - weight: 20 kg Projection: Approved
General Tolerances: Checked
— Tolerances: 1SO 2768-1 m ‘a‘ ‘@’
Revision [Change Date Name | Tolerances: EN ISO 13920-BF Date Name
Subject:
Bearing House-With bronze bearing ®140
Drawn by: Format: Date:
SH Group as
I Kuopiove] 20 MK My 14-06-2016
DK-5700 Svendborg Drawing no: Sheet:
S H GROUP oo 10920346 101

www.shgroup.dk

Project ID:

Unauthorized use of this drawing, which may not be copied, is subjected to prosecution according to the law of illoyal competition

Prodoction ID:




M/—CWOO%M Bolt-M8-35-1S0 4762—N0ne—A4—70—)

10020382 Sprocket-Plate-Machined-10B1-56-25--Stainless STeeL10020382>

10010322 Simmering-CBRFF 180X200X13—NBR—7010010322)
10020282 Sliding Beuring—170—190—40—10020282)
10020383 Bearing Hub - Traction sheuve10020383}

60020378 Plafe for fraction sheave10020378

f 10020040 Simmering-CBRFF 170X200X12-NBR-7010020040 \
KNoTe. Insert circlip in counferpart before placing the seuling./

/10020386 Traction sheave for @12 Te’rher10020386\
\__ Note. Place ®4mm PUR seal in bottom groove ~/

C10009576 Washer-M8-1S0 7089-A4-10009576

C10018081 Bolt-M8-100-1S0 4014-_-A4-80-_10018081

Object ID ary Subject Mass | Raw material PQS
10009401 8 | Bolt-M8-35-IS0 4762-None-A4-70- 0 kg 1
10009576 8 | Washer-M8-IS0 7089-A4- 0 kg 2
10010322 1 | Simmering-CBRFF 180X200X13-NBR-70 0 kg 3
10018081 8 | Bolt-M8-100-IS0 4014-_-A4-80-_ 0 kg 4
10020040 1 | Simmering-CBRFF 170X200X12-NBR-70 0 kg 5
10020282 2 | Sliding Bearing-170-190-40- 4 kg 10020039 Sliding Bearing-170-190-100--CuSn7ZnPh UM1) | 6
10020378 1 | Plate for fraction sheave Tkg [100M414 Plate-AlSI 304-5,0-1250x2500-_-28 7
10020382 1 | Spracket-Plate-Machined-10B1-56-25--Stainless 2kg 10020379 Sprocket-Plate-10B1-56-25--Stainless steel 8
10020383 1 | Bearing Hub - Traction sheave 13 kg 10020384 Pipe-Seamless-267-_-50-NV 036-31-HOT 9
10020386 1 | Traction sheave for @12 tether 29 kg 10016869 PA6G - Black-_ 10

Customer Name/ Customer Drawing/ Class:

Mat: - weight: 71 kg Projection: Approved [28-06-2016( PF
0-1 Attributes updated 08-07-2016 |Mky |General Tolerances: Checked [27-06-2016| CS
— Tolerances: ISO 2768-1 m
Revision |Change Date Name | Tolerances: EN ISO 13920-BF Date Name

Subject:

Traction sheave ussemh[y

Drawn by: Format: Date:
SH Group as v

Kuopiovej 20 MKJ Al 15-06-2016

DK-5700 Svendborg Drawing no: Sheet:
+45622178 10 10020388 1 0F 1
S H G IQ D U p www.shgroup.dk Project ID: Prodoction ID:

Unauthorized use of this drawing, which may not be copied, is subjected to prosecution according to the law of illoyal competition




<10018904 Washer-M30-1S0 7089-A4-_
C10017557 Circlip-1400-30-Stainless steel

C10020444 Sheave-610-12-0,2-PA6G

10020418 Top shaft for front sheuve)

10020446 Front suspension spring uniD

C10016434 Bolt-M8-60-1S0 4762-None-A4-70-None

C10009576 Washer-M8-1S0 7089-A4-

60020445 Plafe for front sheave

OOOZOAAO Axle for front sheave

C10020450 Simmering-CBRFF 60X85X10-NBR-70

60007928 Roller Bearing-6010 O0-Steel

60020429 Front suspension frame

Ohject 1D | aTY Subject Mass |Raw material POS (10007959 Roller Bearing-6008 DO-See!

10006526 | 1 |Hydraulic Pipe clamp-COVER PLATE XOP 4 S STANLESS | 0 kg 1 (10020451 Circlip-1400-50-steel

10007928 | 1 |Roller Bearing-6010 DD-Steel 0 kg 2 60010311 Simmering-CBRFF 40X68X10-NBR-70

10007959 | 1 [Roller Bearing-6008 DD-Steel 0 kg 3 (110020163 Load cell-15kN

10009545 2 |Bolt-M10-30-1S0 4017-_-Ak-70-_ 0 kg b <10006526 Hydraulic Pipe clamp-COVER PLATE XOP 4 S STAINLESS

10009576 | 6 |Washer-M8-ISO 7089-Ak- 0 kg 5 (10009583 Washer-M10-150 7089-Ah—_

10009583 | 2 |Washer-M10-IS0 7089-Ak-_ 0 kg 6 (10009545 BoliM10-30-150 4017~ —Ab-T0—_

10010311 | 1 | Simmering-CBRFF 40X68X10-NBR-70 0 kg 7 (10018904 Washer-M30-150 70894

001643 | 6 |Bolt-MB-60-1S0 4762-None-A4-70-None 0 kg 8

10017557 | 2 |Circlip-1400-30-Stainless steel 0 kg 9 60017557 Lirclip-100-30-Staintess steel

10018904 | 2 | Washer-M30-1S0 7089-Ak-_ 0 kg 10 CUsomer Namel Cusiomer Drawing) Ciase.

10020%63 | 1 |Load cell-15kN 1kg 1

10020418 | 1 |Top shaft for front sheave kg | 10011596 Piston rod Bar-30-_-AISI 329-_——_ . Mat: - weight: 51 kg Projection: | Approved [28-06-2016| PF
10020429 | 1 |Front suspension frame Bk B 0-1 | Oblect 10020450 Updated |12:08-2016 |wky |O7% TO¥raees % @ Checked [20-06:2016| CS
10020440 | 1| Ade for front sheave 5 kg 1h R::Zf; SN [T Tolerances: EN 150 13620-67 e | T
10020444 [ 1 [Sheave-610-12-02-PA6G 15kg | 10016869 PAGG - Black-_ 15 Front sheave unit

10020445 | 1 [Plate for front sheave Tkg | 10011414 Plate-AIS| 304-50-1250x2500-_28 % P Drawn by: Format: [ Date:
10020446 1 | Front suspension spring unit 5 kg 17 =. giogi%’:jszo ib [TEVJvmg — b 16;82;2016
10020650 | 1 [Simmering-CBRFF 60X85X10-NBR-70 0 kg 18 S H +45 62 21\17?:10Olrg 10020443 10F 1
10020451 | 1 |Circlip-1400-50-steel 0kg 19 S———— mﬁ b“p?'ﬂﬂt WV:V:tsrfrlc’:pf?tl — Projeet: Prodecton




10017557 Circlip-1400-30-Stainless STeeD

10018904 Washer-M30-1S0 7089—A4—_)

10008038 Sliding Bearing—BO/AOXBO—SOXS)

10020421 Joint for front suspension)

10008038 Sliding Bearing—BOMOXBO—SOXSD

o
-~ \
(10018904 Washer-M30-150 7089A4>J ~
60020417 Compression spring-24680 \
60020420 Distance piece for springs ‘~
60020417 Compression spring-24680

<10020419 Shaft for front sheave

C10008038 Sliding Bearing—BO/AOXBO—SOXS}—@

60020421 Joint for front suspension

<10008038 Sliding Bearing-30/40X30-50X5

Object ID ary Subject Mass | Raw material POS
10008038 4 [Sliding Bearing-30/40X30-50X5 1kg 1
10017557 1 | Circlip-1400-30-Stainless steel 0 kg 2
10018904 2 [ Washer-M30-1S0 7089-A4-_ 0 kg 3
10020417 2 | Compression spring-24680 1kag b
10020419 1 | Shaft for front sheave 1kg [10011596 Piston rod Bar-30-_-AISI 329-_---_ 5
10020420 1 | Distance piece for springs 0 kg 110015038 Round Bar-60-_-AISI 316-_---Raw 6
10020421 2 [ Joint for front suspension 2kg 110014093 Plate-NV 036-50-_-3.1-Raw 7
Next: A
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Subject:

Front suspension spring unif
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60020546 Arm for roller part 1-

10020579 Axle for sheave roller 2—)

Press fit

Press fif

10020576 Axle for sheave roller- )

10020581 sheave roller )

@Qooomse Roller Bearing-6005 DD-SS )

C10007956 Roller Bearing-6005 DO-SS

,

60011732 Circlip-1400-25-Stainless steel

>

Object ID ary Subject Mass | Raw material POS
10007956 2 | Roller Bearing-6005 DO0-SS 0 kg 1
10011732 1 | Circlip-1400-25-Stainless steel 0 kg 2
10020546 1 | Arm for roller part 1- 3kg | 10011422 Flat Bar-40-20-AISI 304--- 3
10020576 1 | Axle for sheave roller- 1kg 110011527 Round Bar-30-_-AISI 316-_---Raw b
10020579 1 | Axle for sheave roller 2- 1kg 110013511 Round Bar-40-_-AISI 304-_-_-Raw 5
10020581 1 | sheave roller- Tkg |10018384 Pipe-Hollow bar-®063-@040-_-AlSI 316-_-_—-| 6
Next: A
Customer Name/ Customer Drawing/ Class:
Mat: - weight: 6 K@ Projection: Approved [28-06-2016( PF
0-0 23-06-2016 |MKJ |Ceneral Tolerances: g @ Checked [23-06-2016| CT
— Tolerances: ISO 2768-1 m
Revision |Change Date Name | Tolerances: EN ISO 13920-BF Date Name
Subject:
Sheave roller ussembty—
Drawn by: Format: Date:
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TIG

<10008037 Sliding Beuring—20/26X15—32X3>%
\\

(10020599 Bushing 2

Press fit and secure with weld as shown

10020599 Bushing 2 )

60020546 Arm for roller part 1-

10008037 Sliding Beuring—20/26X15—32X3)

10020576 Axle for sheave rolter—)

10007952 Roller Bearing-6205 DO-SS-Stainless sTeeD

10020581 sheave roller- )

60007952 Roller Bearing-6205 DD-SS-Stainless steel
60011732 Circlip-1400-25-Stainless steel

Object ID ary Subject Mass | Raw material POS
10007952 2 | Roller Bearing-6205 DD-SS-Stainless steel 0 kg 1
10008037 2 | Sliding Bearing-20/26X15-32X3 0 kg 2
10011732 1 | Circlip-1400-25-Stainless steel 0 kg 3
10020546 1 [Arm for roller part 1- 3kg [10011422 Flat Bar-40-20-AISI 304--- 4
10020576 1 | Axle for sheave roller- 1kg 110020654 Round Bar-30-_-AISI 304-_---_ 5
10020581 1 | sheave roller- Tkg 10020655 Pipe-Hollow bar-®063-@040-_-AlS| 6
10020599 2 | Bushing 2 0 kg |10013511 Round Bar-40-_-AISI 304-_-_-Raw 7
Next: A

Customer Name/ Customer Drawing/ Class:

Mat: - weight: 6 K@ Projection: Approved [28-06-2016( PF
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Subject:

Sheave roller ussembty—
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SHG-000923 MODUS CERTIFICATE LIST SHG=“DUP
FOR NOT WELDED PARTS

Drawing No.:

10020346 10020345 Heat 235940 PI. 60 S355J2+N (impact -40gr)
10020346 10020344 Heat 47723C4 P|.25 NVD36 cert.3.2 DNV
10020388 10020383 Heat 1467741 @270 S355J2+N

10020443 10020445 Heat 235940 PI. 60 S355J2+N (impact -40gr)
10020446 10020421 Heat 235940 PI. 60 S355J2+N (impact -40gr)
10020595 10020581 Heat 265342 (370 AISI304L

10020598 10020581 Heat 265342 (70 AISI304L




10020241 Square plate 150x150x20)

a6 \
60020193 Pad eye insert for small frame 220

10019822 b1

Check for lamination before weld

10019821
(ootsg21)

10020273

|

OETAIL B —

(110020240 Knee Square 220x140x15 )

N\ L

P5

N

| (10020239 Flat plate 20010020 )

10020166

A

>

AP
N
%

RS
AP

——( 10020238 Bend plate for traction mount )

——( 10020237 Folded Drum gable )

10019876

{ 10019876 )
{ 10020083 )

. = A ™Y [ [ el A N ST £ ) 4 | %
o L J - B o
i ) 0z "\ é

— >0 Object 1D ary Subject Mass | Raw material P0S
|f 10010204 Marking-Serial no L]L[JTE) 10000011 8 | Bracket incl charge no. 481039 2 kg 1
— 10000059 2 | Grounding screw Dia. 25 - M12 0 kg 110000289 Round Bar-25--AlISI 316-3.1-- 2
10010204 1 [Marking-Serial no. plate 0 kg [10000178 Plate-AlSI 316-3,0-1250x2500-3.1-2B 3

——— ——— 10019821 2 | Profile 1 67 kg 110000122 Profile by DIM-RHS-100-100-8-_-NV b

7 w m N 10019822 L | Profile 2 25 kg [10000122 Profile by DIM-RHS-100-100-8-_-NV 5

DETAIL A . | g 10019823 4 | Profile 3 194 kg 110000122 Profile by DIM-RHS-100-100-8-_-NV 6
i W\\ (o=——==—=P1 10019875 2 |Profile & 105 kg 110000122 Profile by DIM-RHS-100-100-8-_-NV 7

=) \E C'|OOOOO1'| Bracket incl charge no. 481039 10019876 2 | Profile 5 164 kg 110020236 Profile by DIM-RHS-250-150-8-_-NV 8

*60000059 Grounding screw Dia. 25 - M12) 10019877 1 |Profile 6 28 kg | 10020083 Profile-Profile 9

C10020239 Flat plate 200x100x20 10020065 16 | Knee Triangle 160x160x10mm 18 kg 110010223 Plate-NV D36-10-_-3.1-Raw 10°

oL (P 10020083 1 | Profile 7 29 kg |10000122 Profile by DIM-RHS-100-100-8-_-NV "

- 10020104 1 |Profile 8 10 kg | 10000204 Profile by DIM-L-60-60-6-_-NV 036-31-_-_ 12

? T 10020105 1 |Profile 9 1kg ]10000204 Profile by DIM-L-60-60-6-_-NV 036-31-_-_ 13

: : ~ i 10020106 1| Profile 10 0 kg ]10000204 Profile by DIM-L-60-60-6-_-NV 036-31-_-_ 14

P1>—L@\ 0 10020166 | 1 |Profile 1 8kg [10000204 Profile by DIM-L-60-60-6-_-NV D36-31——_ | 15

™ 10020193 4 | Pad eye insert for small frame 16 kg 110010221 Plate-NV 036-20---3.1-Raw 16

/@ﬁL<P'B 10020237 7 | Folded Drum gable 58 kg [10010217 Plate-NV 036-15-_-31-Raw 17

/ 10020238 7 | Bend plate for traction mount 169 kg 110010217 Plate-NV 036-15-_-3.1-Raw 18

10020239 4 | Flat plate 200x100x20 13kg (10010221 Plate-NV 036-20---3.1-Raw 19

10020240 2 | Knee Square 220x140x15 7kg 110010217 Plate-NV 036-15-_-3.1-Raw 20

15 SR — 10020241 4| Square plate 150x150x20 14 kg [10010221 Plate-NV D36-20---3.1-Raw 21

\ < 10020246 2 | Plate for compression loadcell 3kg 110010221 Plate-NV 036-20---3.1-Raw 22

Q 10020249 1 | Pipe 825 x & L=120 1kg ]10020248 Pipe-Seamless-82.5-745-4-NV 036-3,1-HOT 23

/ 10020273 2 | Profile 1 67 kg | 10000122 Profile by DIM-RHS-100-100-8-_-NV 24

W? ] / Sheet 1 of 3: Welded
@ e y § Sheet 2 of 3 Machined
// & —P20 Sheet 3 of 3: Weld Log Next: M
Customer Name/ Customer Drawing/ Class:

) 4 \
. P20>—Z§L/(
Cover machined surface

Mat: - weight: 996 K@ Projection: Approved
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Subject:

Wwinch frame-0W-3000-IL0 152

| - (10019876 )
u \ 0 | DETAIL D
N I
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SECTION C-C




i A
Weld no. Object ID. Charge no. Dim. WPS no. Welders id. Filler mat. batch no. V\;?i?tgirsgd MT uT VT arr(lw_?)tmn
10019875 Al el Bl 100x100x8 (f),{é 'IB (,' :7_’74 / Z / / ( ﬁ\cian} @
1 10019821 2T 23T ) 100008 | (oo o | ND &1 2] ’} @ wpT B ;\NW’F i\
10019823 | AT 2/ QL1 100x100x8 oS OG # K
100x100x8 : O i)
10019877 3-;’ Zi%7 ] 100x100x8 61’9- N ‘é L42) |
10020083 2] 82 100x100x8 . LG
2 10019876 F; 22 2l Tsocsox | 20702 eCHe
10019822 FT2i821 100x1008 .
ooz |25 ¢5 20 Z Prs Py NBEY2T |12 /01t
3 10019823 Fraigei 100x100x8 | 1602 |GOHE '
10020065 2599 - 2 PI 10 L0 8 NREY2( .
" 10019875 el 100x100x8 6 23 0% 9
10019822 "FT 2182 ) '100x100x8 NDT 3
10019823/ 10019821 ATz 87) —~ T (%2l 100x100x8 _ 1%
[ 10020240 25 ys 20 Z PI 15 4:05— VARG G 2] \*fcjes5 7
5 10019876 P 224/ 1502508 | oo o e
10020273 T 2182) 100x100x8 o ceo
/ T NDT ©
[ 10020237 25 Y9e - 2 Pl 15 RS NE6Y2/ N
6 10019876 27 22 A 1502508 | Lo oo (2
2 NDT %
" 10020237 25 4Vie - & PI15 (oS N6l 22 T
s 2 , WYt D\ =
7 10019876 ¥ rz2 2L E 1502508 | a0 g NDCH T ) £ npT B! i N
10020240 2854y S 20 = 2 Pl 15 (O o 2 NDT B
¥ 10020249 o JE $82,5x4 b 06— NEEYL)]
3 10019875 AT T) ¥T 100x100x8 —
10020246 /5850 Pl 2 PI 20 "5 136452 ]
9 10019876 AT 22 2/ 15025068 | oo o b N )
[ 10020240 L5 2 e 2 PI 15 P
[ 10010204 37589 PI2 it T | )9_5/&
7 02 OO - '
10 10020083 AT2IN2 L 100x100x8 T (/ )
10020239 /58096 -2 P20 L()/ Nb(,/ T
r < p > & .
11 CETEES Lialt i e sn3g-o1 | ECYE iz 64 D)
10020239 /5 fo 9¢ 2 PI 20 T & LY 2] i
12 10020238 25 ¥R2e0 - 2 PI15 ap1 Tt bLUE
o B T w? 7/ (?2 60x60x6 G *@—(/2—“ - e [{/“@‘2(}2 =
13 10020238 254320 2 Pl 15 ST 2 )
D
10019875 Tzl F 100x100x8 LS N3 21
14 10019821 AW AEEA 100x100x8 —_—
10000011 85 8§72 Y05/ PI 8 2
10020106 YL EL 60x60x6 &Y W] |\ T1/1-Te
15 w0105 |97/ 8 2 60X60x6 _— 1
10019876 77 22 A/ 150x250x8
10020106 L7/ EL. 60x60x6 0 ( WRE2T |17/ (g
16 10020105 ?27/92 60X60X6 SH39-01 NRLY 2/ /g 45
10020104 vy Ly 60x60x6 SH 23 e
10000059 GNP ~PRE 27 /2 920 il UIRRL (2/5-/¢
O 2 /e ¢
17 10020104 VL LEL 60x60x6 S < .
% o
10020193 /550G - 2 Pl 20 7z, M2 4l 2, /7 7‘::‘!!’
18 10019821 T8I 100x100x8 |  SH 16-02 /,7,“’7 2 ‘ ¢ é/ /;j& /
10019875 Trzi gl 100x100x8 | SH39-01 VR LYy 2! =
10020241 78 83 2 10020241 = L2 'z
19 10019821 TR 10061008 | (0o oo (r;C‘JCJ Geevz / 2 o/ 2
10019822 FTUR 2 100x100x8 Y=
(']
10019821 Feige) 100x100x8 ¢ N3 ClTLT a0
20 10019823 Eizrge 1000100x8 | o0 o Eo {é V3t 2 / /;7 /¢
10019822 Hizi&y 100x100x8 3 4 /5ae

Sheet 1 of 3: Welded
Sheet 2 of 3: Machined
Sheet 3 of 3: Weld Log
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Nofe:

ALl corners R0,4-R0,8 - All edges 0-0,2 - No Burrs.
Surface Roughness 6,3 unless otherwise specified.
Shown Chamfer 1x45 deg. unless otherwise specified.

P1

10019833 Drum pipe )

Sheet 1 of 4 Machining
Sheet 2 of 4: Cutting
Sheet 3 of 4 Weld Log

Unauthorized use of this drawing, which may not be copied, is subjected to prosecution according to the law of illoyal competition

Sheet & of 4: Cutting 11 Clean Next: W
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Weld no. Object ID. Charge no. Dim. WPS no. Welders id. Filler mat. batch no. V\ﬁ::;tgirsgd MT vT Larrzil;?)tion
<77 .
10019833 // /390 Pl 10 - H o - 7 @ N
1 v |23 (e, | (et g
%‘t ‘MA \9@6; 7
2
3
4
5
6
7
Shee'r 1 Of ZH Mﬂ[hining Customer Name/ Customer Drawing/ Class: /
Sheet 2 of & Cutting :
Modus - Drum-OW-2000 ty:_/
Sheet 3 of 4 Weld Log Qty: 1
Mat: Plate-AISI 304-10-1250x2500-3.1-28 - 10011001 weight: 2338 kg Projection: Approved [28-06-2016 PF

Sheet 4 of 4 Cutting 11 Clean

NDT to be performed according to:
DNV STANDARD FOR CERTIFICATION No. 222
LIFTING APPLIANCE JUNE 2013

Comments:

NDT performed by:

0-0 17-05-2016 | MKJ General Tolerances: % @ Checked |27-06-2016| CS
p Tolerances: 1SO 2768-1 m
Revision |Change Date Name | Tolerances: EN ISO 13920-BF Date Name
Subject:
: Y 1 1IN 904
Orum pipe 30 JUNI 2016
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Note:

All corners R0,4-R0,8 - All edges 0-0,2 - No Burrs.
Surface Roughness 6,3 unless otherwise specified.
Shown Chamfer 1x45 deg. unless otherwise specified.

- a3\ 13030 /30

03 130x30/ 30

10019838

()

P1

Remark!li

a5
a3

SECTION A-A

It is very important that the main shaft
s 10096 perpendicular on the wall,
If not it has fo be straigthen up.

Object 10 [QTY Subject Mass |Raw material POS
10019838 | 1 |End plate -2, Orum 28 kg {10011001 Plate-AISI 304-10-1250x2500-3.1-28 1
10020046 | 1 [Main Shaft f. Drum 6 kg 110013515 Round Bar-70--AISI 316-3.1-- 2
10020499 | 4 |[Knee 10 kg 10000489 Flat Bar-100-10-AISI 316-3.1---_ 3

Next: W
Customer Name/ Customer Drawing/ Class:
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Weld no. Object ID. Charge no. Dim. WPS no. Welders id. Filler mat. batch no. \A(/;Ii;tgin:d /?7 uT VT Lan'(ltx_la_)tion
10020499 @70 cl ician
1 10019838 /1590 P10 SH 26 3 Yigle ? Weo /¢ qi’%i? D o m)
10020046 Y2904 F Pl 10 SH 24 S( € Powa MIA i @ D/f ¢ [RN¥T B
sctarn l/ \%ln. <5 \9'71- &@1
10020499 Bl S/ LG @70 e oan
10019838 75965~ Pl 10 . ¢ _ goan g ) S ‘gc)
2 10020046 339 /6% PI 10 sH24 _>/g \_///,_,_/ %, g_{ & BT R) f—;N“E%"r Ky
/ \ m_a_.c'r \’E—n-n‘a}o)
Bl =~
3
4
5
6
7
ShEET '] Of 2 We[ded Customer Name/ Customer Drawing/ Class: /n
Sheet 2 of 2 Weld Log Modus - Drum-OW-2000  Qty:_
Mat: - Weight: 45 kg Projection: Approved [28-06-2016| PF
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DNV STANDARD FOR CERTIFICATION No. 222 S — Dinie — Tolerances: 1SO 2768-1 m ~ra :
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30 JUNI 2018
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0N py

SECTION A-A

Sheet 1 of 2: Welded

Sheet 2 of 2 Weld Log Next: W
Object 1D [QTY Subject Mass [Raw material PGS
10019836 | 1 |End plate -1, Orum 26,8 kg 110011001 Plate-AISI 304-10-1250x2500-3.1-2B 1
10019837 | & |Knee 31kg [10000486 Flat Bar-60-6-AISI 304-31---_ 2
10020029 | 1 |Inner Bearing housing 20,5 kg 110020337 Pipe-Hollow bar-®150-@106-_-AISI 3
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Weld no. Object ID. Charge no. Dim. WPS no. Welders id. Filler mat. batch no. Vti?:j;;tgir::d P 7 ut VT Lar?il;]_?;ion
10020029 2 T ) ) @150 x 22 e )
i 10019836 /77 3G 0 PI 10 o 5 /3 ylelgy /79 A
el C oS und Y
L&A
10019837 2Ho4) L PI 10 /.
10019839 & LILEP)O PI 10 _{&
2 10020029 SYF0 Q0 P150x 12 HE 3 l K —— <
‘v
3
4
5
6
7

Sheet 1 of 2: Welded
Sheet 2 of 2. Weld Log

Customer Name/ Customer Drawing/ Class:

Modus - Drum-OW-2000

Qty: /(

NDT to be performed according fo:
ONV STANDART FOR CERTIFICATION No. 2.22
LIFTING APPLIANCE JUNE 2013

Comments:

NDT performed by:

Mat: - Weight: 503 kg Projection: Approved [28-06-2016| PF
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06/

(110020350 )

i Test the surface for 4 ‘ h
lamination before welding
- /
Object 1D ary Subject Mass | Raw material PQS
10020350 1 | Bush for axle 1kg ]10013952 Round Bar-70--NV 036-3.1---Raw 1
10020351 1| Mount plate for gear 9kg 110010221 Plate-NV 036-20---31-Raw 2
Sheet 1 of 3: Welded
Sheet 2 of 3: Machined
Sheet 3 of 3: Weld Log Next: A
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Mat: - weight: 10 kg Projection: Approved
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Weld no. Object ID. Charge no. Dim. WPS no. Welders id. Filler mat. batch no. \A:ESei?tginizd MT uT VT LarrziS_?)tion
10020350 d W4 $70x 13 e NS/ D 104 ' |i /hmc
10020351 /5SSO P - 28 = 1 Pl 20 SH39-01 oS NDObl 22 Q o 6 2 “
1 a SH39-02 NRLU 2] /L/"“(' ENDO%U
. D e \\prydff
2 {
4
3
4
5
6
7
Sheet 1 of 3: Welded Customer Name/ Customer Drawing/ Class:
Sheet 2 of 3: Machined Bracket for Gear motor Qty 1
Sheet 3 of 3: Weld Log Mgt - weight: 7 kg Projection: Approved [09-08-2016|  kvj
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Object 10 ary Subject Mass | Raw material P0S
10020358 1 | Base plate for LW console 23 kg (10010221 Plate-NV 036-20---3.1-Raw 1
10020359 1 | Bottom plate for LW console 20 kg 110010217 Plate-NV D36-15-_-31-Raw 2
10020360 2 | Side plafe for LW console 6 kg [10010217 Plate-NV D36-15-_-31-Raw 3
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Sheet 1 of 3: Welded
Sheet 2 of 3: Machined
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Object 1D ary Subject Mass | Raw material PQS

10020365 1| Guidance tube $120 L1900 55 kg [10020369 Pipe-Seamless-127-_-14-NV 036-3,1-HOT 1

10020370 2 | Cap for guidance axle 2 kg 110010221 Plate-NV 036-20---31-Raw 2
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60020281 Stiffener for console10020281

C10020274 Sheave axle10020274

60020399 Knee for sheave support10020399

OOOZOAOO Pipe for front sheave support10020400

1002059 Bushing )

@ @ . i\ " 60020266 Baseplate for Tensioner LW10020266
06,

60010204 Marking-Serial no. plate10010204

Object 1D ary Subject Mass | Raw matferial POS
10010204 1 [Marking-Serial no. plafe 0 kg ]10000178 Plate-AlSI 316-3,0-1250x2500-3.1-28 1
10020266 1 | Baseplate for Tensioner LW 71kg 110010221 Plate-NV D36-20---3.1-Raw 2
10020274 2 | Sheave axle 46 kg 110020280 Pipe-Seamless-$191-_-30-NV D36-3.1-_-Raw 3
32 P3 ‘ % 10020281 1 | Stiffener for console 7kg 110010217 Plate-NV 036-15-_-3.1-Raw b
a6 P1 10020399 1| Knee for sheave support 1kg [10010223 Plate-NV 036-10-_-3.1-Raw 5
10020400 1 | Pipe for front sheave support 1kg [10014089 Round Bar-65-_-NV 036-3.1---Raw 6
10020596 2 | Bushing 0 kg ]10000660 Pipe-Hollow bar-60-28-16-NV D36-31-_-Raw | 7
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Sheet 3 of 3 Weld Log Next: M
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C10020424 Plate 1 for front suspension10020424

C10020426 Pipe 1 for front suspension10020426

l
- b Do P1

C10020428 Pipe 2 for front suspension10020428

C10020425 Plate 2 for front suspension10020425

Object 1D ary Subject Mass | Raw material POS
10020424 2 | Plate 1 for front suspension 15kg 10010217 Plate-NV D36-15-_-31-Raw 1
10020425 1 | Plate 2 for front suspension 4 kg 110010217 Plate-NV D36-15-_-3.1-Raw 2
10020426 1 [ Pipe 1 for front suspension 4 kg 10000579 Round Bar-90-_-NV E36-31---Raw 3
10020428 1 [Pipe 2 for front suspension 0kg | 10000545 Round Bar-60-_-NV E36-31---_ 4
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10020437 Shaft for front sheuve)
10020439 Plate for front sheuve)
Object 1D ary Subject Mass | Raw material POS
10020437 1| Shaft for front sheave 3kg [10014089 Round Bar-65-_-NV 036-3.1---Raw 1
10020439 1 | Plate for front sheave 2 kg 110010217 Plate-NV 036-15-_-3.1-Raw 2
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Revision nr.: 0
Redigeret af: LER
Godkendt af: UN

Godkendelsesdato: 01-10-2014

MONTAGE LOG - WINCH

Formular nr.: p3.3 -f6

S H GROUP

H-no.: V- no.: Date:

Drawing of drive end (see next page)
Drive: | Motor serial number: Gear serial number: Tandhjul heat number:
1 OYo S d
1.1 OY o6l 2
2 O/ ( 24766 360 |
2.1
3 /I RIS oo W bos 2
3.1

Levelwind

Motor serial number:

Gear serial number:

HPU Motor

Motor serial number:

Diverse components

Components:

Heat / serie no.:

Toothed rim

Smooth shaft - upper

Smooth shaft - lower

Trapeze spindle

Load Pin

V87559

Wire Sling

Wire Sling

Break cylinder

H no.:

V no.:

Slip ring

Kontrolleret af:

Kvalitetsstyringssystem i henhold til 1ISO 9001

Side 1 af 2
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SH GROUP AS

Hydraulic - Steel - Engineering

SVEJSEPROCEDURE-SPECIFIKATION WPS Neo. SH 1602
WELDING PROCEDURE SPECIFICATION
Soroversceortng o DS/EN ISO 15614-1 ROLMS 5 | g 171
DS/EN ISO 15609-1 ED):Z’ 30.04.2013
g;:;i":p:g;g;f"": DNV Rules for certification of Lifting Appliances gz’;lf;:;apxgé‘;’,m SH 16

Kunde/Client

[ Projekt/Project

GRUNDMATERIALER/BASE MATERIALS
Standard Betegnelse/Code Designation-grade

1SO 15608 Gruppe/Group * Ceqv. max.

Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group  Ceqv. max.

Carbon Steel 1.1,12,14 - til/to Carbon Steel 1.1,12,1.3,14 -
Plade-rer/Plate-pipe Tykkelsesomrade mm/Thickn.range mm Plade-rer/Plate-pipe Tykkelsesomrade mm/ Thickn.range mm
Stumpsem/Butt weld - tilfto  Stumpsem/Butt weld -
Kantsem/Fillet weld 8,0-32,0 tilto  Kantsem/Fillet weld 10,0 - 40,0
*) Max. flydespaending/Max. yield strength Rerdiameteromrade/Pipe diameter range mm a-mal mm/Throat thickness mm Rerdiameter/Pipe diameter range mm
355 N/mm? > 80 Alle/all Plade/plate
Fugedetaljer og semopbygning (skitse) / . Haeftning/Tacking
> V'S 4
Joint details and welding sequence (sketch) O ' o v (@O x a a R Som 1. streng / as run no.1
Min. forvarmetemp.
Min. preheat temp, 20 °C
Laengde/
Length 10 mm
Antal strenge/
No of runs 1
Stilling/
o] Alle/all
Andre data/
Other data -
2. side Fugning/Gouging
[ varves X Nejivo
1 "N Forvarmetemp./ -
Preheat temp. C
Elektrode dia./
Electrode dia. mm
Lufttryk/
Air pressure bar
= 2. side Slibning/Grinding
Svejsestilling/Welding position ~ Alle undtaget PG, J-L045/ all except PG and J-L045 .
D JalYes E Nej/No
Streng Svejse- G: Gas W : Wolfram/tungsten| Dimension Klassefikation/Classification H, Gas Baggas Bem.
nr. proces : Trad/Wire Diameter - | G ISO 14175 Back Note
P: Pulver/Flux -Leengde g T EN 758 Skala Dyse shielding
Run Welding E: Electrode Diameter 5 P Scale Nozzle gas
No. process Fabrikat og betegnelse/ -Length @ E: Type
v Manufacture and trade mark mm I/min mm* I/min No.
I-N 136 T | Elgacore DWA 55E 1,2 T464PM 1HS5 D - - -/- -
G | Argon 82%/CO, 18% M21 - (1822 18 -/- -
Manuel/Manual D Mekaniseret/Mechanized D Automatisk/Automatic D Puls/Pulsed
Streng Program Strem/Current Trad- Svejsehast. mm/min. S: u. pend\./Stringer Andre data/ Bem.
nr. nr. hastighed/ XX: pendl., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min Volt mm KJ/mm (EN 1011) No.
I-N - DC+ 189-231 - 23,8-26,3 146-178 10-14 1,2-2,0 2 -

Specielle krav/Special requirements

Forvarmning/Preheat 0 °C

Efterf. varmebehandling/PWHT:

X NejiNo

Temp. mellem strenge/interpass temp. max. 162 °C

D Ja, se bilag nr./Yes, see enclosure No.:

DS/EN ISO 15614-1/42.

thickness = 16 mm.

Bemaerkninger - andre oplysninger / Notes - other informations

No. 1: Tykkelsesomrade for kantsemme revideret den 23.08.2012 iflg. DS/EN ISO 15614-1/A2 / Thickness range for fillet weld revised 23.08.2012 according to

No. 2: Tykkelsesomrade rettet fra 24 til 32 mm iflg. WPQR SH 16 tykkelse = 16 mm/Thickness range corrected from 24 to 32 mm according to WPOR SH 16

Dato/Date
/ 2/ g = 3

Producentens

Dato/Date Dato/Date

Underskrift af kunde-kunderepraesentant/
Client's or representative's signature

30.04.2013

"Underskrift af godkendende myn

=
JECHNO
Certifying AuthoﬂtW

ans Knudsen

370-5-1-da-en (EN-formular) FORCE Technology



S H GROUP AS

Hydraulic - Steel - Engineering

SVEJSEPROCEDURE-SPECIFIKATION WPS No. SH 23
WELDING PROCEDURE SPECIFICATION
Godkendelse i henhold til: . Blad/
Approval accorldingnto: l DS/EN ISO 15614-1 Ray. o, 2 Sheet 1/1
DSIEN 1SO 15609-1 s 13.06.2013
Kundens specifikation: Daekket af WPQR nr./ "
Client's specification: Supported by WPQR No. SH 23

Kunde/Client
SH Group A/S

[ Projekt/Project

GRUNDMATERIALER/BASE MATERIALS

Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group * Ceqv. max. Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group  Ceqv. max.
$355 11,12& 14 - tito S35 11,12,13&14 -
Plade-ror/Plate-pipe Tykkelsesomrade mm/Thickn.range mm Plade-rer/Plate-pipe Tykkelsesomrade mm/Thickn.range mm
Stumpsem/Butt weld - til/to Stumpsem/Butt weld -
Kantsom/Fillet weld 3,0-12,0 til/to Kantsem/Fillet weld 3,0-12,0
*) Max. flydespaending/Max. yield strength Rerdiameter/Pipe diameter range mm a-mal mm/Throat thickness mm Rerdiameter/Pipe diameter range mm
355 N/mm’ >50 3-6 (Enstreng/ single-run) -
Fugedetaljer og semopbygning (skitse) / . Heeftning/ Tacking
P e
Joint details and welding sequence (sketch) O ' [l v O x O a X o Asrun 1
Min. forvarmetemp.
L -TT < e “x Min. preheat temp. 20 °C
S 1 i > Leengde/ &
’ e Rardiameter = 50 ol 3 i
= Antal strenge/
t1 3 1 2 No of runs l
=g = mm Stilling/
— —° e Alle/All
Andre data/
tZ =3-12mm Other data -
2. side Fugning/Gouging
[:] JalYes Nej/No
1 Forvarmetemp./ o
Preheat temp. C
Elektrode dia./
Electrode dia. mm
Lufttryk/
? Air pressure bar
2. side Slibning/Grinding
Svejsestilling/Welding position A“, except PG )
[ Jarves X Nejino
Streng Svejse- G Gas W : Wolfram/tungsten| Dimension Klassefikation/Classification H2 Gas Baggas Bem.
nr. proces T Trad/Wire Diameter 5 G: 1SO 14175 Back Note
P: Pulver/Flux -Leengde E T: EN758 Skala Dyse shielding
Run Welding E; Electrode Diameter § P: Scale Nozzle gas
No. process Fabrikat og betegnelse/ -Length « E: Type
v Manufacture and trade mark mm I/min mm"“ I/min No.
1 136 T | Elgacore DWA 55 E 1,2 T464 PM I HS - - - -/ - -
- - G |82 % Argon + 18 % CO, - M21 - |18-20 - -/ - -
Manuel/Manual D Mekaniseret/Mechanized D Automatisk/Automatic |:| Puls/Pulsed
Streng Program Strem/Current Trad- Svejsehast. mm/min. S: u. pendl./Stringer Andre data/ Bem.
nr. nr. hastighed/ XX: pendl., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min Volt mm KJ/mm (EN 1011) No.
1 - DC+ 180 - 220 - 23-25 142 - 310 - 0,84 - 1,40 5 1

Specielle krav/Special requirements

Forvarmning/Preheat

Efterf. varmebehandling/PWHT:

0°C

X NejiNo

Temp. mellem strengelinterpass temp. max. - °C

D Ja, se bilag nr./Yes, see enclosure No.:

Bemazerkninger - andre oplysninger / Notes - other informations
weldingspeed and vice versa.

DS/EN ISO 15614-1/42.

1: Nar hojeste svejsestrom anvendes, sd skal der svejses med hejeste svejsehastighed og omvendt / When highest weldingcurrent is in use, then use highest
2: Tykkelsesomréde for kantsemme revideret den 23.08.2012 iflg. DS/EN ISO 15614-1/A2 / Thickness range for fillet weld revised 23.08.2012 according to

3: Tykkelsesomrade i skitse revideret den 13.06.2012 / Thickness range in sketch revised 13.06.2013.

Dato/Date /7; _ 20/ }

o |

Underékrift af l{uﬁdé-kﬂhdéfeb}ééenlanv
Client's or representative's signature

Dato/Date

13.06.2013

Underskrift af éadkerﬁerﬁé hyndiréhe'd}' .
Certifying Authopty's signature

Hans Knudsen

ol

370-4-1-da-en (EN-formular) FORCE Technology



Svejseprocedure specifikation
Welding Procedure Specification

SHzee

5

Udvendig diameter / Outside diameter > 50 mm

Godkendt i h. t. / Qualific. acc. to: WPQR nr. / WPQR No.: Rev.: 0 WPS No.:
DS/EN ISO 15614-1, :

Kunde: Projekt:

Client Project

Fremstiller:

Manufacturer SH Group A/S

Grundmaterialer / Base Materials:

Betegnelse / Standard / Group No. Ceqv. Betegnelse / Standard / Group No. Ceqv.
Designation Code (EN 15608) Max. Designation Code (EN 15608) Max.
S 355 EN 10225 11,1.2,1.4 to S 355 EN 10225 S

Plade eller rar /Plate or Pipe Tykk. omr. / Thickn. range Plade eller rar / Plate or Pipe . Tykk. omr. / Thickn. range
Ror/Pipe 3.0-20 mm to Plade/Plate 3.0-20 mm
Rerdiameter omrade / Pipe diameter range @vrigt / Other

Fugeforberedelse og Svejseraekkefalge / Joint Preparation and Welding Sequence

B 3.0 mm-7.5 mm

D

e
//v-""\/

All Position Except PG/JL045 *

|Heofining / Tacking:

As run no 1

Forvarmetemp./Preheat temp.:

20°c.

Laangde | Lengh (mm).
4 x t. (max 50 mm)

Anlal sirenge / No. of runs:
1

Stilling ! Position:

All

Kulfugning | Arc air gouging:

Bagshkinne / Backing:

Slibning ! Ganding:

Andra data | Other data:

Svejsetilsatsmaterialer / Welding consumables:

Svejse- G: Gas/Gas Baskyttelses gas Baggas Bem
51 W Trad /Wi Klassificering 2 ok P 1
Rr::nw v;:lreo,;’e"sg F:  Pulver/ ;:’I?IX Ciam. Classification Shiokios o83 Rich s ono R;:-r )
No. Process E:  Elekirode / Electroda fmm] Dyse
(IS0 4063) Manufacture and trade name Nom/Code | Betegneise/Designation |  Tyse | 1/min | WP\ 1ype | L/min
1 136 | W |Elgacore DWA 55 E 1.2 |[EN 758 T464PM 1 HS
1 - G |82% Argon+18% Co2 - |EN 14175 [M21 - 18-24|18-22] -
Svejse deta Ijer / Welding details:
Strana Svejse- | Svejsa trem Type Spanding Trad Svejsehastighed | Slreng el Sireng Varme lifersel Andre dala Bem.
procass| slilling Current udstik sidebav. | bradde
Elaktrical String or| Run Heat input Other data
Weld | Weld Omréde / range Omréada /range stick-out Travel speed weava | width
Run No.| proces | Fos. AMP Type Voll / voltage mm mm / min SorW | Max mm Kifmm
1 136 | All* ) 180 - 220 | DC+| 22 - 25 - 230 - 175 - - 0.84 - 1.60 - 5
Ekstra tilsatsmaterialer Pistolhazldning i svejseretningen /
Supplemental filler materials Ingen/None Torch angle in welding direction 0°=15*
Forvarmetemperatur / 20°C Pistolhaeldning i sideretningen / 0° - 45°
Preheat temperature (Min.) Torch angle in side direction
Mellemstrengs temperatur (Min/Max) / o] oC Opfugning pa rodsiden / Ja/ Nej/ X
Interpass temperature (Min/Max.) Back gouging Yes No
Varmebehandling efter svejshing/ | X |Nej/No Fugemetode / Ikke aktuelt
Post-weld heat treatment Ja/Yes Gouging method Not applicable
Sidebevaegelser Max Renggring efter fugning / Ikke aktuelt
Weaving Cleaning after gouging Not applicable
Bemarkninger / Remarks: * According to ISO/EN 15614-1 table 1 pkt f.
Dato / Dale . Dato /Date Dato ! Date
A OF Pl 6
Fabrikantens underskrift og stempel 7 | Kundens underskrilt og stempel /¢ Certificerende Hy?ﬁﬂif;ﬁ-s‘q:a‘u"rﬁ seskrift og stempel / |
Manufactures srgnefure a?ramp / Client’s signature and stamp Certifying authority’s srg}lﬂ%
\_/— e / o;{
7 SH=




SVEJSEPROCEDURE-SPECIFIKATION WPS No. SH 24
WELDING PROCEDURE SPECIFICATION

Godkendelse i henhold til: Blad/

5! l roprovat soeerding o DS/ENISO 15614 Part 1 Rev.No. ] o 1/1
Hydraulic - Dato/

DSIEN ISO 15609-1 D:t: 23.08.2012

Kund ifikation: e ’ Daekket af WPQR nr./

Ciont's spectication: | DNV Lifting Appliances Supported by wrOR Mo, SH 24
Kunde/Client | Projekt/Project

GRUNDMATERIALER/BASE MATERIALS
Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group * Ceqv. max.

Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group  Ceqv. max.

AISI316/316L 8.1,8.2,83 == til/to TP316/316L 8.1,8.2,83 -
Plade-rer/Plate-pipe Tykkelsesomrade mm/Thickn.range mm Plade-rar/Plate-pipe Tykkelsesomrade mm/Thickn.range mm
Stumpsem/Butt weld -- tillto  Stumpsem/Butt weld --
Kantsem/Fillet weld 5,0-20,0 tito Kantsem/Fillet weld 5,0-20,0
*) Max. flydespaending/Max. yield strength Rardiameteromrade/Pipe diameter range mm a-mal mm/Throat thickness mm Rerdiameter/Pipe diameter range mm
-- N/mm’ - 3-6 >50

Heeftning/Tacking

Fugedetaljer og semopbygning (skitse) /

o 3]

0 =45

R

O 44

Joint details and welding sequence (sketch) O III O l] As run no.1
Min. forvarmetemp. P
Min. preheat temp. 20 C
Laengde/
Length 10 mm
Antal strenge/
No of runs 1
Stilling/
Position All
Andre data/
Other data -
2. side Fugning/Gouging
[ Jarves X Nej/no
1 Forvarmetemp./ o
Preheat temp. C
Elektrode dia./
Electrode dia. mm
Lufttryk/
Air pressure bar
W PB 2. side Slibning/Grinding
Svejsestilling/Welding position
i g gh D JalYes E Nej/No
Streng Svejse- G: Gas W : Wolfram/tungsten| Dimension Klassefikation/Classification H, Gas Baggas Bem.
nr. proces Tz Trad/Wire Diameter = G: ENISO 14175 Back Note
B Pulver/Flux -Laengde é T: "ENISO 14343 Skala Dyse shielding
Run Welding E:  Electrode Diameter § P: Scale Nozzle gas
No. process Fabrikat og betegnelse/ -Length « E: Type
v Manufacture and trade mark mm I/min mm* I/min No.
1 135 T | Elga Cromamig 316LSi 1.0 G19123LSi - - - -/ - -
G |98 % Argon/2 % CO, - Mi13 - 20 - -/ - -
/
/
/
/
E Manuel/Manual D Mekaniseret/Mechanized D Automatisk/Automatic D Puls/Pulsed
Streng Program Strem/Current Trad- Svejsehast. mm/min. S: u. pendl./Stringer Andre data/ Bem.
nr. nr. hastighed/ eller straekkelaengde mm/ XX: pendl., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range or run-out length mm
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min Volt mm KJ/mm (EN 1011) No.
1 DC+ 220-270 - 24 -26 306 - 422 S 0,6-1,1 - -

Specielle krav/Special requirements
Forvarmning/Preheat

Efterf. varmebehandling/PWHT:

0°Cc

X NejiNo

Temp. mellem strenge/Interpass temp. max. -- °C

D Ja, se bilag nr./Yes, see enclosure No.:

Bemaerkninger - andre oplysninger / Notes - other informations
No. I: Tykkelsesomréde for kantsgmme revideret den 23.08.2012 iflg. DS/EN ISO 15614-1/A2 / Thickness range for fillet weld revised 23.08.2012 according to

DS/EN ISO 15614-1/42.

Contractor's signa

Client's or representative's signature

Dato/Date Dato/Date Dato/Date

- e - =

S0 -0 - 2oL 2 ) 23.08.2012 \ = FORCE
Producentens underskrift/ = “Underskrift af kunde-kunderepreesentant/ Underskift af godkendende myndighedZ=7-4 m ¥

Certifying Authority's signature

:Zans KnudsM

370-5-1-da-en (EN-formular) FORCE Technology



O SVEJSEPROCEDURE-SPECIFIKATION WPS No. SH 26
] = WELDING PROCEDURE SPECIFICATION
| Godkendelse i henhold til: = Blad/
\_ji CROUP AS Approval according to: DS/EN ISO 15613 e, 2 Sheet 1/1
raulic - eel - Engineerin
Fiyel Steel - Eng 9 | DS/EN ISO 15609-1 g:;z’ 13.06.2013
Kundens specifikation: siyie . Daekket af WPQR nr./
Client's specification: DNV Llftmg AppllaHCCS Supported by WPQR No. SH 26
Kunde/Client | Projekt/Project

GRUNDMATERIALER/BASE MATERIALS

Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group * Ceqv. max. Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group  Ceqv. max.

Rustfri stalror / Stainless steel pipe 8.1 - til/to  Rustfri plade / Stainless steel plate 8.1,82,.83 --
Plade-rer/Plate-pipe Tykkelsesomrade mm/Thickn.range mm Plade-rar/Plate-pipe Tykkelsesomrade mm/Thickn.range mm
Stumpsem/Butt weld - tillto  Stumpsem/Butt weld -
Kantsem/Fillet weld 10,0 -40,0 tilto  Kantsem/Fillet weld 10,0 -40,0
*) Max. flydespaending/Max. yield strength Rerdiameteromrade/Pipe diameter range mm a-mal mm/Throat thickness mm Rerdiameter/Pipe diameter range mm
- N/mm? >3l Alle / All (Multirun) > 500
Fugedetaljer og semopbygning (skitse) / Heeftning/Tacking
Joint details and welding sequence (sketch) O ' O v O x O O X e Som streng 1 / As run no. |
Min. forvarmetemp. -
Min. preheat temp. 20 C
Laengde/
R t'= 10 < 40 o o
= Ly mm Antal strenge/
< No of runs 1
Stilling/
AI Ie Position All
2 _ Andre data/
_t;‘l.O_C:)A_O_mﬂl Other data &
2. side Fugning/Gouging
2- [ varves X Nejino
1 Forvarmetemp./ &
Preheat temp. C
Elektrode dia./
Electrode dia. mm
Lufttryk/
Air pressure bar
2. side Slibning/Grinding
Svejsestilling/Welding positon PB )
[ Jarves X Nejivo
Streng Svejse- G: Gas W Wolfram/tungsten| Dimension Klassefikation/Classification H, Gas Baggas Bem.
nr. proces T: Trad/Wire Diameter - G: ENISO 14175 Back Note
Ps Pulver/Flux -Leengde ‘g T: ENISO 14343 Skala Dyse shielding
Run Welding E: Electrode Diameter E 5 Scale Nozzle gas
No. process Fabrikat og betegnelse/ -Length L E: Type
v Manufacture and trade mark mm I/min mm"“ l/min No.
1-N 135 T | Elga Cromamig 316LSi 1,0 G 19123 LSi - - - - /- -
G |98 % Argon +2 % CO, MI2 18-20 /
/
/
/
/
m Manuel/Manual D Mekaniseret/Mechanized |:| Automatisk/Automatic E] Puls/Pulsed
Streng Program Strem/Current Trad- Svejsehast. mm/min. S: u. pend!./Stringer Andre data/ Bem.
nr. nr. hastighed/ ellerstraekkelengde-mm/ XX: pendl., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range orrun-outiength-mm
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min Volt mm KJ/mm (EN 1011) No.
1 - +DC 180 - 220 - - 24-26 260 - 300 - 0,7-1,1 - -
2-N - +DC 180 - 220 - - 24-26 330 -400 - 0,5-09 - -
Specielle krav/Special requirements
Forvarmning/Preheat 15°c Temp. mellem strenge/interpass temp. max. 65 °C
Efterf. varmebehandling/PWHT: E Nej/No D Ja, se bilag nr./Yes, see enclosure No.:

DS/EN ISO 15614-1/42.

Bemeerkninger - andre oplysninger / Notes - other informations

No. I: Tykkelsesomréde for kantsemme revideret den 23.08.2012 iflg. DS/EN ISO 15614-1/A2 / Thickness range for fillet weld revised 23.08.2012 according to

No. 2: Tykkelsesomrade i skitse revideret den 13.06.2012 / Thickness range in sketch revised 13.06.2013.

Dato/Date
(25 - 20/3
Producentens underskrif——>

Contractor’s si

Dato/Date

Underskrirftiaf'li(dndé-'kunderepreesentrarnrtrl -
Client's or representative's signature

Dato/Date
13.06.2013

Certifying Au{ho?“ly’s signature

ans Knudsen

JECHNOLOGY

SFORCE

Underskrift af gbdkéndendé n;yhaiéhedl

370-5-1-da-en (EN-formular) FORCE Technology




S H GROUP AS

Hydraulic - Steel - Engineering

Godkendelse i henhold til:
Approval according to:

DS/EN ISO 15609-1

Kundens specifikation:

SVEJSEPROCEDURE-SPECIFIKATION WPS No. SH 35-02
WELDING PROCEDURE SPECIFICATION
DS/EN ISO 15613 Revision No. | [note 4]
pa! 28.03.2014
DNV Lifting Appliances 2.22 - June 2013 | e =V FOR  SH 35

Client's specification:

Kunde/Client

| Projekt/Project

GRUNDMATERIALER/BASE MATERIALS
Standard Betegnelse/Code Designation-grade

ISO 15608 Gruppe/Group * Ceqv. max.

Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group

Ceqv. max.

Chyit 'ﬁ}jﬁ;ve an—"1-

Kulstof'stal / Carbon steel 1.2 043 tilto  Rustfrit stdl / stainless steel 8.1 -
Plade-rer/Plate-pipe Tykkelsesomrade mm/Thickn.range mm Plade-rer/Plate-pipe Tykkelsesomrade mm/Thickn.range mm
Stumpsem/Butt weld - tivto  Stumpsom/Butt weld -
Kantsem/Fillet weld >5.0 tivto  Kantsem/Fillet weld Rund stal/Round bar: 10 — 40
*) Max. flydespaending/Max. yield strength Rerdiameteromrade/Pipe diameter range mm a-mal mm/Throat thickness mm Rerdiameter/Pipe diameter range mm
355 N/mm? >500 2 (enkeltstrengs / Single run) Rund stal/Round bar: 10 — 40
Fugedetaljer og semopbygning (skitse) / Heeftning/Tacking
Joint details and welding sequence (sketch) D ' D v D X D D E AR Som streng 1 / As run no. JINote 1]
Min. forvarmetemp. , - tc 2
Min_ preheat temp. 150 troie2| °C
Laengde/ "
2 _ Length Min 10 mm
> t - g1 0-40 mm Antal strenge/
—> < No of runs 1
Stilling/ B
a=2mm 1 sy All except downhill
t = 25 mm Andre data/
Other data B
2. side Fugning/Gouging
1 [ Jarves X Nejivo
Forvarmetemp./ &
Preheat temp. C
Elektrode dia./
Electrode dia. mm
Lufttryk/
Air pressure bar
s All dt faldende / All d hill 2. side Slibning/Grinding
vejsestilling/Welding position € undtagen faldende / All except downhi
! J P 5 i [Jyarves X Nepivo
Streng Svejse- G: Gas W : Wolfram/tungsten| Dimension Klassefikation/Classification H, Gas Baggas Bem.
nr. proces T:  Trad/Wire Diameter o | G SO 14175 Back Note
P: Pulver/Flux -Leengde 'g T: SO 14343-A Skala Dyse shielding
Run Welding E: Electrode Diameter § P: Scale Nozzle gas
No. process Fabrikat og betegnelse/ -Length 2] E: Type
v Manufacture and trade mark mm I/min mm* l/min No.
1 141 T | ESAB OK Tigrod 310 2,0 W 2520 - - - -/-
G 199.,99% Argon - I - |10-14 - -/-
W | Bla/ Blue 24 WL 20 - - - -/-
/
\ /
/
E Manuel/Manual |:| Mekaniseret/Mechanized [:] Automatisk/Automatic D Puls/Pulsed
Streng Program Strem/Current Tréd- Svejsehast. mm/min. $S: u. pendl./Stringer Andre data/ Bem.
nr. nr. hastighed/ eller straekkelaengde mm/ XX: pendl., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range or run-out length mm
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min Volt mm KJ/mm (EN 1011) No.
1 - DC- 135-165 - - 13-15 42-99 S 0.9-1,5 s 3
Specielle krav/Special requirements ,
Forvarmning/Preheat 150 mote2l o Temp. mellem strenge/interpass temp. max. - °C
Efterf. varmebehandling/PWHT: E Nej/No D Ja, se bilag nr./Yes, see enclosure No.:
Bemaerkninger - andre oplysninger / Notes - other informations
Note 1: Ophzfining forestages efterforvarme af kulstof stal / Tacking to be performed after preheat of Carbon steel
Note 2: Forvarme er kun gzldende for kulstof stal / Preheat is only applicable for carbon steel material.
Note 3: Ndr hojeste svejsestrom anvendes, sé skal der svejses med hojeste svejsehastighed og omvendt
When highest welding current is in use, then use highest welding speed and vice versa.
Note 4: Reference til Norsok M-101 fjernet / Reference to Norsok M-101 deleted.
Dato/Date Dato/Date Dato/Date
4/1/— 20lY 28.03.2014
Producentens underskrift/ ,” o Underskrift af kunde-kunderepraesentant/ Underskrift af del{éndendé myn'drigr;hréd'/' - >
signature / Client's or representative’s signature C eRifying Authority's Signaturé——==w

370-5-1-da-en (EN-formular) FORCE Technology




SVEJSEPROCEDURE-SPECIFIKATION WPS No. SH 36-02
=- WELDING PROCEDURE SPECIFICATION

Godkendelse i henhold til: 5 s

SH GROUP AS Approval according to: DS/EN ISO 15613 e 0

Hydraulic - Steel - Engineering DS/EN SO 15609-1 Bj:gl 01.04.2014
Kundens specifikation: opye . Daekket af WPQR nr./ A
C;;ent’s spf&*t:iﬁcla;ian:I DNV Llﬁmg Appllances 2.22 - June 2013 Supported by WPQR No. SH 36

Kunde/Client [ Projekt/Project

GRUNDMATERIALER/BASE MATERIALS
Standard Betegnelse/Code Designation-grade

ISO 15608 Gruppe/Group * Ceqv. max.

Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group  Ceqv. max.

Underskrift af kunde-kunde
Client's or representative’s

repraesentant/
signature

01.04.2014

Kulstof stal / Carbon steel 1.2 0,43 tillto Rustfrit stal / stainless steel 8.1 -
Plade-rer/Plate-pipe Tykkelsesomrade mm/Thickn.range mm Plade-rer/Plate-pipe Tykkelsesomrade mm/Thickn.range mm
Stumpsem/Butt weld - til/to  Stumpsom/Butt weld -
KantsenvFillet weld >5.0 mm tito  Kantsom/Fillet weld 1,9-54 mm
*) Max. flydespaending/Max. yield strength Rerdiameteromrade/Pipe diameter range mm a-mal mm/Throat thickness mm Rerdiameter/Pipe diameter range mm
355 N/mm? >500 2 (Enkeltstrengs / Single run) >25
Fugedetaljer og semopbygning (skitse) / Heeftning/ Tacking
oy 4 g
Joint details and welding sequence (sketch) o v |Oo v |O X o = O Xl 4> |som streng 1/ As run no. I™¢"
Min. forvarmetemp. , - c2 &
Min. preheat temp. 150 frote 2] C
Leengde/ .
7, L;'g,,e Min 10 mm
2 .
= L > Antal strenge/
2=1,9-5,4 mm/ Dia = 25 mm el
Stilling/ "
a=2mm ; / S All except downhill
t' =25 mm Andre data/
— Other data -
/ 2. side Fugning/Gouging
1 y 4 D JalYes Nej/No
Forvarmetemp./ P
Preheat temp. C
Elektrode dia./
Electrode dia. mm
Lufttryk/
T Air pressure bar
N X 2. side Slibning/Grinding
Svejsestilling/elding position ~ Alle undtagen faldende / 4/l except downhill )
[ Jarves X Nejivo
Streng Svejse- G: Gas W : Wolfram/tungsten| Dimension Klassefikation/Classification H, Gas Baggas Bem.
nr. proces T TradiWire Diameter - | G ISO 14175 Back Note
P: Pulver/Flux -Leengde g T SO 14343-A Skala Dyse shielding
Run Welding E: Electrode Diameter § P: Scale Nozzle gas
No. process Fabrikat og betegnelse/ -Length 0 E: Type
v Manufacture and trade mark mm I/min mm"* l/min No.
1 141 T | ESAB OK Tigrod 310 2,0 W 2520 - - - -/-
G 99,99% Argon - I1 - [10-14 - -/-
W | Bla/ Blue 24 WL 20 - - - -/-
/
/
/
IZI Manuel/Manual |:| Mekaniseret/Mechanized D Automatisk/Automatic D Puls/Pulsed
Streng Program Strem/Current Trad- Svejsehast. mm/min. S: u. pend\./Stringer Andre data/ Bem.
nr. nr. hastighed/ eller straekkelaengde mm/ XX: pendl., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range or run-out length mm
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min rl Volt mm KJ/mm (EN 1011) No.
1 - DC- 120-150 - - 12-14 52-126 S 0,6-1,0 - 3
Specielle krav/Special requirements 5
Forvarmning/Preheat 150 mete2l o Temp. mellem strenge/interpass temp. max. - °C
Efterf. varmebehandling/PWHT: Nej/No D Ja, se bilag nr./Yes, see enclosure No.:
Bemeaerkninger - andre oplysninger / Notes - other informations
Note 1: Ophaftning forestages efter forvarme af kulstof stal / Tacking to be performed after preheat of Carbon steel
Note 2: Forvarme er kun gzldende for kulstof stal / Preheat is only applicable for carbon steel material.
Note 3: Ndr hojeste svejsestrom anvendes, sa skal der svejses med hojeste svejsehastighed og omvendt
When highest welding current is in use, then use highest welding speed and vice versa.
Dato/Date Dato/Date Dato/Date

370-5-1-da-en (EN-formular) FORCE Technology




SVEJSEPROCEDURE-SPECIFIKATION WPS No. SH 39-01
H WELDING PROCEDURE SPECIFICATION

Godkendelse i henhold til: o

S H = Approval according to: BS(EN 186 Frald-] RevisionNo. - 00
GIROUP | pseEniso 15609-1 DNV Rules for Classification of Ships Dato/ 25.03.2014
-January 2014 Date -Uo.

Kundens specifikation: ai Daekket af WPQR nr./

Client's specification: NORSOK M-101 Edition 5, Oct. 2011 Supported by WPQR No. SH 39
Kunde/Client [ Projekt/Project
SH Group AS

GRUNDMATERIALER/BASE MATERIALS
Standard Betegnelse/Code Designation-grade

ISO 15608 Gruppe/Group * Ceqv. max.

Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group  Ceqv. max.

Kulstof stdl / Carbon Steel 1.1,12,14 0,43 tillto  Kulstof stél / Carbon steel 1.1,12,1.3,14 0,43
Plade-ror/Plate-pipe Tykkelsesomrade mm/Thickn.range mm Plade-ror/Plate-pipe Tykkelsesomrade mm/Thickn.range mm
Stumpsem/Butt weld 3-24 tilto  Stumpsom/Butt weld 3-24
Kantsem/Fillet weld tilto  Kantsom/Fillet weld
*) Max. flydespaending/Max. yield strength Rordiameteromrade/Pipe diameter range mm a-mal mm/Throat thickness mm Rerdiameter/Pipe diameter range mm
N/mm? > 50 mm > 50 mm
Fugedetaljer og semopbygning (skitse) / m i Heeftning/ Tacking
Joint details and welding sequence (sketch) X V] |X l:!:] X m X X O I_JLI Som 1. streng / As run no. 1
Min. forvarmetemp. &
Min. preheat temp. 18 C
t;?j,‘ie’ Min. 4 x WT mm
Antal strenge/ 1
No of runs
i All except PG and J-L045
Andre data/
Other data
2. side Fugning/Gouging
[ sarves X Nejivo
Forvarmetemp./ °
Preheat temp. C
Elektrode dia./
g 2-5mm Electrode dia. mm
Lufttryk/
g Air pressure bar
s Alle undtaget PG og J-L045 / All except PG and J-L045 2 sice sl st
isestill . 7 3 s
vejsestilling/Welding position e unataget og excep an D JalYes D NejiNo
Streng Svejse- G: Gas W : Wolframftungsten| Dimension Klassefikation/Classification H, Gas Baggas Bem.
nr. proces T:  TradMWire Diameter s | G ENISO 14175 Back Note
P: Pulver/Flux -Lsengde g T EN ISO 17632-A4 Skala Dyse shielding
Run Welding E: Electrode Diameter § P: Scale Nozzle gas
No. process Fabrikat og betegnelse/ -Length @ E: Type
v Manufacture and trade mark mm I/min mm* l/min No.
1 138 T | Elgacore MXA 100XP 1,2 T464 MM 1 H5 D /
G | 82% Argon + 18% CO, M21 20-25 /
2-Cap 136 T | Elgacore DWA S5E 1.2 T424PM1HS D /
G | 82% Argon + 18% CO, M21 20-25 /
/
/
E Manuel/Manual |:| Mekaniseret/Mechanized D Automatisk/Automatic D Puls/Pulsed
Streng Program Strem/Current Trad- Svejsehast. mm/min. S: u. pend!./Stringer Andre data/ Bem.
nr. nr. hastighed/ eller straekkelaengde mm/ XX: pendl., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range or run-out length mm
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min s Volt mm KJ/mm (EN 1011) No.
1 138 DC+ 117-143 15-25 14,6-162 | 85-103 6-9 0,8-13 1D
2-N 136 DC+ 184-224 15-25 21,6-23,9 | 183-238 9-11 08-14 1
Cap 136 DC+ 180-220 15-25 21,4-23,6 | 207 -264 11-15 0,7-1,2 1

Specielle krav/Special requirements
Forvarmning/Preheat 18

Efterf. varmebehandling/PWHT:

E Nej/No

Temp. mellem strenge/Interpass temp. max. 207 °C

D Ja, se bilag nr./Yes, see enclosure No.:

Bemaerkninger - andre oplysninger / Notes - other informations
1: Nér hgjeste svejsestrom anvendes, skal der svejses med hgjeste svejsehastighed og omvendt/
When highest welding current is in use, then use highest welding speed and vice versa

2: Design temperatur > -20°C / Design temperature 2 -20°C B
D! Kertbue /othort Cireuit frengtes

This document is accepted by
DET NORSKE VERITAS DK

Notitied Body 2099 for 9/2 gC (PED)
Date: 2'3,/?"/({ Sign.:

|

Dato/Date

Dato/Date

Underskrift af kunde-kdnderepréesehtant/
Client's or representative’s signature

Underskrift af godkendende myndighed/
Certifying Authority's signature




SVEJSEPROCEDURE-SPECIFIKATION WPS No. SH 39-02
B WELDING PROCEDURE SPECIFICATION

Godkendelse i henhold til: .

S H = Approval according to: B BRI RevisionNo- 00
GIROUP | bpseEniso 15609-1 DNV Rules for Classification of Ships Dato/ 25.03.2014
- January 2014 Date o

Kundens specifikation: o Daekket af WPQR nr./

Client's specification: NORSOK M-101 Edition 5, Oct. 2011 Supported by WPQR No. SH 39
Kunde/Client [ Projekt/Project
SH Group AS

GRUNDMATERIALER/BASE MATERIALS

Standard Betegnelse/Code Designation-grade

1SO 15608 Gruppe/Group * Ceqv. max.

Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group  Ceqv. max.

Kulstof stal / Carbon Steel 1.1,12,14 0,43 tillto Kulstof stal / Carbon steel 1.1, 1.2,11.3; 1.4 0,43
Plade-rer/Plate-pipe Tykkelsesomrade mm/Thickn.range mm Plade-ror/Plate-pipe Tykkelsesomrade mm/Thickn.range mm
Stumpsem/Butt weld tillto  Stumpsom/Butt weld
Kantsem/Fillet weld 6-24 tito Kantsom/Fillet weld 6-24
*) Max. flydespaending/Max. yield strength Rordiameteromrade/Pipe diameter range mm a-mél mm/Throat thickness mm Rerdiameter/Pipe diameter range mm
N/mm? > 50 mm Alle/ all > 50 mm
Fugedetaljer og semopbygning (skitse) / Haeftning/Tacking
Joint details and welding sequence (sretery |1 (W1 (O CX |00 X045 044 x4 Som 1. streng / as run no. 1
Min. forvarmetemp. &
Min. preheat temp. 18 C
'[f,,';’,:y Min. 4 x W1 mm
Antal strenge/ 1
No of runs
Silingl All except PG and J-LO45
Andre data/
Other data
2. side Fugning/Gouging
1-N D JalYes E Nej/No
Forvammetemp./ o,
Preheat temp. C
Elektrode dia./
Electrode dia. mm
Lufttryk/
Air pressure bar
2. side Slibning/Grinding
Svejsestilling/Welding position ~ Alle undtaget PG og J-L045 / All except PG and J-L045 [ sarves [ Nejivo
Streng Svejse- G: Gas W : Wolframftungsten| Dimension Klassefikation/Classification H, Gas Baggas Bem.
or. proces hE TrédMWire Diameter ® G: ENISO 14175 Back Note
P: Pulver/Flux -Laengde 3 T: EN ISO 17632-A Skala Dyse shielding
Run Welding E: Electrode Diameter § E Scale Nozzle gas
No. process Fabrikat og betegnelse/ -Length @ E: Type
v Manufacture and trade mark mm I/min mm* I/min No.
1-N 136 T |Elgacore DWA 55E 1,2 T424PM1H5 D /
G | 82% Argon + 18% CO, M21 20-25 /
/
/
/
/
E Manuel/Manual D Mekaniseret/Mechanized D Automatisk/Automatic D Puls/Pulsed
Streng Program Strem/Current Trad- Svejsehast. mm/min. S: u. pendl./Stringer Andre data/ Bem.
nr. nr. hastighed/ eller straeekkelaengde mm/ XX: pendl., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range or run-out length mm
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min Volt mm KJ/mm (EN 1011) No.
1-N 136 DC+ 182-222 21,523,7 | 194-235 9-15 0,8-1,3 1

Specielle krav/Special requirements
Forvarmning/Preheat 18

Efterf. varmebehandling/PWHT:

E Nej/No

Temp. mellem strenge/Interpass temp. max. 207 °C

D Ja, se bilag nr./Yes, see enclosure No.:

Bemaerkninger - andre oplysninger / Notes - other informations
1: Nér hgjeste svejsestrom anvendes,

When highest welding current is in use, then use highest welding speed and vice versa
2: Design temperatur 2 -20°C / Design temperature > -20°C

skal der svejses med hgjeste svejsehastighed og omvendt/

This document is accepted by
DET NORSKE VERITAS DK
Notitied Body 2099 for §

Date: 2‘3/%/(/

Dato/Date

234,

Dato/Date

‘Underskift af kunde-kundéfépraeéenféhf/ )
Client's or representative's signature

Dato/Date

Underskrift af godkendende myndighed/
Certifying Authority's signature




SVEJSEPROCEDURE-SPECIFIKATION
| WPS No.: SH 40-01
S H — WELDING PROCEDURE SPECIFICATION
Godkendelse i henhold til: .

G IQ D U p Approval according to: EN 0. 156134 Revision: Q
Revision nr.: 0 Godkendt af: RN EN ISO 15609-1 DNV Rules for Classification of Ships — January 2014 | p.. / Date 21.07.2014
Godkendelsesdato: |_. SH Group’s specifikation: T . Daekket af WPQR nr.:
03-06.2014 Bilag: P3.2 - f5 SH Group's specification: NORSOK M-101 Edition 5, Oct. 2011 Supported by WPQR No.: SH 40
Kunde/Client: SH Group AS Projekt/Project:
GRUNDMATERIALER/BASE MATERIALS
Standard Betegnelse/Code Designation-grade SO 15608 Gruppe/Group Ceqv. max. Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group ~ Ceqv. max.
Kulstof stal /Carbon steel 1.1,1.2,14 0,43 Kulstof stdl /Carbon steel 1.1,1.2,14 0,43

Plade-rgr/Plate-pipe

Stumpsgm/Butt weld
KantspmfFiletweld

Max. flydespzending/Max. yield strength

Tykkelsesomrade mm/Thickn.range mm

15-60 *

Rerdiameteromrade/Pipe diameter range mm

til/to  Plade-rgr/Plate-pipe

til/to  Stumpsgm/Butt weld
KantspmiFiletweld

a-mal mm/Throat thickness mm

til/to

Tykkelsesomradde mm/Thickn.range mm

15—60;1(

Regrdiameter/Pipe diameter range mm

N/mm? 260 mm 260 mm
Fugedetaljer og spmopbygning (skitse) / - . .
Joint details and welding sequence (sketch) X |I, m X I:xj X A X O r—JL\ Haeftning/Tacking:
Min. forvarmetemp. 100 °C
Sidste streng skal placeres som en afspandingsstreng. ﬂ"‘ ;;re/hem femp.
¢ N ngde,
Last string shall be placed as tempering weld bead. 600 Length 4xWT mm
Antal strenge/ 1
No of runs
tiliel All except PG and J-L045
Position excep and J-
» Andre data/
Other data
1 -N 2. side Fugning/Gouging
D JafYes E Nej/No
i Forvarmetemp./ -
Preheat temp. C
Elektrode dia./
- Electrode dia. mm
N 2 = b Lufttryk/
{ Air pressure bar
2. side Slibning/Grinding
Svejsestilling/Welding position All except PG and J-L045
D Ja/Yes D Nej/No
Streng Svejse- G: Gas W: Wolfram/! Dir Klassefikation/Classification H, Gas Baggas Bem.
nr. proces T: Trad/Wire Diameter - G ENISO 14175 Back Note
P: Pulver/Flux -Lzngde E T: ENISO 17632-A Skala Dyse shielding
Run Welding E: Electrode Diameter § P: Scale Nozzle gas
No. process v Fabrikat og betegnelse/ -Length ” E: Type
Manufacture and trade mark mm I/min | mm” 1/min No.
1 138 il Elgacore MXA 100XP 1.2 T464MM1HS5 D v
G | 82% Argon + 18% CO, M21 20-25 /
1 136 T Elgacore DWA 55L 1.2 T4661,5NiPM 1H5 D /
G 82% Argon + 18% CO, M21 20-25 /
/
/
m Manuel/Manual D Mekaniseret/Mechanized D Automatisk/Automatic D Puls/Pulsed
Streng Program Strgm/Current Trdd- Svejsehast. mm/min. it . Andre data/ Bem.
nr. nr. hastighed/ eller straeekkelzzngde mm/ XX: pend|., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range or run-out length mm
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min gl Volt mm Ki/mm (EN 1011) No.

1 138 DC+ 109-133 - 15-25 15,2-16,8 38-89 9 1,2-2,1 ,D
2-N 136 DC+ 180 - 220 - 15-25 22,4-24,7 138-290 16 09-14 il
Cap 136 DC+ 180 -220 = 15-25 22,2-24,6 137-325 19 08-14 1

Specielle krav/Special requirements
Forvarmning/Preheat 100 °C Temp. mellem strenge/Interpass temp. max. 208°C
Efterf. varmebehandling/PWHT: m Nej/No D Ja, se bilag nr./Yes, see enclosure No.:
Bemaerkninger - andre oplysninger / Notes - other informations
1: Nar hgjeste svejsestrgm anvendes, skal der svejses med hgjeste svejsehastighed og omvendt/
When highest welding current is in use, then use highest welding speed and vice versa
2: Tykkelsesomrade 15 — 50 mm iht. NORSOK M-101 / Thickness range according to NORSOK M-101 15— 50 mm
D:Short Cirevit fransFer
— \
X CToD teshng have nol been ;/l(,w('ovheci.
Dato/Date Dato/Date ¥ Dato/Date
22.07.2014 /
i Ny / ?— 7 0/ (1
Producentens underskrift/ Underskrift af kunde-kunderep / Undersk u{af dkendende myndighed/

Contractor's signature
¥

RenéNau(// Z

)

Client's or representative’s signature

Certifyihg Authority's signature




Plade-rgr/Plate-pipe

StumpsemiButtweld

Kantsgm/Fillet weld
Max. flydespaending/Max. yield strength

Tykkelsesomrade mm/Thickn.range mm

25

Rgrdiameteromrade/Pipe diameter range mm

til/to
til/to

Plade-rgr/Plate-pipe
StumpspmiButtweld

Kantspm/Fillet weld

a-mal mm/Throat thickness mm

til/to

|| SVEJSEPROCEDURE-SPECIFIKATION WPS No.: SH 40-02
= WELDING PROCEDURE SPECIFICATION
Godkendelse i henhold til: .

GROUP Approval according to: EN 150 15614-1 Revision: 0
RevisioR 0 Godkendt af: RN EN ISO 15609-1 DNV Rules for Classification of Ships —January 2014 Dato / Date 91.07.2014
Godkendelsesdato: _ SH Group’s specifikation: 3 " Daekket af WPQR nr.:
03-06-2014 Bilag: P3.2-f5 SH Group's specification: NORSOK M-101 Edition 5, Oct. 2011 Supported by WPQR No.: SH 40
Kunde/Client: SH Group AS Projekt/Project:
GRUNDMATERIALER/BASE MATERIALS
Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group Ceqv. max. Standard Betegnelse/Code Designation-grade 1SO 15608 Gruppe/Group ~ Ceqv. max.
Kulstof stdl /Carbon steel 1.1,1.2,14 0,43 Kulstof st3l /Carbon steel 1.1,1.2,14 0,43

Tykkelsesomrade mm/Thickn.range mm

25

Rerdiameter/Pipe diameter range mm

Contractor's sfgnature

René Nau

e

GroUp
& wr o
00284 DK
&n -.\’Ao

N/mm? 260 mm Alle / all 260 mm
Fugedetaljer og semopbygning (skitse) / ) .
Joint details and welding sequence (sketch) O v OO Ex:l | O X I—J:L‘ Heftning/Tacking:
Min. forvarmetemp. -
Min. preheat temp. 100 C
Lengde/
Length 4xWT mm
Antal strenge/ 1
No of runs
Stilling/
Paiitios All except PG and J-L045
Andre data/
Other data
2. side Fugning/Gouging
D Ja/Yes & Nej/No
1-N Forvarmetemp./ o
Preheat temp. C
Elektrode dia./
Electrode dia. mm
Lufttryk/
Air pressure bar
i & and J-LO 2. side Slibning/Grinding
Svejsestilling/Welding position All except PG and J-L045
I o . P D Ja/Yes D Nej/No
Streng Svejse- G Gas W: Wolfram/ Di Klassefikation/Classification H, Gas Baggas Bem.
nr. proces T Trad/Wire Diameter %5 G ENISO 14175 Back Note
P: Pulver/Flux -Langde _§ T: ENISO 17632-A Skala Dyse shielding
Run Welding E: Electrode Diameter § P: Scale Nozzle gas
No. process v Fabrikat og betegnelse/ -Length = E: Type
Manufacture and trade mark mm I/min | mm” I/min No.
1 136 T Elgacore DWA 55L 1.2 T4661,5NiPM1H5 D /
G | 82% Argon + 18% CO, M21 20-25 /
/
/
/
7
E Manuel/Manual D Mekaniseret/Mechanized D Automatisk/Automatic D Puls/Pulsed
Streng Program Strgm/Current Tréd- Svejsehast. mm/min. i AStri Andre data/ Bem.
nr. nr. hastighed/ eller streekkelzngde mm/ XX: pendl., strengbredde max./ Other data Note
Wire speed Travel speed mm/min. Weaving, run width max.
Run Programme AC Omrade/Range or run-out length mm
No. No. DC Omr./Range Omr./Range Heat input
Pol. Amp. m/min L Volt mm KJ/mm (EN 1011) No.
1-N 136 DC+ 180-220 s 15-25 22,3-24,7 138-290 19 09-14 1
1
1
Specielle krav/Special requirements
Forvarmning/Preheat 100°C Temp. mellem strenge/interpass temp. max. 208°C
Efterf. varmebehandling/PWHT: Nej/No D Ja, se bilag nr./Yes, see enclosure No.:
Bemaerkninger - andre oplysninger / Notes - other informations
1: Nar hgjeste svejsestrgm anvendes, skal der svejses med hgjeste svejsehastighed og omvendt/
When highest welding current is in use, then use highest welding speed and vice versa
Dato/Date Dato/Date Dato/Date
22.07.2014 {//
Vi ?v 2oty
Producentens un, Underskrift af kunde-kunderep / Underskrift af godkendende myndighed/

Client's or representative's signature Certifying Authorii
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s DANAK

PERSON Reg. nr. 3001

Svejsercertifikat EN ISO 9606-2
Welder Approval Test certificate EN ISO 9606-2

FORCE Certification

FORCE

Certification

O

Betegnelse EN ISO 9606-2 131 P FW 22 S {8,0 PB ml
Designation
Firma SH Group A/S Svejsernavn Jacob Lindhardtsen
Manufacturer Welder's name
Fedselsdato 1976-01-29 Svejserid. 313
Date of birth Welder Ident
Dato for svejsning  2015-09-03 Eksaminator Lars Jensen
Date of welding Examiner
Veesentlige data Aktuelle data Godkendelsesomrade Certifikatnr. ESB125855
Essential variables Actual data Range of approval Certificate no.
Svejsemetode 131 131 Force sag id. 115-30196
Welding process Order no.
Plade eller rar P T.P Identifikation 3G
Plate or pipe Identification of test piece
Sgmtype FW FW
Joint type
Grundmateriale 5 21 22
Parent material _ ! Foto (hvis @nsket)
Tilsatsmateriale S S Photo (if required)
Filler metal type
Godstykkelse (mm) 8,0 > 3,0
Thickness of test piece (mm)
Udv. rgrdiameter (mm) > 150
Outside pipe diameter (mm) -
Svejsestilling PB PA, PB
Welding position
Svejsedetaljer ml sl, ml
Welding details WPS SH 202
Bemasrkninger 1O 14175:11 e
Aux.
Yderligere information fremgar af det medfeigende bilag  Nej Jobkendskab Ikke provet/Not Tested
Additional information available on enclosures Job knowledge

Certifikatet er kun gyldigt, nar det er underskrevet iflg. EN ISO 9606-2 afsnit 9.2

Acceptable/Not performed

Gyldig til (dato) 2017-09-03

Validity of approval until (date) Certificate is only valid, if signed acc. to EN 1SO 9606-2 subsection 9.2

Prevningsmetode | Rapportgreport Acceptstandard  1SO 10042  Acceptkrit. EN ISO 9606-2 afsnit 7
Type of test Bestaet/ikke provet Acc. standard Accept crit.

Visuel kontrol

Visual examination

Bestdet/Accepted

Forlaengelse hver 6. maned efter afsluttet prgvning iflg. 9.2
Prolongation every 6 month after date of completed test acc. to subsection 9.2

Ultrasonic test

. : 5 i : .
Radiograefing | Iie provet/Not Tested Dao Stlling elr e Underskit
Jltralyd Ikke prgvet/Not Tested % - 20/ 4

15 F [ Afem~

Magnetpulver

Ikke pravet/Not Tested

Y9 -20/¢

Magnetic test
Penetrant Ikke prgvet/Not Tested
Dye penetrant test
Macroscopi
Wi e s Ikke pravet/Not Tested
Br rovi Certifikat udstedt i.h.t 9.3, forlaengelse for yderligere 2 ar
Frag{?rgtea;t er Bestd Et/ Accepted Ceni{icale i_ssued acc to subsection 9.3, pro?ongaﬁan fory the éOI%Wirg 2 years o O ‘{25
Bgjeprover Oprindeligt cert. nr.  From cert. No. ert. Organ Certification body
e Ikke pravet/Not Tested
Andre prgver* Certificeringsansvarlig Underskriftsdato
i Add. tests Certification nggnage Date of issue
¢ |Markrapport nr
‘_t": Field report no. i
% |Se evt. bilag for supplerende oplysninger <
g See separate sheet, if required. espe isti en 20 15-11-25
FORCE Certification
Notified
Svejser/operatgr er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som implementerer
direktiv 97/23/EF (PED) henholdsvis 1999/36/EF (TPED)
Welder/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 1999/3
g n 2ol™ /15"

604-4-1-da-da

FORCE Certification, Park Allé 345, 2605 Brgndby, TIf.: +45 4326 7000, Fax.: +45 4326 7011

FNDRCF Tarhnnlaav Fchiara (Actra (Ciacinmvai 7 A71E Fchiara Nl TIf + LAR 7610 NAEN Fav + LAR 7R4K NNRA




310-1.1-14-da-en

s DANAK

PERSON Reg. nr. 3001

FORCE Certification

Svejsercertifikat EN ISO 9606-2 S
Welder Approval Test certificate EN ISO 9606-2 Certification

FORCE

O

Betegnelse EN ISO 9606-2 131 T/PFW 22 S t10,0/15,0 D50 PB ml
Designation
Firma SH Group A/S Svejsernavn Jakob Lindhardsen
Manufacturer Welder's name
Fedselsdato 1976-01-29 Svejserid. 313
Date of birth Welder Ident
Dato for svejsning  2015-09-30 Eksaminator John Grgnning
Date of welding Examiner
Vaesentlige data Aktuelle data Godkendelsesomrade Certifikatnr. ESB125654
Essential variables Actual data Range of approval Certificate no.
Svejsemetode 131 131 Force sag id. 115-31370
Welding process Order no.
Plade eller rar T/P T.P Identifikation 1A
Plate or pipe Identification of test piece
Somtype FW FW
Joint type
Grundmateriale 22 21 22
Parent material _ ’ Foto (hvis ensket)
Tilsatsmateriale S S Photo (if required)
Filler metal type
Godstykkelse (mm) 10,0 23,0
Thickness of test piece (mm) 15,0 23,0
Udv. rgrdiameter (mm) | 50 > 25
Outside pipe diameter (mm) -
Svejsestilling PB PA, PB
Welding position
Svejsedetaljer ml sl, ml
Welding details WPS SH 203
Bemasrkninger 1SO 14175:F2 e
Aux.
Yderligere information fremgar af det medfeigende bilag Nej Jobkendskab

Additional information available on enclosures

Ikke prgvet/Not Tested

Job knowledge

Certifikatet er kun gyldigt, nar det er underskrevet iflg. EN SO 9606-2 afsnit 9.2

Se evt. bilag for supplerende oplysninger
See separate sheet, if required.

Gyldig il (dato) 2017-09-30
Validity of approval until (date) Certificate is only valid, if signed acc. to EN I1SO 9606-2 subsection 9.2
Provningsmetode | Rapport report Acceptstandard  1SO 10042  Acceptkrit. EN ISO 9606-2 afsnit 7
Type of test Bestaet/ikke provet Acc. standard Accept crit.

Acceptable/Not performed
Visuel kontrol Forleengelse hver 6. maned efter afsluttet prgvning iflg. 9.2
Visual examination BESté et/ Acce pted Prolongation every 6 month after date of completed test acc. to subsection 9.2
Radiograferin Dato Stilling eller titel Underskrift
Ra?ﬁogragphif st 0 |Ikke provet/Not Tested Date Pos@_gqme-”\ Signature
Jltralyd E ( e ) 7
Ultrasonic test Tkke pI’(ZiVEt/ Not Tested /> 25’/ l,( lty:/zsr: o™ ;5&’/// / l'y/"/\—’
Magnetpulver ' '
Magge,,c ,82, Ikke prgvet/Not Tested
Penetrant Ikke provet/Not Tested
Dye penetrant test
Macroscopi
Macro examination BeStéet/ Acce ptEd

Certifikat udstedt i.h.t 9.3, forleengelse for yderligere 2 ar

FBrgtl{S],E flg[v =l Tkke p rgVEt/ Not Tested Certificate issued acc to subsection 9.3, pro%:mgation fory{he fol%wing 2 years | Jeas
Bajeprover Tkke provet/Not Tested Oprindeligt cert. nr.  From cert. No. Cert. Organ Certification body
Bend test
Andre prgver* Certificeringsansvarlig Underskriftsdato
Add. tests Certification manager Date of issue
Markrapport nr
Field report no. 4

sper sen 2015-11-13

Svejser/operater er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som implementerer

direktiv 97/23/EF (PED) henholdsvis 1999/36/EF (TPED)

Welder/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 1999/36/E

.

604-4-1-da-da

FORCE Certification
Notified bgdy 0200

e s:en ,&/f’//”/é

N

N

FORCE Certification, Park Allé 345, 2605 Brgndby, TIf.: +45 4326 7000, Fax.: +45 4326 7011

ENDCE Tarhnnlanv Fehiarn (Actra (Ciacinavai 7 A718 Fchiarn N TIf + LA 7610 NAGA Fav - 14K 7645 nNRA




2

DANAK

PERSON Reg. nr. 3001
Medlem af EAMLA

Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som

FORCE Certification A/S

Svejsercertifikat EN ISO 9606-1:2013
Welder qualification test certificate EN ISO 9606-1:2013

FORCE

Certification

Ay

implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbeerende udstyr

Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

Betegnelse 1ISO 9606-1 135 T/P FW FM5 S t5/10 D73 PB ml

Designation

Firma SH Group A/S Svejsers navn Jacob Lindhardtsen Fodested

Manufacturer Welders name Place of birth

Eksaminator Lars Jensen Svejserid 313 Fodselsdato 1976-01-29
Examiner Welders ID Date of birth

Supplerende kants@mprave/supplementary fillet weld O
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723645
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 135 (D) 135 (D, G, S), 138 (D, G, S) |dentifikation 1A
Welding process Identification of test piece
Plade eller rgr TP TP Force sag id.
Plate or pipe ' Order no.
Svejsesgmtype
T ot wsic FW P 114-29962
Srundmatenale 8.1 1-11

arent material
lesatsmaterlalegruppe FM5 EM5
iller material group
Tllsatsmaterlaletype s S M
Filler metal type
Godstykkelse (mm) 23 Foto (hvis gnsket)
Material thickness (mm) 10 Photo (if required)
Svejst godstykkelse (mm)
Deposited thickness (mm)
Udv. rgrdiameter (mm) 73 236,5 WPS SH26
Outside pipe diameter (mm) wes
Svejsestilling PB Oven-ned, staende kantsgm
Welding position
Flat, horizontal vertical

Svejsedetaljer ml sl, ml Jobkundskab Nej/no
Welding details Job knowledge

D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Prgvningsmetode Oplysninger

Type of test Information
Visuel kontrol : Gas EN ISO 14175 M21
Visual testing Bestaet/accestovis Gas EN1S0°14175
Radiografering Ikke provet/uo tsted Hjeelpeudstyr
Radiographic testing Auxiliari
Ultralyd Stremtype og polaritet  |DC+
Ulfrasanyc testing lkke p revet/no rested Current and polarity
Magnetpulver Andet
Magnetic particle testing kke DrﬂVeUNm tested Others

Penetrant Ikke pravet/not tested

Dye penetrant testing

Makrounde_rszg. Bestaet/acceptasie

Macro examination

Erudprz\_/er Ikke provet/not tested
racture testing

Bojepraver

Serditest Ikke pravet/not rested

Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a Recer

every three years

Gyldigt fra (dato)

Validity of approval from (date)

Gyldig til (dato)

Valid to (date)

2014-09-12

2017-09-12

Underskriftsdato

Date of issue

Certificeringsansvarlig
Certification Manager

2014-09-19

Jesper Chris

N




Gyldighedsdato/bekraftelse/fornyet validering af certifikat nr.

Validity ‘mation/r idation te no.

4723645

FORCE

Certification

Navn/ Name

Jacob Lindhardtsen

Bekraeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ lDate
/3-S5
Q/C) -2015 |
7 - zow sl S B e

Yo -2006 Bk J fou

(ou
Cilel v Position or title
WT

K00005

D
Bent O. Hanse \.Q
IWS DK C0357 g
SeRLiAyR AR

(LGS o
SH Group /3




310-1.1-14-da-en

s DANAK

PERSON Reg. nr. 3001

Betegnelse
Designation

Firma
Manufacturer

SH Group A/S

Fodselsdato 1976-01-29

Date of birth

Dato for svejsning 2015-11-16

FORCE Certification
Svejsercertifikat EN ISO 9606-2

EN ISO 9606-2 141 P BW 22 S t8,0 PA bs

Svejsernavn Jakob Lindhardsen
Welder's name

Svejserid. 313

Welder Ident

Eksaminator Lars Jensen

FORCE

Welder Approval Test certificate EN ISO 9606-2 Certification

o

Date of welding Examiner

Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. ESB126328
Essential variables Actual data Range of approval Certificate no.

Svejsemetode 141 141 Force sag id. 115-32888
Welding process Order no

Plade eller rar P T.P Identifikation 3A0

Plate or pipe Identification of test piece

Sgmtype BW BW, FW

Joint type

Grundmateriale

Parent material 22 21' 22 i

: i Foto (hvis @nsket)

Tilsatsmateriale S S, nm Photo (if required)
Filler metal type

Godstykkelse (mm) 8,0 > 6,0

Thickness of test piece (mm)

Udv. rgrdiameter (mm) > 150

Qutside pipe diameter (mm) -

Svejsestilling PA PA, PB

Welding position

Svejsedetaljer bs ss mb, bs, sl, ml

Welding details WPS SH 204
Bemaerkninger IS0 14175:11 Godkendt for AC / Qualified for AC WeS

Aux.

Yderligere information fremgar af det medfzigende bilag  Nej Jobkendskab Ikke provet/Not Tested
Additional information available on enclosures Job knowledge

Certifikatet er kun gyldigt, nar det er underskrevet iflg. EN 1ISO 9606-2 afsnit 9.2

Acceptable/Not performed

Gyldig til (dato) 2017-11-16

Validity of approval until (date) Certificate is only valid, if signed acc. to EN ISO 9606-2 subsection 9.2

Prgvningsmetode |Rapportreport Acceptstandard  1SO 10042  Acceptkrit. EN ISO 9606-2 afsnit 7
Type of test Bestaet/ikke pravet Acc. standard Accept crit.

Forleengelse hver 6. maned efter afsluttet pravning iflg. 9.2

Ultrasonic test

Visuel kontrol
Visual examination BESté Et/ Accepted Prolongation every 6 month after date of completed test acc. to subsection 9.2
Radiograferin Dato Stilling eller tite Underskrift
Radiogra%hic test g B ESté Et/ ACCEpted Date Position :gr,title«- — Signature
= 7} CENMT U Rdisen < 74 ¥
Ultralyd Ikke provet/Not Tested / %»~ Y /A I3 DK 063 Byt . Jlinsse

Magnetpulver
Magnetic test

Ikke prgvet/Not Tested

<SH-GroupAS
\‘_—_"/

Penetrant
Dye penetrant test

Ikke prgvet/Not Tested

Macroscopi
Macro examination

Ikke prgvet/Not Tested

Brudpraver
Fracture test

Ikke prgvet/Not Tested

Bojepraver
Bend test

Ikke prgvet/Not Tested

Oprindeligt cert. nr.  From cert. No.

Certifikat udstedt i.h.t 9.3, forleengelse for yderligere 2 ar
Certificate issued acc to subsection 9.3, prolongation for the following 2 years
Cert. Organ Certification body

o Ja

Yes

Andre prgver*
Add. tests

Certificeringsansvarlig
Certification manager

Markrapport nr

Field report no.

Se evt. bilag for supplerende oplysninger

See separate sheet, if required.

'gg ﬁndersen

Underskriftsdato
Date of issue

2015-12-21

FORCE Certification
Notified body 0200

Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som implementerer

direktiv 97/23/EF (PED) henholdsvis 1999/36/EF

Welder/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 1999/36/EC

604-4-1-da-da

(TPED) {

Stig Andersen

FORCE Certification, Park Allé 345, 2605 Brondby, TIf.: +45 4326 7000, Fax.: +45 4326 7011

FNDCE Tarhnnlami Fchiara fActra CiacinAvuai 7 A718 Fchiara Nl TIf + LAK 741N NAEN Eav - 1AG 7545 NNQA




310-1.1-14-da-en

st DANAK

PERSON Reg. nr. 3001

FORCE Certification

Svejsercertifikat EN ISO 9606-2
Welder Approval Test certificate EN ISO 9606-2 Certification

FORCE

A

Betegnelse EN ISO 9606-2 141 T/P FW 22 S t10,0/8,0 D100 PF sl
Designation
Firma SH Group A/S Svejsernavn Jakob Lindhardsen
Manufacturer Welder's name
Fadselsdato 1976-01-29 Svejserid. 313
Date of birth Welder Ident
Dato for svejsning  2015-11-12 Eksaminator Lars Jensen
Date of welding Examiner
Veesentlige data Aktuelle data Godkendelsesomrade Certifikatnr. ESB126331
Essential variables Actual data Range of approval Certificate no.
Svejsemetode 141 141 Force sag id. 115-32888
Welding process Order no.
Plade eller ragr T/P T.pP Identifikation 3B
Plate or pipe Identification of test piece
Sgmtype FwW FW
Joint type
Grundmateriale 22 21 22
Parent material _ ! Foto (hvis ansket)
Tilsatsmateriale S S, nm Photo (if required)
Filler metal type
Godstykkelse (mm) 10,0 23,0
Thickness of test piece (mm) 8,0 23,0
Udv. rgrdiameter (mm) | 100 > 50
Qutside pipe diameter (mm) -
Svejsestilling PF PA, PB, PD, PF
Welding position
Svejsedetaljer sl sl
Welding details WPS SH 205
Bemaerkninger ISO 14175:11 Godkendt for AC / Qualified for AC wes
Aux.
Yderligere information fremgar af det medfgigende bilag Nej Jobkendskab Tkke prgvet/Not Tested
Additional information available on enclosures Job knowledge

Certifikatet er kun gyldigt, nar det er underskrevet iflg. EN 1SO 9606-2 afsnit 9.2

Gyldig til (dato) 2017-11-12
Validity of approval until (date) Certificate is only valid, if signed acc. to EN 1SO 9606-2 subsection 9.2
Prevningsmetode | Rapportgrepor Acceptstandard  1SO 10042  Acceptkrit. EN ISO 9606-2 afsnit 7
Type of test Bestaet/ikke provet Acc. standard Accept crit.
Acceptable/Not performed
Visuel kontrol Forleengelse hver 6. maned efter afsluttet prgvning iflg. 9.2
Visual examination BeSt§Et/ ACCGptEd Prolongation every 6 month after date of completed test acc. to subsection 9.2
Radiograferin Dato Stillj f Underskrift
Ra diog(r)agp hic [eest g Ikke pr(avet/ Not Tested Date PogtlioB ‘ti@ -‘4"."-“?'!1 Signature
Ultralyd )37 . Cnie o > Ty
Uh‘rason%:‘ test Ikke provet/Not Tested o /5 — 2076 \\5'\-_—/ [Saef O fA—
Magnetpulver
Magf’e,,.c test Ikke pravet/Not Tested
Penetrant Ikke provet/Not Tested
Dye penetrant test
Macroscopi
Macro examination Besta et/ ACCEptEd
Certifikat udstedt i.h.t 9.3, forlaengelse for yderligere 2 ar
E,ggg,g [rezv er Ikke prﬂvet/ Not Tested Certificate issued acc to subsection 9.3, pro?onga.‘ion fory the Céo/chlwwirg 2 years o a Jgs
Bgjepraver Oprindeligt cert. nr.  From cert. No. ert. Organ Certification body
P Ikke prgvet/Not Tested
Andre prover* Certificeringsansvarlig Underskriftsdato
Add. tests Certification manager Date of issue
Markrapport nr
Field report no.
Se evt. bilag for supplerende oplysninger S o A
See separate sheet, if required. tlg Andersen 20 15-12-2 1
FORCE Certification
Notified body 0200
Svejser/operater er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som implementerer
direktiv 97/23/EF (PED) henholdsvis 1999/36/EF (TPED)
Welder/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 1999/36/EC. 4 =
ig Andersen
3 .
g: FORCE Certification, Park Allé 345, 2605 Brgndby, TIf.: +45 4326 7000, Fax.: +45 4326 7011

FADCFE Tarhnnlnmu Fehiarn fActra MiacinAavai 7 A71E Fchiara Nl TIf - LAE 7410 NAGSA Eav - 44K 7048 NNRA
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DANAK

PERSON Reg. nr. 3001
Mediem af EAMLA

FORCE Certification A/S

Svejsercertifikat EN ISO 9606-1:2013
Welder qualification test certificate EN ISO 9606-1:2013

Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som

implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

FORCE

Certification

A

Betegnelse ISO 9606-1 138/136 T BW FM1 M/P s13(3/10) D100 H-L045 ss nb
Designation
Firma SH Group A/S Svejsers navn Morten Eriksen Fodested
Manufacturer Welders name Place of birth
Eksaminator Lars Jensen Svejserid 503 Fadselsdato 1979-10-29
Examiner Welders ID Date of birth
Supplerende kantsg@mprave/suppiementary fillst weld M
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723333
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D, G) / 136 135 (D, G, S), 138 (D, G, S), 136 Identifikation 4A
Welding process Identification of test piece
Plade eller ragr T PT Force sag id.
Plate or pipe Order no.
Svejsesgmtype .
Type of weld B P B P 114-24616
Grundmaterlale 12 1-11
Parent material
;I'_llsatsrr_laterlalegruppe FM1 FM1, FM2
iller material group
"Fr_llsatsmatenaletype M/P M.S.R,P.V.W.Y,Z
iller metal type
Godstykkelse (mm) 13 (10 FW) (23 FW) Foto (hvis @nsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) [138/136: 13 135/136, 138/136 : 23
Deposited thickness (mm) 138: 3 135.138:3-6
136:10 136:3-20
Udv. rerdiameter (mm) 100 =50 WPS 100XP/55E,t40, PF
Outside pipe diameter (mm) A
Svejsestilling H-L045 Oven-ned,side-ind,under-op,lodret .
Welding position stigende,staende kantsgm
Flat,horizontal,overhead,vertical up,horizontal vertical
Svejsedetaljer ss nb S, M: ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/no
Weldingdetais S.M.R.P.V. W, Y. Z ss mb, bs, sl. ml Hobiknowledge:

D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer

S: Spraybue/Spray Transfer

* FW: Oven-ned, staende kants@gm / Flat, horizontal

Prgvningsmetode Oplysninger

Type of test Information

Visuel kontrol . Gas EN ISO 14175 M21
Visual testing Bestaet/acceptasie Gas EN ISO 14175

Eagg;gg;f;fg;ngg Ikke provet/o resied /f'uljf;;fj“dsm

Ultralyd Stremtype og polaritet  |DC+

Ultrasonic testing Besta et/AccepIable

Current and polarity

A'\faf,‘i[}f :5,5‘5',;’22,,@ Ikke provet/uot tested gggset
Eﬁgf}ﬂn‘f sesting Ikke pravet/not tested

A'\f,.,f,fr,ﬂfmrfi‘j:f 2. Ikke pr@vet/not tested

Egggrep :e“;)l:zr Bestaet/acceptasie

BBEiJ‘jﬁgtmver Ikke pr@vet/not tested

Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a Recertification every three years

Gyldigt fra (dato) 2014-04-09
Validity of approval from (date)
Gyldig til (dato) 2017-04-09

Valid to (date)

Underskriftsdato

Date of issue

Certificeringsansvarlig
Certification Manager

2014-08-20

Sves Meeeotpe

Hans Knudsen




Gyldighedsdato/bekraftelse/fornyet validering af certifikat nr. 4723333 FO RCE

Validity date/col i idati i no.

Certification

Navn/ Name Morten Eriksen

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date Underskrff Signaturd
G-Jer=Bot ey // >
Wy ~& /5 7 Ao

Yo~ 2075 Bovrid B B
iy~ 2004 PBin Bl Pt
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DANAK

PERSON Reg. nr. 3001

FORCE Certification A/S

Svejsercertifikat EN ISO 9606-1:2013
Welder qualification test certificate EN ISO 9606-1:2013

FORCE

Certification

(M,

\
Wyyppp”

Medlem af EAMLA
Svejser/operater er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbzerende udstyr
Welding. is appi d rding to ACT 694 and 685, which i the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

Betegnelse 1ISO 9606-1 136 T/P FW FM5 P t5/5 D50 PB sl
Designation

Firma SH Group A/S Svejsers navn Morten Eriksen Fedested
Manufacturer Welders name Place of birth

Eksaminator Lars Jensen Svejserid 503 Fadselsdato 1979-10-29
Examiner Welders ID Date of birth

Su ppl erende kantsgm pra Ve/Ssupplementary fillet weld O
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4727119
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 136 136 Identifikation 2A
Welding process Identification of test piece
Pl 0
. ade -e"er ror TP T, P Force sag id.

late or pipe Order no.
Svejsesgmtype
Type of weld Fw FW 11527378
Grundmateriale
Parent material 8.1/1.2 -1
Tilsatsmaterialegruppe
Filler material group FMS FM5

i rial
Illsatsmate aletype P RP.V.WY, Z

iller metal type
Godstykkelse (mm) 5 23 Foto (hvis gnsket)
Material thickness (mm) 5 Photo (if required)
Svejst godstykkelse (mm)
Deposited thickness (mm)
Udv. rgrdiameter (mm) 50 225 WPS SH 59
Outside pipe diameter (mm)
Svejsestilling PB Oven-ned, stdende kantsgm N
Welding position

Flat, horizontal vertical

Svejsedetaljer sl sl Jobkendskab Nej/no
Welding details Job knowledge

D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer P: Pulsbue/Pulsed transfer
Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol . Gas EN ISO 14175 M21
Visual testing Bestaet/acceptavie Gas EN ISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing lkke pl’ZVet/Nol fested Auxilianes
Ultralyd Stremtype og polaritet |[DC+
Ultrasonic testing Ikke przvet/maz tested Curmrent and polarity
Magnetpulver Andet
Magnetic particle testing lkke pl'ﬂVGt/Nof tested Others
Penetrant
Sye penshantiosing Ikke pravet/not tested
Makrounderszg. Bestaet/acceptabie
Macro examination
Brudpraver
Fracture tésting lkke pravet/not tested
Eeﬂetg:aver lkke pravet/not tested
Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of i rding to section 9.3: a Recertification every three years
Gyldigt fra (dato) 2015-06-09 Underskriftsdato 2015-07-08
Validity of approval from (date) Date of issue
Gyldig til (dato) 2018-06-09 Certificeringsansvarlig Istia 4 Svendsen

Valid to (date)

Certification Manager




Gyldighedsdato/bekraeftelse/fornyet validering af certifikat nr. 4727119
Validity date/confirmation/revalidation certificate no.

FORCE

Certification

Navn/ Name

Morten Eriksen

Bekreeftelse hver sjette maned iflg. 1ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date

Underskrift/ Signature

Stilling eller titel/ Position or title
"% 2015 @&‘4@:% \/CQth‘e&Q‘QC\Q
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FORCE Certification A/S

DANAK Svejsercertifikat EN 1SO 9606-1:2013 FORCE =
PERSO':H ':79&"“3&01 Welder qualification test certificate EN ISO 9606-1:2013 Certification —=
Svejser/operater er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment
Betegnelse 1ISO 9606-1 138 P BW FM1 M s15 PC ss nb
Designation
Firma SH Group A/S Svejsers navn Morten Eriksen Fadested
Manufacturer Welders name Place of birth
Eksaminator John Grgnning Svejserid 503 Fadselsdato 1979-10-29
Examiner Welders ID Date of birth
Supplerende kants@mprave/suppementary fiet weld
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723909
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D, G) 135 (D, G, S), 138 (D, G, S) |dentifikation 1B
Welding process Identification of test piece
Plade eller rer p P.T Force sag id.
Plate or pipe Order no.
Svejsesgmtype
Type of weid BW, FW BW, FW 114-30369
Srundmaterlale 12 1-11
arent material
Illsatsmatenalegruppe EMA FM1, EM2
iller material group
Tllsatsmaterlaletype M M. S
Filler metal type
Godstykkelse (mm) 15 (10 FW) (23 FW) Foto (hvis gnsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) |15 >3
Deposited thickness (mm)
Udv. rgrdiameter (mm) 275 (Roterende/rotating), 2500 (fast/ixed) WPS SH 38-01
Outside pipe diameter (mm) -
Svejsestilling PC Oven-ned, side-ind, stdende kantsgm ah
Welding position
Flat, horizontal, horizontal vertical
Svejsedetaljer ss nb ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/no
Welding details Job knowledge
D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: épraybue/Spray Transfer
Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol ; Gas EN ISO 14175 M21
Visual testing Bestaet/acceptavie Gas EN ISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing Ikke p rﬂVeUNoz {ested Aucxiliaries
Ultralyd 2 Stremtype og polaritet  |DC+
UIIrasonyc testing BeStanAccep fable Current an¥1 palan‘s
Magnetpulver Andet
Magnetic particle testing Ikke DFGVeUNot tested Others
Penetrant
Dye penelrant testing Ikke pravet/not tested
L‘A"akm“”_d‘?rs“’g- Ikke pravet/not tested
acro
Brudpraver 2
Frac 1ur§ testing Bestaet/acceptavle
Bgjepraver
BentJ1 fost lkke DrﬂVeUNot tested
Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a | every three years
Gyldigt fra (dato) 2014-09-24 Underskriftsdato 2014-10-08
Validity of approval from (date) Date of issue
Gyldig til (dato) 2017-09-24 Certificeringsansvarlig

Valid to (date) Certification Manager




Gyldighedsdato/bekraeftelse/fornyet validering af certifikat nr.

Validity

no.

4723909 FORCE

Certification

Navn/ Name

Morten Eriksen

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

deérskrift/ Sl nature/

Dato/ Date
X5~ 15 / Zor il Af
2% . /o~ Y/ /f//
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@ FORCE Certification A/S
DANAK Svejsercertifikat EN SO 9606-1:2013

FORCE

O

PERSON r;egéArrMSL:m Welder qualification test certificate EN ISO 9606-1:2013 Certification
Svejser/operater er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr

Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment
Betegnelse 1ISO 9606-1 138/136 T BW FM1 M/P s16(4/12) D89 H-L045 ss nb
Designation
Firma SH Group A/S Svejsers navn Morten Eriksen Fadested
Manufacturer Welders name Place of birth
Eksaminator John Grgnning Svejserid 503 Fadselsdato 1979-10-29
Examiner Welders ID Date of birth
Supplerende kantsemprave/suppiementary filet weid M
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723903
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D) / 136 135 (D, G, S), 138 (D, G, S), 136 Identifikation 1A
Welding process Identification of test piece
Plade eller rar T PT Force sag id.
Plate or pipe ! Order no.
Svejsesgmtype
Type of weld BW, FW BW, FW 114-30369
Grundmatenale 12 1-11
Parent material
Tilsatsmaterialegruppe
Filler material group FM1 FM1, FM2
Illsatsmatenaletype M/ P M S R P.VWY,Z
iller metal type
Godstykkelse (mm) 16 (10 FW) (=23 FW) Foto (hvis gnsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) 138/136 : 16 135/136, 138/136 : =3
Deposited thickness (mm) 138 4 135.138:3-8

136 : 12 136 : 23
Udv. rgrdiameter (mm) 89 2445 WPS SH 39-01
Outside pipe diameter (mm) .
Svejsestilling H-L045 Oven-ned, side-ind, under-op, lodret stigende,
Welding position staende kantsgm
Flat, horizontal, overhead, vertical up, harizontal vertical

Svejsedetaljer ss nb S, M : ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/no
Welding details S,M,R,P,V,W, Y, Z:ssmb, bs, sl, ml Job knowledge
D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol s Gas EN ISO 14175 M21
Visual testing Bestaet/acceprasie Gas EN ISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing lkke DFGVSUNoI tested Aucxiliaries
Ultralyd 2 Stremtype og polaritet  |[DC+
Ultrasonic testing Bestaet/Accep!able Current and polarity
Magnetpulver Andet
Magnetic particle testing lkke DI’{ZIVGUNOI fested Others
Penetrant
Dye penetrant testing lkke pravet/not tested
milsroundgrsmg. Ikke prevet/not ested
Brudpraver 2
Fracture testing Bestaet/acceptabie
BBe fﬁg aver Ikke pravet/not tested

Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar

Method of revalidation according to section 9.3: a Recertification every three years

Gyldigt fra (dato) 2014-09-24 Underskriftsdato 2014-10-09
Validity of approval from (date) Date of issue
Gyldig til (dato) 2017-09-24 Certificeringsansvarlig

Valid to (date) Certification Manager




Gyldighedsdato/bekraftelse/fornyet validering af certifikat nr.

Validity date/confirmation/revalidation certificate no.

Navn/ Name

4723903

FORCE

Certification

Morten Eriksen

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date W
23~ IS >4
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Bent O. Hansen
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7

FORCE Certification A/S

L — -

DANAK Svejsercertifikat EN 1SO 9606-1:2013 FORCE =

PERSON Z?gé,\"ﬁﬂm Welder qualification test certificate EN ISO 9606-1:2013 Certification ==

Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which imple the directives 97/23/EC respectively 2010/35/EU reg g P quip

Betegnelse 1ISO 9606-1 141/136 T BW FM1 S/P s14,2(4/10,2) D100 H-L045 ss nb
Designation
Firma SH Group A/S Svejsers navn Morten Eriksen Fadested
Manufacturer Welders name Place of birth
Eksaminator Lars Jensen Svejserid 503 Fadselsdato 1979-10-29
Examiner Welders ID Date of birth

Supplerende kants@mprgve/suspiementary fiet weld M
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4725653
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 141/136 141, 142, 143, 145, 136 Identifikation 2A
Welding process Identification of test piece
Plade gller rer T PT Force sag id.
Plate or pipe Order no.
Svejsesgmtype
Type of weld BW, FW BV, Pl 115-23376
Srundmgtenale 12 1-11

arent matenial
Tilsatsmaterialegruppe
Filler material group FM1 FM1 ¢ FM2
Tilsatsmaterialetype
Filler metal type S/P SM,R,P,V,W, Y, Z nm
Godstykkelse (mm) 14,2 (10 FW) (23 FW) Foto (hvis snsket)

Matenal thickness (mm)

Photo (if required)

Svejst godstykkelse (mm)

141/136 : 14,2

141/136, 142/136, 143/136, 145/136 : =3

Deposited thickness (mm) 141 - 4 141’ 142' 143' 145:3-8
136:10,2 136:3-20.4
Udv. rerdiameter (mm) 100 =50 WPS SH 141-136-01-cert.
Qutside pipe diameter (mm) e
Svejsestilling H-L045 Oven-ned, side-ind, under-op, lodret stigende,
Wlding pasitior staende kantsgm,under-op/side-ind
Flat, horizontal, overhead, vertical up, horizontal vertical, horizontal overhead
Svejsedetaljer ss nb S, M, nm : ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/no
Welding dateils S M nm R PV, WY Z: ssmb_bs. slml dobinamedge
D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol . Gas EN ISO 14175 11, M21
Visual testing Bestaet/acceptavie Gas EN ISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing lkke prﬂvet/Not tested Auxiliaries
Ultralyd . Stremtype og polaritet  |[DC+/DC-
Ultrasonic testing Bestaet/accepavie Current and polarity
Magnetpulver Andet
Magnetic particle testing Ikke DI'E)VEUNOI tested Others
Penetrant
Dye penetrant testing lkke pravet/not tested
Makroundersgg.
Nistro ecamination Ikke pravet/not tested
FBrudprrz}\_/er Bestéet/Acceptable
racture testing
BBefleetepsl-gver lkke provet/not tested
Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a Recertification every three years
Gyldigt fra (dato) 2015-02-27 Underskriftsdato 2015-03-0
Validity of approval from (date) Date of issue
=
Gyldig til (dato) 2018-02-27 Certificeringsansvarlig tians

Valid to (date)

Certification Manager

e%rC




Gyldighedsdato/bekrzftelse/fornyet validering af certifikat nr. 4725653 FO RCE

Validity date/confirmation/revalidation certificate no.

Certification

Navn/ Name Morten Eriksen

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date Underskri ASignat}e_ Stilling £ IRosition or title
? ‘ 1,/
%‘ Qols %%f A% APl
4 . P . F ‘ﬁm > "j—
405 ~2.0/4 Bt P iy

v
Q Nish Group]

2% “Ro/E 5/4/ P Moz




@ FORCE Certification A/S

DANAK Svejsercertifikat EN 1SO 9606-1:2013 FORCE

PERSON'?QEANMZS\N Welder qualification test certificate EN ISO 9606-1:2013 Certification

O

Svejser/operater er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som

implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

Betegnelse 1ISO 9606-1 141 T/P FW FM5 S t20/6 D20 PH sl

Designation

Firma SH Group A/S Svejsernavn Morten Eriksen Fodested

Manufacturer Welders name Place of birth

Eksaminator Lars Jensen Svejserid 503 Fadselsdato 1979-10-29
Examiner Welders ID Date of birth

Supplerende kantsemprave/supplementary filet weld (m}
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4722656
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 141 141,142, 143, 145 Identifikation 1C
Welding process Identification of test piece
Plade eller rgr TP TP Force sag id.
Plate or pipe : Order no.
Svejsesgmtype
Type of weld Fw P 114-25640
Srundmaterlale 81/12 1-11

arent material
Z|Isatsmater|alegruppe EMS5 EMS5

iller material group
Tllsatsmaterlaletype s S, M, nm
Filler metal type
Godstykkelse (mm) 20 23 Foto (hvis gnsket)
Material thickness (mm) 6 Photo (if required)
Svejst godstykkelse (mm)
Deposited thickness (mm)
Udv. rgrdiameter (mm) 20 20 - 40
Outside pipe diameter (mm)
Svejsestilling PH Oven-ned, staende kantsgm, side-ind, WPS SH 35-02
Weiding posiion under-op/side-ind, under-op, lodret stigende _—

Flat, horizontal vertical, horizontal, horizontal overhead, overhead, vertical up

Svejsedetaljer sl sl Jobkundskab Nej/no
Welding details Job knowledge

D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Prgvningsmetode Oplysninger

Type of test Information
Visuel kontrol " Gas EN ISO 14175 ]

Visual testing Bestaet/acceptasie Gas EN ISO 14175

Radiografering Hjeelpeudstyr
Radiographic testing Ikke provet/vo tested Auxiliaries

Ultralyd Stremtype og polaritet  |DC-
Ulfrason)i; testing Ikke Drﬂvet/Nol {ested Current an¥j polarit?

Magnetpulver Andet
Magr%afic particle testing kke prgvetho’ tasted Others

Penetrant
Dye penetrant testing Ikke pravet/not tested
Makroundersgg. 2
Macro examination 9 Bestaet/acceptatie
Brudprgver
Fracture testing Ikke pravet/not tested
Bgjepraver
Bemjj tir Ikke pravet/not tested
Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a F i ion every three years
Gyldigt fra (dato) 2014-05-07 Certificeringsansvarlig

Validity of approval from (date) Certification Manager s

FORCE Certification

Gyldig til (dato) 2017-05-07

Valid to (date) Stig Andersen




Gyldighedsdato/bekraftelse/fornyet validering af certifikat nr. 4722656

Validity date/confirmation/revalidation certificate no. F R C E

Certification

Navn/ Name Morten Eriksen

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date Underskrift/ Slgnature

Stilling/é@—t@@eosmon or title
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4
DANAK

PERSON Reg. nr. 3001

FORCE Certification A/S

Svejsercertifikat EN ISO 9606-1:2013
Welder qualification test certificate EN ISO 9606-1:2013

FORCE

Certification

o

Medlem af EAMLA
Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment
Betegnelse ISO 9606-1 141 T BW FM1 S s7,1 D48,3 H-L045 ss nb
Designation
Firma SH Group A/S Svejsers navn Morten Eriksen Fodested
Manufacturer Welders name Place of birth
Eksaminator Lars Jensen Svejserid 503 Fadselsdato 1979-10-29
Examiner Welders ID Date of birth
Supplerende kants@mprave/supplementary fillet weld ™
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723325

Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 141 141, 142, 143, 145 Identifikation 1A
Welding process Identification of test piece
:lade eller ror T TP Force sag id.

late or pipe Order no.
Svejsesgmtype N
Type of weld BT S, R 114-25640
Grundma_ltenale 12 1-11
Parent material
Illsatsmaterlalegruppe EMA FM1, FM2

iller material group
Tilsatsmaterialetype s S, M, nm
Filler metal type
Godstykkelse (mm) 7,1 (10 FW) (23 FW) Foto (hvis @nsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) |71 3-14,2
Deposited thickness (mm)
Udv. rgrdiameter (mm) 48,3 225 WPS SH 29
Outside pipe diameter (mm) .
Svejsestilling H-L045 Oven-ned, side-ind, under-op, lodret stigende .
Welding position

Flat, horizontal, overhead, vertical up

Svejsedetaljer ss nb ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/no
Welding details Job knowledge

D:Kortbue/Short Circuit Transfer

G: Blandbue/Globular Transfer

S: Spraybue/Spray Transfer

* FW: Oven-ned, staende kantsgm / Flat, horizontal

Prgvningsmetode Oplysninger

Type of test Information

Visuel kontrol . Gas EN ISO 14175 11
Visual testing Bestaet/acceptasic Gas EN ISO 14175

Ej,g;gg;gfg;ngg Bestaet/acceptabie Hjzelpeudstyr

Ultralyd Stremtype og polaritet  |DC-
Ultrasonic testing Ikke DFEVEUNm tasted Current and polarity

Magnetpulver ‘ Andet

Magnetic particle testing Ikke DFQVEUNM fested Others

Penetrant ; Ikke pravet/not tested

Dye penetrant testing

Makroundersgg.

ooexaniiniog Ikke pravet/not tested

ErUdprﬁyer BeStéeUAcceptable
racture testing

Bojepraver

Sendiest lkke pravet/not tested

Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar

Method of r idation according to section 9.3: a Recertil ion every three years

Gyldigt fra (dato)

Validity of approval from (date)

Gyldig til (dato)
Valid to (date)

2014-05-07

2017-05-07

Underskriftsdato

Date of issue

Certificeringsansvarlig
conificati

Hans Knudsen




Gyldighedsdato/bekrzeftelse/fornyet validering af certifikat nr. 4723325 FORCE

Validity date/confirmation/revalidation certificate no.

Certification

Navn/ Name Morten Eriksen

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2
Dato/ Date Uanature/
[2~0 -0 P %
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4

FORCE Certification A/S

DANAK Svejsercertifikat EN SO 9606-1:2013
PERSON Reg. nr. 3001 Welder qualification test certificate EN ISO 9606-1:2013

Medlem af EAMLA

Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som

implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

FORCE

Certification

O

Betegnelse 1ISO 9606-1 141 T/P FW FM1 S t7,1/10 D48,3 PH ml
Designation
Firma SH Group A/S Svejsernavn Morten Eriksen Fodested
Manufacturer Welders name Place of birth
Eksaminator Lars Jensen Svejserid 503 Fadselsdato 1979-10-29
Examiner Welders ID Date of birth
Supplementary fillet weld/ supplementary filet weld a
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4722548
Essential variables Actual data Range of qualification Certificate no.
Welding process 141 141, 142, 143, 145 Identifikation 1B
Welding process Identification of test piece
Plate qr p'pe TIP TP Force sag id.
Plate or pipe Order no.
Type of weld
Tyoe dFveld FwW FW 114-25171
Earent njatenal 12 1-11
arent material
EI”GI‘ matenal group EM1 EM1, FM2
iller material group
Elller metal type s S, M. nm
iller metal type
Material thickness (mm) 71 23 Foto (hvis gnsket)
Material thickness (mm) 10 Photo (if required)
Deposited thickness (mm)
Deposited thickness (mm)
Outside pipe diameter (mm) (48,3 225

Outside pipe diameter (mm)

Welding position PH Oven-ned, staende kantsem, side-ind, WPS SH 29
Welding pesifion under-op/side-ind, under-op, lodret stigende wes

Flat, horizontal vertical, horizontal, horizontal overhead, overhead, vertical up
Welding details mi sl, ml Jobkundskab Nej/no
Welding details Job knowledge
D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer

Prgvningsmetode Oplysninger

Type of test Information

Visual testing i Gas EN ISO 14175 11

Visual testing Bestaet/acoepravie Gas EN ISO 14175

Radiographic testing Ikke provet/ve ested Auxiliaries

Radiographic testing Auxiliaries

H{Itrasvomq testing Ikke provet/ve esiea Current andv polarity DC-
frasonic testing Current and polarity

Magnetic particle test Others

Magnetic particle testing Ikke DFQVGUNot tested Others

Dye penetrant testing

Dye penetrant testing

Ikke pravet/not tested

Macro examination

L BestéeUAccep!able
Macro examination

Fracture testlng lkke pravet/not tested

Fracture testing

Bend test

——— Ikke pravet/not tested

Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a R i ion every three years

Gyldigt fra (dato) 2014-04-15 Certificeringsansvarlig

Validity of approval from (date)

Gyldig til (dato) 2017-04-15

Valid to (date)

Certification Manager

5 1 2MAJ 2014

Stig Andersen

FORCE Certification




Gyldighedsdato/bekrzeftelse/fornyet validering af certifikat nr.

Validity date/confirmation/revalidation certificate no.

4722548

Navn/ Name

Morten Eriksen

Bekraeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2 4 g
- (oup
Dato/ Date Underskrift}Sign%7 Stilling eller t» el/ Plg.Fltl or t/tle
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Nordisk Svejse Kontrol ass 7 DANAK

PERSON Reg.nr. 3007

Svejsecertifikat - EN ISO 9606-1
Welding Qualification Test Certificate - EN ISO 9606-1

Designation
Betegnelse

Manufacturer name and address
Firma navn og adresse

Date of completed test 0 4_02_201 6

Prevning afsluttet den

EN ISO 9606-1 141 T FW FM5 S t6 D20 PH sl

SH Group A/S Kuopiovej 20 5700 Svendborg DK

Weiders name  \orten Eriksen

Svejserens navn

Examinator 2 Date of birth = Welder's ident
Eksaminator Rene Nau Fedselsdato 29 1 O 1 979 Svejseid 503
Actual data Range of approval Certificate no
Aktuelle data Godkendelesesomrade Certifikat nr. 68676-04C
Welding process Identification of test piece
Svejsemetode 141 141, 142,143,145 Identifikation af emne
Transfer mode
Drabeovergang - B 68676-04C
Product type (plate or pipe) T TP
Produkttype (plade eller rar) '
Type of weld
Svejsetype P FW
Parent material group(s)/subgroups 8.1 1-11
Grundmaterialegruppe(r)/-undergrupper .
Filler material group(s)/subgroups
Tilsatsmaterialegruppe(r) FMS FMS
Filler matenial (Designation) . "
Tilsatsmateriale (betegnelse) SENISQ 14343:4: W19.9 LSt §.nm
Shielding gas g
Beskyttelsesgas 1S 44175: 11 i
Auxiliaries e N
Hjeelpeudstyr
Type of current and polarity DC- i
Stremtype og polaritet
Matenial thickness (mm) _
Materialetykkelse (mm) 60 >=30
Deposited thickness (mm) " |
Nedsmeltet tykkelse (mm)
Outside pipe diameter (mm)
Udv. rerdiameter (mm) 200 20,0-400
Welding position All, except vertical down / Welding Procedure Specification
: ) PH P!
Svejseposition Alle, undtagen lodret faldende Svejseprocedurespecifikation
Welding details
Svejsedetaljer sl sl SH 35-02
Supplementary fillet weld test R Job
Supplerende kantsamsprave Knowledge Not tested / Ikke pravet
Validity of qualification until.(date)
Gyldig til (dato) 04-02-2019
This certificate is issued according to 2 Confirmation of the _validity for the_followiqg 6 mo_nth acc. t0 9.2
Dette certifikat er udstedt i henhold til 9.3(a) 3 year/ar Bekreeftelse af gyldighed for yderlige 6 méaneder int. 9.2
Date Signature #oTT or, y 2
Dato Underskrift illing efler ti !
%“Zﬂ/‘{ Bowich 7. fars £ SH Group A/S
Testing standard
Prevningsstandard DS/EN ISO 9606-1
Type of qualification tests Accept criteria i
Pravningsmetode Accept kriterier EN ISO 9606-1 part/afsnit 7
Visual testing A ted / Bestaet
Visual kontrol ccepte estae
Macroscopic examination
Makroskopisk pravning Accepted / Bestaet
Remarks |
Bemaerkninger
15-02-2016 Niels-Jergen Christiansen
Field report no. Z “'4 : Kontrol A/S
Markrapport nr. 68676 VT 01, MA 01 i ”Zi?ﬂfl’ﬂ".""‘l{‘:,}}m
T o485 TS24 6960 ¢« Fax: 4 630

Nordisk Svejse Kontrol a/s

Certification Manager (date of issue)
Certificeringsansvarlig (udstedelsesdato)

Test, Inspection, Welding Technology and Certification
Test, Inspektion, Svejseteknologi og Certificering



s

FORCE Certification A/S

[ — e
DANAK Svejseoperatgrcertifikat EN ISO 14732:2013 FORCE ==
PERSON Reg. nr. 3001 Qualification test certificate welding operators EN ISO 14732:2013 Certification ==
Medlem af EAMLA ==
Svejser/operatgr er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbzerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment
Firma SH Group A/S Svejsers navn Jimmi Pedersen Fedested
Manufacturer Welders name Place of birth
Eksaminator Lars Jensen Svejserid 535 Fadselsdato 1981-11-12
Examiner Welders ID Date of birth
Godkendelsesmetode 0O 41.a O 41b 8 41c O 41d
Method of approval Svejseprocedure Praeproduktion 1SO 9606-x Produktionsprave
Welding Proc. Preproduction 1SO 9606-x Production test
Mekaniseret svejsning / Mechanized welding
Veesentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4725660
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 121 121 Identifikation 5X
Welding process Identification of test piece
Svejseudstyr A2 Svejsetraktor A2 Svejsetraktor Force sag id.
Welding equipment Order no.
A2 Welding tractor A2 Welding tractor 115-23376
Svejseenhed ESAB LAF 1001 ESAB LAF 1001
Welding unit
ESAB LAF 1001 ESAB LAF 1001
Visuel styring Visuel styring pa afstand Visuel styring pa afstand
Remote visual control Remote visual control
Direct/remoteVisual control
Automatisk styring af Uden automatisk styring af Med og uden automatisk styring af
lysbueleengde lysbuelaengde lysbuelaengde Foto (hvis @nsket)
Automatic arc length control Without automatic arc length control With and without automatic arc length control Photo (if required)
Automatisk Uden automatisk fugefalgesystem Med og uden automatisk
fugefglgesystem fugefalgesystem
Automatic joint tracking Without automatic joint tracking With and without automatic joint tracking
Svejsestilling PA Oven-ned
Welding position
PA Flat
Enkeltstreng/flerstreng Flerstreng Enkeltstreng/flerstreng WPS SH 30
wPs
Single run / multi run technique Multi run technique Single run/Multi run - technique
Backing Med backing Med backing
Backing With backing With backing
Indsat tilsatsmateriale Uden indsat tilsatsmateriale Med og uden indsat tilsatsmateriale
Consumable insert Without consumable insert With and without consumable insert

Funktionel kundskab til svejseenheden iflg.
Anneks A

Functional knowledge appropnate to the welding unit acc. to Annex A

M Bestaet /Acceptable

Godkendelseskriterie /criteria for approval
ISO 9606-1 VT og RT

Rapport nr. /report no

Kundskaber i svejseteknologi iflg. anneks B
Knowledge of welding technology acc. to Annex B

O Bestaet /Acceptable
M |kke pravet / nottestea

Bemeaerkninger /remarks

Certificate is only valid, if confirmed acc. to ISO 14732 section 5.2 page 2

Certifikatet er kun gyldigt, nar det er bekreeftet iflg. ISO 14732 afsnit 5.2 iflg. side 2

Method of revalidation according to section 5.3: a Recertification every six years

Metode for fornyet validering iflg. afsnit 5.3: a Recertificering hvert sjette ar

Gyldigt fra (dato) 2015-02-27
Validity of approval from (date)
Gyldig til (dato) 2021-02-27

Valid to (date)

Underskriftsdato

Date of issue

Certificeringsansvarlig

Certification Manager

2015-03-06

Jesper Qhristiansen

h



Gyldighedsdato/bekraftelse/fornyet validering af certifikat nr.

4725000 FORCE
Validity date/confirmation/revalidation certificate no.

Certification

Navn/ Name

Jimmi Pedersen

Bekraeftelse hver sjette maned iflg. ISO 14732 afsnit 5.2

Confirmation every six months according to ISO 14732 section 5.2

Dato/ Date Underskrift/ Signature o Y Position or title
2% 9.1c e e
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FORCE Certification A/S

= —
DANAK Svejseoperatarcertifikat EN 1SO 14732:2013 FORCE =
PERSON Reg. nr. 3001 Qualification test certificate welding operators EN ISO 14732:2013 Certification —=
Medlem af EAMLA —
Svejser/operater er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbzerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment
Firma SH Group A/S Svejsers navn Jimmi Pedersen Fedested
Manufacturer Welders name Place of birth
Eksaminator John Grgnning Svejserid Fedselsdato 1981-11-12
Examiner Welders ID Date of birth
Godkendelsesmetode 0O 41.a O 41b o} 0O 41d
Method of approval Svejseprocedure Praeproduktion Produktionsprove
Welding Proc. Preproduction Production test
Mekaniseret svejsning / Mechanized welding
Vaesentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4725409
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 121 121 Identifikation 1X
Welding process Identification of test piece
Svejseudstyr ESAB LAF 1251 ESAB LAF 1251 Force sag id.
Welding equipment Order no.
ESAB LAF 1251 ESAB LAF 1251 115-22552
Svejseenhed ESAB Pulvertarn CAB 460 M4x4 Mir. ESAB Pulvertarn CAB 460 M4x4 Mir.
Welding unit
ESAB Column and boom station CAB 460 M4x4 Mir. ESAB Column and boom station CAB 460 M4x4 Mir.
Visuel styring Direkte visuel styring Direkte visuel styring
Direct visual control Direct visual control
Direct/remote Visual control
Automatisk styring af Uden automatisk styring af Med og uden automatisk styring af
lysbuelaengde lysbuelaengde lysbueleengde Foto (hvis gnsket)
Automatic arc length control Without automatic arc length control With and without automatic arc length control Photo (if required)
Automatisk Uden automatisk fugefelgesystem Med og uden automatisk
fugefglgesystem fugefolgesystem
Automatic joint tracking Without automatic joint tracking With and without automatic joint tracking
Svejsestilling PA Oven-ned
Welding position
PA Flat
Enkeltstreng/flerstreng Flerstreng Enkeltstreng/flerstreng WPS 121-01
wPS

Single run / multi run technique

Multi run technique

Single run/Multi run - technique

Backing
Backing

Uden backing

Without backing

Med og uden backing
With and without backing

Indsat tilsatsmateriale

Consumable insert

Uden indsat tilsatsmateriale

Without consumable insert

Med og uden indsat tilsatsmateriale

With and without consumable insert

Anneks A

Funktionel kundskab til svejseenheden iflg.

Functional knowledge appropriate to the welding unit acc. to Annex A

M Bestaet /Acceptable

Rapport nr. /report no

Godkendelseskriterie /criteria for approval
ISO 9606-1, VT og RT

Kundskaber i svejseteknologi iflg. anneks B
Knowledge of welding technology acc. to Annex B

O Bestaet /Acceplable
O Ikke pravet / not tested

Bemeerkninger /remarks

Certifikatet er kun gyldigt, nar det er bekreeftet iflg. ISO 14732 afsnit 5.2 iflg. side 2

Certificate is only valid, if confirmed acc. to ISO 14732 section 5.2 page 2

Metode for fornyet validering iflg. afsnit 5.3: a Recertificering hvert sjette ar

Method of revalidation according to section 5.3: a Recertification every six years

Gyldigt fra (dato)

Validity of approval from (date)

Gyldig til (dato)

Valid to (date)

2015-02-17

2015-02-06 Underskriftsdato
Date of issue
2021-02-06 Certificeringsansvarlig

Certification Manager




Gyldighedsdato/bekraftelse/fornyet validering af certifikat nr 4725409

Validity date/confi i ion certil no. F RCE

Certification

Navn/ Name

Jimmi Pedersen

Bekreeftelse hver sjette maned iflg. ISO 14732 afsnit 5.2

Confirmation every six months according to ISO 14732 section 5.2

Dato/ Date

_Underskw ature ;
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FORCE Certification A/S

L] — -

DANAK Svejsercertifikat EN 1SO 9606-1:2013 FORCE =

il B e Welder qualification test certificate EN /SO 9606-1:2013 Certification ==

Svejser/operatgr er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

Betegnelse ISO 9606-1 138 P BW FM1 M s15 PC ss nb
Designation

Firma SH Group A/S Svejsers navn Jimmi Pedersen Fadested
Manufacturer Welders name Place of birth

Eksaminator Lars Jensen Svejserid 535 Fedselsdato 1981-11-12
Examiner Welders ID Date of birth

Supplerende kants@mprave/sugpiementary filet weid M
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723639
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D, G) 135 (D, G, S), 138 (D, G, S) |dentifikation 1B
Welding process Identification of test piece
Plade gller rer P P.T Force sag id.
Plate or pipe Order no.
Svejsesgmtype
Tiips of il R, P B PV 114-29866
Grundmateriale 12 1-11
Parent material
Illllsatsmatenalegruppe EM1 EM1, FM2

iller material group
Tllsatsmatenaletype M M, S
Filler metal type
Godstykkelse (mm) 15 (10 FW) (=3 FW) Foto (hvis @nsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) |15 23
Deposited thickness (mm)
Udv. rgrdiameter (mm) 275 (Roterende/rotating), 2500 (fast/fxed) WPS SH 38-01
Outside pipe diameter (mm) .
Svejsestilling PC Oven-ned, side-ind, staende kantsgm -
Welding position

Flat, horizontal, harizontal vertical

Svejsedetaljer ss nb ss nb, ss mb, bs, ss gb, ss b, sl, ml Jobkundskab Nej/no
Welding details Job knowledge
D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol . Gas EN ISO 14175 M21
Visual testing Bestaet/scceprasie Gas EN ISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing Ikke DTIDVet/Nar fesied Auxiliaries
Ultralyd Strgmtype og polaritet |DC+

Ultrasonic testing

Bestaet/accepravie

Current and polarity

Magnetpulver
particle testing

lkke pravet/not tested

Dpenetrant " lkke pravet/not rested

ye penetrant testing

ll;ﬂakroundgrsgg, Ikke pravet/not tested
lacro examination

BrUdprﬂYer Bestaet/acceptasie

Fracture testing

Bojepraver

Bend test Ikke pravet/not rested

Andet

Others

Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a Recertification every three years

Gyldigt fra (dato)

Validity of approval from (date)

Gyldig til (dato)

Valid to (date)

2014-09-12

2017-09-12

Underskriftsdato

Date of issue

Certificeringsansvarlig
Certification Manager

2014-09-19

WS iansen

N\



Gyldighedsdato/bekraftelse/fornyet validering af certifikat nr. 4723639 FORCE

Validity date/confirmation/revalidation certificate no.

Certification

mavn/ Name Jimmi Pedersen

Bekraeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date Underskrft Signature?, /
Gz~ M A/:—ﬁ
Yootots Ktk
- 2o Bl & gfomm— e —
74~ 2006 Bt . g e

Bent O. Hansen
IWS DK C0357
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DANAK

PERSON Reg. nr. 3001

FORCE Certification A/S

Svejsercertifikat EN ISO 9606-1:2013
Welder qualification test certificate EN ISO 9606-1:2013

FORCE

Certification

O

Medlem af EA MLA
Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr

Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment
Betegnelse ISO 9606-1 138/136 T BW FM1 M/P $16(4/12) D89 H-L045 ss nb
Designation
Firma SH Group A/S Svejsers navn Jimmi Pedersen Fodested
Manufacturer Welders name Place of birth
Eksaminator Lars Jensen Svejserid 535 Fe@dselsdato 1981-11-12
Examiner Welders ID Date of birth
Supplerende kantsemprave/sugpiementary fitst weid M
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723636
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D, G) /136 135 (D, G, S), 138 (D, G, S), 136 Identifikation 1A
Welding process Identification of test piece
Plade gller rer T PT Force sag id.
Plate or pipe Qrder no.
Svejsesgmtype
Type of weid BW, FW B, P 114-29866
Grundmateriale 12 1-11
Parent material
Illsatsmaterlalegruppe EMA FM1, FM2
iller material group
Insatsmaterlaletype M/P M,S,R,P.V.W.Y, Z
iller metal type
Godstykkelse (mm) 16 (10 FW) (23 FW) Foto (hvis @nsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) 138/136: 16 135/136, 138/136 : 23
Deposited thickness (mm) 138 : 4 135,138:3-8

136:12 136 : 23
Udv. rgrdiameter (mm) 89 244 5 WPS SH 39-01
Outside pipe diameter (mm) e
Svejsestilling H-L045 Oven-ned,side-ind,under-op lodret
Welding:position stigende,staende kants@m, staende kantsgm
Flat,horizontal,overhead,vertical up,horizontal vertical, horizontal vertical

Svejsedetaljer ss nb S, M: ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/no
Weldnggetals S.M.R,P.V.W.Y.Z ssmb. bs, sl. ml “ob knowledge
D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Pravningsmetode Oplysninger
Type of test Information
Visuel kontrol . Gas EN ISO 14175 M21
Visual testing Bestaet/acceptavie Gas ENISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing Ikke DFQVBUNUI fested Auxiliaries
Ultralyd Stremtype og polaritet |DC+

Ultrasonic testing Bestaet/acceptasie

Current and polarity

Magnetpulver

Magnetic particle testing Ikke DrﬂVeUNol fested

Z/Sgeent;?;::,eslmg Ikke provet/not tested
mgrfz?r:gi?:ns eg. Ikke pravet/not tested
Egggf{eg\;zr Bestaet/acceptasie

Bajepraver Ikke: Provet/iot sies

Andet

Others

Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar

every three years

Method of r ing to section 9.3: a R

Gyldigt fra (dato) 2014-09-12
Validity of approval from (date)

Gyldig til (dato) 2017-09-12

Valid to (date)

Underskriftsdato 2014-09-19
Date of issue
Certificeringsansvarlig Jesp hri n

Certification Manager

J




Gyldighedsdato/bekrzftelse/fornyet validering af certifikat nr.

Validity date mation/r idation i no.

4723636 FO RCE

Certification

Navn/ Name

Jimmi Pedersen

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date Underskrif Sigrfature
&z-15 / , _"ﬂ/g\;‘
V6 fo1s” /A//W%
Vs - zo Bok & L

Bent O. Hansen
{WS DX ©.0357
SH Group AJSS

SH Group A/




Designation
Betegnelse

Manufacturer name and address

Firma navn og adresse

Nordisk Svejse Kontrol a/s

& DANAK

PERSON Reg.nr. 3007

Svejsecertifikat - EN ISO 9606-1
Welding Qualification Test Certificate - EN ISO 9606-1

EN ISO 9606-1 111/136 T BW FM1 B/P s12(6/6) D100 PH ss nb

SH Group A/S Kuopiovej 20 5700 Svendborg DK

Date of completed test _01. Welder's name
Prevning afsluttet den 27 01 201 6 Svejserens navn C|8US Herum Jensen
Examinator e Date of birth Welder's ident
ittt René Nau St 13-04-1971 Svejseid 605
Actual data Range of approval Certificate no
Aktuelle data Godkendelesesomrade Certifikat nr. 68587-02B
Welding process 11 111 Identification of test piece
Svejsemetode 136 136 Identifikation af emne
Transfer mode
Drébeovergang Spray arc/Spraybue Globular/Blandbue, Spray arc/Spraybue 68587'028

Product type (plate or pipe)

Produkttype (plade eller rar) T TP

Type of weld

Svejsetype BW EW
Parent material group(s)/subgroups 12 1-11
Grundmaterialegruppe(r)/-undergrupper )

Filler material group(s)/subgroups EM1 EM1. FM2

Tilsatsmaterialegruppe(r)

Filler matenial (Designation)

B, EN ISO 2560-A:E46 6Mn1Ni B 32H5

A, RA RB,RC,RR,R, B

Tilsatsmateriale (betegnelse) P,1SO17632-A: T422P M 1 H5 R,P,V.W,Y,Z
Shielding gas
Beskyttelsesgas 1SO 14175: M21 -
Aucxiliaries _ B
Hjeelpeudstyr
Type of current and polarity DC-, DC+ _
Stremtype og polaritet DC+
Material thickness (mm) 120 -
Materialetykkelse (mm) *
Deposited thickness (mm) 111: 6,0 111:3,0-12,0
Nedsmeltet tykkelse (mm) 136: 6,0 136:3,0-12,0
Outside pipe diameter (mm) _
Udv. rerdiameter (mm) 100,0 >=50,0
Welding position PH Flat, Overhead, Vertical up / Welding Procedure Specification
Svejseposition Oven-ned, Under-op, Lodret stigende Svejseprocedurespecifikation
Welding details ss nb,ml 111: ss nb, ss mb, bs, ss gb, ss fb SH 32
Svejsedetaljer ss mb,ml 136: ss mb, bs
Supplementary fillet weld test No/Nei Job
Supplerende kantsemsprave o) Knowledge Not tested / Ikke pravet
Validity of qualification until (date)
Gyldig il (dato) 27-01-2019
This certificate is i d 7 Confirmation of the validity for the following 6 month acc. to 9.2
De’t?ecie;tigia? gﬁgggdffﬁgﬁg%ﬁ 9.3(a) 3 year/ar Bekreeftelse af gyldighed for yderlige 6 maneder iht. 9.2
Date Signature Position or title
Dato Underskrift Stilling eller titel
l%"lb"/{ /3 ,,LJ é" /;'/‘_,;,,1%/\ Bent O. Hansen
IWS X Gusiz
SH Group A/S
Testing standard
Pravningsstandard DS/EN 1SO 9606-1
Type of qualification tests Accept criteria )
Pravningsmetode Accegt Kriterier EN ISO 9606-1 part/afsnit 7
Visual testing
Visual kontrol Accepted / Bestaet
Macroscopic examination %
Makroskopisk pravning Accepted / Bestéaet
Remarks | Branch angle/grenrer: 30 degrees/grader.
Bemeerkninger  Range of approval/gyldighedsomrade: 30 - 90 degrees/grader.
08-02-2016 Niels-Jorgen Christiansen {PED - APPROVED
| NSK 3.PART
Field report no. SO -
Markrapport nr. 68587 VT 01, MA 02 o

Nordisk Svejse Kontrol A/S
B4 getd o DK- 8870 ig0d

T 645 TS24 6960 + Fax: w43 T524 8308

Nordisk, Svejse Kontrol als

Certification Manager (date of issue)
Certificeringsansvarlig (udstedelsesdato)

Test, Inspection, Welding Technology and Certification
Test, Inspektion, Svejseteknologi og Certificering



EA "’f’/' NordisK Svejse Kontrol a/s

2 DANAK

PERSON Reg.nr. 3007

Svejseoperatﬁrcertifikat - EN I1SO 14732
Welding Operator Approval Test Certificate - EN ISO 14732

Manufacturer name and address
Firma navn og adresse

SH Group A/S Kuopiovej 20 5700 Svendborg DK

Date of completed test Welder's name
Provning afsluttet den 03-05-2016 Svejserens navn Claus Herum Jensen
Examinator < Date of birth Welder's ident
Eksaminator René Nau Fodselsdato 13-04-1971 Svejseid 605
Test piece Range of qualification Certificate no
vaé’ene Kvaléi;t’"lcerircllgsomréde Certifikat nr. 70693-01A
Welding process Identification of test piece
Svejsemetode 121 121 Identifikation af emne
Welding equipment ESAB Tractor A2/ESAB ; 3
Svejseudstyr LAF 1001 Unit ESAB Tractor/ESAB LAF 1001 Unit 70693-01A
Welding unit
SviEdentiad ESAB LAF 1001 ESAB LAF 1001

Details for mechanized welding
Detaljer for mekaniseret svejsning

Visual control/visual remote control
Visuel styring/visuel styring pa afstand

Visual control/Visuel
styring

Visual control/Visuel styring

Automatic arc length control

Automatisk styring af lysbuelzengde Without/Uden With and without/Med og uden
Automatic joint tracking : . .

Automatiseret fugefolgesystem Without/Uden With and without/Med og uden
Welding position

Svejseposition PA Flat/Oven-ned

Single run / multi run
Enkeltstring / flerstreng

Multi run/Flerstreng

Single run, multi run/Enkeltstreng, flerstreng

Material backing

Job knowledge acc. Annex B

Bagskinne Without/Uden Without/Uden Jobkendskab iht. Annex B
Ci ble insert . .
il Without/Uden Without/Uden Acceptable / Acceptabel
Additional information is available on attached sheet and/or welding procedure specification No: SH 30 Valid until
Yderligere oplysninger forefindes pa vedlagte bilag og/eller svejseprocedurespecifikation nr.: Gyldig indtil 03-05-2022
The approval is based on welding procedure test in accordance with
Godkendelsen er baseret pa Svejseprocedureprgvning i henhold til 4.1c
Result of the approval test see document no:
(welding procedure approval records or other documents of testing)
Resultatene af godkendelsesprevning se dokumentnr.: 70693 VT 01
(Rapport over svejseproceduregodkendelse eller andre prevningsdokumenter) 70693 UT 01

04-05-2016 Keld Dupont

This certificate is issued according to
Dette certifikat er udsedt i henhold til  5.3(a) 6 year/ar

Name, date and signature or examining body
Navn, dato, underskrift eller eksaminerende instans

Location
Sted Taulov
Re-validation for qualification by employee/weling coordination for the following 6 months (see clause 5)
Fomyet validering til kvalificering af arbejdsgiver/svejsekoordinator for efterfalgende 6 maneder (se punkt 5)
Date Signature Position or title Date Signature Position or title
Dato Underskrift Stilling eller titel Dato Underskrift Stilling eller titel

Nordisk, Svejse Kontrol als

Test, Inspection, Welding Technology and Certification
Test, Inspektion, Svejseteknologi og Certificering



9, [ «f ’(" Nordisk, Svejse Kontrol a/s @3;? DANAK

PERSON Reg.nr. 3007

Svejseoperatzrcertifikat - EN I1SO 14732
Welding Operator Approval Test Certificate - EN ISO 14732

Certificate no 70693-01A g%ge 2
ide

Certifikat nr.

Welding unit / Svejseenhed

Adjustment unit / Justeringsenhed

{2 s Test, Inspection, Welding Technology and Certification
Nor‘fw& 5’(’)8]56 KO ntTO[ a/s Test, Inspektion, Svejseteknologi og Certificering



@ FORCE Certification A/S

DANAK Svejsercertifikat EN 1SO 9606-1:2013 FORCE =
PERSON *:‘;gék”ﬁﬂo‘ Welder qualification test certificate EN ISO 9606-1:2013 Certification —=
Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment
Betegnelse 1ISO 9606-1 136 T BW FM1 B/P s16(4/12) D89 H-L045 ss nb
Designation
Firma SH Group A/S Svejsers navn Claus Jensen Fodested
Manufacturer Welders name Place of birth
Eksaminator Lars Jensen Svejserid 605 Fedselsdato 1971-04-13
Examiner Welders ID Date of birth
Supplerende kantsgmpr@ve/susplementary filet weld M
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4725769
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 136 136 |dentifikation 1A
Welding process Identification of test piece
SIade eller rer + PT Force sag id.
ate or pipe Order no.
Svejsesgmtype
Type of weid BW, FW BW, FW 115-24175
Grundmateriale
Parent material 1.2 1-1
;I'_llsatsmaterlalegruppe EM1 EM1, FM2
iller material group
Tilsatsmaterialetype
Filler metal type B/P B.RP.VWY,Z
Godstykkelse (mm) 16 (10 FW) (23 FW) Foto (hvis gnsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) (136 : 16 23
Deposited thickness (mm) 136 : 4 136 . 3 . 8
12 23
Udv. rgrdiameter (mm) 89 2445 WPS 10-01
Outside pipe diameter (mm) I
Svejsestilling H-L045 Oven-ned, side-ind, under-op, lodret stigende,
Welding position staende kantsgm, under-op/side-ind
Flat, horizontal, overhead, vertical up, horizontal vertical, horizontal overhead
Svejsedetaljer ss nb ss nb, ss mb, bs, ss gb, ss b, sl, ml Jobkundskab Nej/no
Welding details Job knowledge
D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol % Gas EN ISO 14175 M21
Visual testing Bestaet/acceptanic Gas EN ISO 14175
Radiograferin Hjeelpeudstyr
phon dioglaghic o sﬁngg lkke pravet/not tested A
Ultralyd 2 Strgmtype og polaritet |DC-/DC+
Ultrasonic testing BEStanAmeP’ame Current and polarity
Magnetpulver Andet
Magnge[ic particle testing Ikke DI'(DVEUNof fested Others
Penetrant
Dy penetrant testing Ikke pravet/not tested
miir;oundersﬂg. Ikke pravet/not tested
xamination
Brudpraver "
Fracture testing Bestaet/acceptavie
Ejﬁggver Ikke prgvet/not tested
Metode for fornyet validering iflg. afsnit 9.3: a Rec[ertiﬁcering hvert tredje ar |
Method of revalidation according to section 9.3: a Recertification every three years
Gyldigt fra (dato) 2015-03-18 Underskriftsdato 2015-03-20
Validity of approval from (date) Date of issue
)
e o
Gyldig til (dato) 2018-03-18 Certificeringsansvarlig h@@sen)
Valid to (date) Certification Manager




Gyldighedsdato/bekrzftelse/fornyet validering af certifikat nr. 4725769 FORCE

Validity date/confirmation/revalidation certificate no. e .
Certification

Claus Jensen

Navn/ Name

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Dgte Underﬂc' Signature y Stilling-&dl 14
(8/‘1 -018 ‘g fﬁL % G s
/;_?/3 ~ 2o/¢ _/j 75_44:;/7 ﬂ, /—"4/1 Lo >

id @ ~-22/C | Beek X flone—

Position or title

S/v dnois 1S
£SE00 YA SMI
uasuel 'G 1uag

Yoz n o 3
SH Group A/S




@ FORCE Certification A/S

DANAK Svejsercertifikat EN 1SO 9606-1:2013 FORCE =

PERSON Reg. nr. 3001 ificati ifi =0 oy . — 3

gl by Welder qualification test certificate EN ISO 9606-1:2013 Certification =—=
Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

Betegnelse ISO 9606-1 138/136 T BW FM1 M/P s16(4/12) D89 H-L045 ss nb

Designation

Firma SH Group A/S Svejsers navn Claus Jensen Fadested

Manufacturer Welders name Place of birth

Eksaminator John Grgnning Svejserid 605 Fadselsdato 1971-04-13
Examiner Welders ID Date of birth

Supplerende kants@mprave/supplementary filet weld M
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723908
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D) / 136 135(D, G, S), 138 (D, G, S), 136 ldentifikation B6A
Welding process Identification of test piece
Plade eller rgr T PT Force sag id.
Plate or pipe ' Order no.
Svejsesgmtype
Ty ot weid BW, FW B, P 114-30369
Grundmaterlale 12 1-11
Parent material
Tllsatsmaterlalegruppe EMA EM1, EM2
Filler material group
Tllsatsmaterlaletype M/ P M. S R P.V.W.Y,Z
Filler metal type
Godstykkelse (mm) 16 (10 FW) (23 FW) Foto (hvis @nsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) |138/136 : 16 135/136, 138/136 : =23
Deposited thickness (mm) 138 -4 135 138 : 3 -8

136 :12 136 : 23
Udv. rgrdiameter (mm) 89 2445 WPS SH 39-01
Outside pipe diameter (mm) _—
Svejsestilling H-L045 Oven-ned, side-ind, under-op, lodret stigende,
Welding position staende kantsgm
Flat, horizontal, overhead, vertical up, horizontal vertical

Svejsedetaljer ss nb S, M : ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/no
Welding details S,M,R,P,V.,W, Y, Z:ss mb, bs, sl, ml Job knowledge

D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol : Gas EN ISO 14175 M21
Visual testing Bestaet/accepravie Gas EN ISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing lkke DrQ)VeUNcr testad Auxiliaries
Ultralyd 2 Stremtype og polaritet |DC+
Ultrasonic testing BeStanACCEP table Current and polarity
Magnetpulver Andet
Magnetic particle testing Ikke pravet/vo ested Others
Penetrant
Oye penetiant tEstiG Ikke pravet/not tested
mzsre oun_de_rsgg Ikke pravet/not tested

xamination

Brudprgver 2
Fracture testing Bestaet/acceptabre
Eﬁﬁgfmver Ikke pravet/not tested
Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of r idation according to section 9.3: a Recertification every three years
Gyldigt fra (dato) 2014-09-24 Underskriftsdato 2014-10-09
Validity of approval from (date) Date of issue
Gyldig til (dato) 2017-09-24 Certificeringsansvarlig -~Jesper Chijstt

Valid to (date) Certification Manager




Gyldighedsdato/bekrzftelse/fornyet validering af certifikat nr. 4723908 FORCE

Validity d: evalidation no.

Certification

Navn/ Name Claus Jensen ‘

Bekreeftelse hver sjette méned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date Underskri /Sﬁﬁture
4b/3‘ {5 7
2% = 20 f’;— éﬂ j Bemh Hansen
5 W3
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FORCE Certification A/S
Svejsercertifikat EN ISO 9606-1:2013

4

DANAK FORCE

O

PERSON Reg. nr. 3001 ificati iff g £ .
iR i Welder qualification test certificate EN ISO 9606-1:2013 Certification
Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

Betegnelse 1ISO 9606-1 138 P BW FM1 M s15 PC ss nb

Designation

Firma SH Group A/S Svejsers navn Claus Jensen Fodested

Manufacturer Welders name Place of birth

Eksaminator Lars Jensen Svejserid 605 Fedselsdato 1971-04-13
Examiner Welders ID Date of birth

Supplerende kants@mpr@ve/supplementary fiiiet weid ]
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723644
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D, G) 135 (D, G, S), 138 (D, G, S) Identifikation 6B
Welding process Identification of test piece
Plade gller rgr P P.T Force sag id.
Plate or pipe Order no
Svejsesgmtype
Type o wetd BV, P BV, FU 114-29866
Grundmateriale 12 1-11
Parent material
Illsatsmaterlalegruppe EMA FM1, M2

iller material group
Tllsatsmaterlaletype M M. S
Filler metal type
Godstykkelse (mm) 15 (10 FW) (=3 FW) Foto (hvis @nsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) |15 23
Deposited thickness (mm)
Udv. rgrdiameter (mm) 275 (Roterende/rotaing), 2500 (fast/fxed) WPS SH 38-01
Qutside pipe diameter (mm) .
Svejsestilling PC Oven-ned, side-ind, staende kantsgm .
Welding position

Flat, horizontal, harizontal vertical

Svejsedetaljer ss nb ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/io
Welding details Job knowledge

D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol ; Gas EN ISO 14175 M21

Visual testing Bestaet/acceptatic Gas EN ISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing Ikke p rvet/no rested Auxiliaries
Ultralyd . Stremtype og polaritet |DC+
Ultrasonic testing BeStanAccep fable Current and polarity
Magnetpulver Andet
Magnetic particle testing Ikke DFﬂVEUNor fested Others
Penetrant
Dya penetrant testing Ikke pravet/not tested
'}”Aakrounde.rSBg' Ikke pravet/not tested
Macro
Erudpmver Bestaet/acceptasie

racture testing
Eﬂ?gzver Ikke pr@vet/not tested
Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: @ Recertification every three years
Gyldigt fra (dato) 2014-09-12 Underskriftsdato 2014-09-19
Validity of approval from (date) Date of issue
Gyldig til (dato) 2017-09-12 Certificeringsansvarlig " Jesper Chrjstiansen

Valid to (date)

Certification Manager

3




Gyldighedsdato/bekraftelse/fornyet validering af certifikat nr. 4723644 FORCE

Validity date/confirmation/revalidation certificate no.

Certification

Navn/ Name Claus Jensen

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date UnderP (}“}7

e Caphe
9/4—.20{’5’ %\%\//
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SH Group A/S




4
DANAK

PERSON Reg. nr. 3001

FORCE Certification A/S

Svejsercertifikat EN ISO 9606-1:2013
Welder qualification test certificate EN ISO 9606-1:2013

FORCE

Certification

i

Medlem af EA MLA
Svejser/operater er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
ing/op: is app rding to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

Betegnelse ISO 9606-1 136 T/P FW FM5 P t5/5 D50 PB sl

Designation

Firma SH Group A/S Svejsers navn Claus Jensen F@dested

Manufacturer Welders name Place of birth

Eksaminator Lars Jensen Svejserid 605 F@dselsdato 1971-04-13

]

Examiner Welders ID Date of birth

Supplerende kants@mprave/supplementary fitet weid O
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4727118
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 136 136 Identifikation 1A
Welding process Identification of test piece
Pl i

ade gller rar TP TP Force sag id.

Plate or pipe Order no.
Svejsesgmtype
Tipn sl Fw F 11527378
Grundmateriale
Parent material 8.1/1.2 1-11
Illsatsmaterlalegruppe EM5 EM5

iller material group
Tilsatsmateriale
e terialetype P RP,V,W,Y,Z

iller metal type
Godstykkelse (mm) 5 23 Foto (hvis @nsket)
Matenial thickness (mm) 5 Photo (if required)
Svejst godstykkelse (mm)
Deposited thickness (mm)
Udv. rgrdiameter (mm) 50 225 WPS SH 59
Outside pipe diameter (mm)
Svejsestilling PB Oven-ned, stédende kantsgm e
Welding position

Flat, horizontal vertical

Svejsedetaljer sl sl Jobkendskab Nej/no
Welding details Job knowledge

D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer P: Pulsbue/Pulsed transfer
Prgvningsmetode Oplysninger

Type of test Information
Visuel kontrol . Gas EN ISO 14175 M21
Visual testing Bestaet/acceptavie Gas EN ISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing lkke DI’ZVEUNat fasted Auxiliaries
Ultralyd Stremtype og polaritet  [DC+
Ultrasonic testing lkke prﬁvethO' tested Curment and polarity
Magnetpulver Andet
Magnetic particle testing ke pnavet//vof tosted Others
Penetrant
Dywpansimntinsiibg lkke pravet/not tested
Ii\ﬂ/lakrounde_rszg. Bestéet/Aocep(able

lacro examination
Brudpraver
Pt 3567 Ikke pravet/not tested
Eeﬂelgfﬂver Ikke pravet/not testea

Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a_Recertification every three years

Gyldigt fra (dato)

Validity of approval from (date)

Gyldig til (dato)

Valid to (date)

2015-06-09

2018-06-09

Underskriftsdato

Date of issue

Certificeringsansvarlig
Certification Manager

2015-07-08

stian Lund Své&ndsen




Gyldighedsdato/bekraeftelse/fornyet validering af certifikat nr.

Validity date/confirmation/revalidation certificate no.

Navn/ Name

4727118

FORCE

Certification

Claus Jensen

Bekraeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date Underskrift/ Signature Stilling eller titel/ Position or title
F? e B —~_\
12 71D Pl ‘resa
Iz , F o
é -20/6 /f//L% 4 ////&'/,_7 &




Certifikat for svejsere i henhold til DS/EN ISO 9606-1:2013 DS
Welders Certificate in accordance with DS/EN 1SO 9606-1:2013

Betegnelse i henhold til DS/EN ISO 9606-1:
Designation in accordance with DS/EN IS0 9606-1: 111 P/T FW 1.1 FM1 B 110 D159 PH ml

Udfgrt pa DS 322-certificeret
svejseskole. Navn og adresse: Svendborg Erhvervsskole

Performed at DS 322 certified welding Porthusvej 71

school. Name and address:
5700 Svendborg

DS-licens-nr.: Svejsepas-nr.:
DS license No.: 526 Welding passport No.: 32804
Svejserens navn: Fgdselsdato:
We,(;er:srname: Norbert Rudolf Georg Hénke B?th it 161256
Adresse: Prgvningsinstans:
Address: Estersvej 34,1 Exfminingg — Force Technology
5700 Svendborg Alsvej 6, 5500 Middelfart
Reference-nr./Reference No. 276 Fornyelse/Revalidation |:]
Variabler Anvendte data Gyldighedsomrade
Variables Actual data used Range of approval
Svejsemetode(r)/Drabeovergang
Welding process(es)/Transfer mode 111 ISO 4063 = 1 1 1
Plade eller rgr ; y
Plate or pipe P/T P:Plade T:Rgar
Sgmtype i
Typis oFjoirt FW FW:Kantsgm
L 1.1 All materials acc. EN ISO 15608, Table 1
aterial group(s)
Tilsatsmateriale
Welding consumables FM1 FM1 s FM2
Type og betegnelse Tabel/table 4 B
Type and designation Tabel/table 5 ESAB 5305 B1 A, RA: RB, RC, RR: R
Beskyttelsesgas
Shielding gas

Tilbehgr (fx baggas)
Auxiliaries (e.g. backing gas)
Strgmtype og polaritet

Type of current and polarity DC-/DC+

Nedsmeltet tykkelse i mm for BW
Deposit thickness in mm for BW

Materialetykkelse i mm for FW 10
Material thickness in mm for FW 23
Rgrdiameteri mm
Pipe diameter in mm 1 59 279.5
i it BW tabel/table 9 . |
Svejseposition e all FW positions, except vertical down
Welding position FW tabelrtable 10| PH
Svejsetekniske detaljer og lag
Weld details and layer mi (sl,ml)
Svejseprocedurespecifikations-nr.:
Welding procedure specification No.: SP111-018
Meerkning af prgveemne:
Identification of test piece: SE tfst 111 276 P/T PH
Jobkundkab/Job knowledge: Bestaet/Accepted OmprgverRetest [ |

Svejsning af preveemne udfgrtWelding of test piece terminated: 2016-03-08

Den praktiske prgve er gennemfgrt tilfredsstillende og er indstillet til prgvning.

Svejseskolens svejsekoordinator (dato/navn/underskrift)y )

The welder’s approval test is accepted and released for testing. 3 g / // % %
Welding coordinator of the welding school (date/name/signature): ; 4

DS 322:2014 Bilag 1 © Fonden Dansk Standard ® Goteborg Plads 1 ¢ DK-2150 Nordhavn ® Tel.: +45 39 96 61 01 ® www.ds.dk




Bedegmmelse af svejsesgsmme/Evaluation of welds Ds

Prgvningsinstans:

T FORCE Technology, Alsvej 6, 5500 Middelfart
Sags-nr.:

Job No.: 116-20181

Identifikation af prgveemne:

Identification of test piece: 276

Prgveemne undersggt (dato):
Test piece examined (date): 10. marts 2016

med de anfgrte metoder i henhold til anfgrte standarder og acceptkriterier med nedenstaende resultater:
with the referred method in accordance to the referred standards and accept criteria with the following results:

Bemeerkninger
Remarks
Prgvningsmetode |Prgvningsstandard Acceptkriterier ~ |Modsvarende acceptkriteriel Godkendt/ikke udfgrt
Type of test Testing standard Acceptance requirements |Corresponding acceptance criteria| Acceptable/not performed
Visuel
Visual EN ISO 17637 EN ISO5817B (C) | - Godkendt
Radiografi
Radiography lkke udfegrt
Ultralyd
Ultrasznic lkke udfgrt
Magnetpulver
MaggneticF;))articles Ikke udfgrt
Penetrant
Dye penetrant Ikke udfgrt
sl ENISO 17639 | ENISO 5817 B Godkendt
Brud
Bt Ikke udfgrt
Boieprave Ikke udfert
Keervtraskprgvnin
Notch tensilgtest g Ikke udfgrt
Pad Nyagoy

Prgvningsinstans (dato/underskrift): o8 o i

Examining body (date/signature): 10. marts 2016 s ’33 : >,

Kvalifikation gyldig fra (dato): Fornyelsesmetode

Qualification valid from (date): 2016-03-08 Revalidation method EN1S0 9606-1,9.3 a)

Kvalifikation gyldig til (dato):
Qualification valid until (date): 2019-03-08

7%
Svejseskolens svejsekoordinator (dato/underskrift): / (-} “/{

Welding coordinator of the welding school (date/signature):

Forlaengelse/Prolongation

Bekraeftelse af gyldigheden ved arbejdsgiver eller virksomhedens svejseansvarlig for de falgende 6 maneder

Confirmation of the validity by employer/welding coordinator for the following 6 months

Dato/Date Stilling eller titel/Position o title UnderskrifuSignature

&6 - 208 o 5 /3ot B St

DS 322:2014 Bilag 1 © Fonden Dansk Standard ® Goteborg Plads 1 » DK-2150 Nordhavn ® Tel.: +45 39 96 61 01 ® www.ds.dk




@ FORCE Certification A/S

DANAK Svejsercertifikat EN 1SO 9606-1:2013 FORCE

PERSON Z?gé;\mﬁs&m Welder qualification test certificate EN ISO 9606-1:2013 Certification

iy

Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment

Betegnelse 1ISO 9606-1 138/136 T BW FM1 M/P s16(4/12) D89 H-L045 ss nb
Designation
Firma SH Group A/S Svejsers navn Norbert Hénke Fodested
Manufacturer Welders name Place of birth
Eksaminator Lars Jensen Svejserid 625 Fodselsdato 1956-12-16
Examiner Welders ID Date of birth
Supplerende kantsg@mprave/supplementary fillet weld M
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723317
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D, G)/ 136 135 (D, G, S), 138 (D, G, S), 136 |dentifikation 2A0
Welding process Identification of test piece
Plade eller rgr T PT Force sag id.
Plate or pipe ! Order no.
Svejsesgmtype ,
T ot B, Pt B, 114-26796
Srunqutenale 12 1-11
arent material
lesatsmatenalegruppe EMA FM1, FM2
iller material group
Txlsatsmaterlaletype M/ P M,S.R.P.V.W.Y,Z
Filler metal type
Godstykkelse (mm) 16 (10 FW) (23 FW) Foto (hvis ansket)
Material thickness (mm) Photo (if requ:(ed)
Svejst godstykkelse (mm) |138/136: 16 135/136, 138/136 : 23
Deposited thickness (mm) 138 : 4 135 138 : 3 = 8
136:12 136 : 23
Udv. rgrdiameter (mm) 89 2445 WPS SH 39-01
Outside pipe diameter (mm) e
Svejsestilling H-L045 Oven-ned,side-ind,under-op,lodret
Welding pasticn stigende, staende kantsgm
Flat,horizontal,overhead,vertical up,horizontal vertical
Svejsedetaljer ss nb S, M: ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/no
Welding tetaits S.M.R.P.V,W,Y.Z ssmb, bs,sl ml Job mowiecde
D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer * FW: Oven-ned, staende kantsgm / Flat, horizontal
Pr@vningsmetode Oplysninger
Type of test Information
Visuel kontrol . Gas EN ISO 14175 M21
Visual testing BeSlanAccepIable Gas EN ISO 14175
Radiograferin Hjeelpeudstyr
Radiogra%hic lestingg Ikke DFQVEUNU! fested Au]xil/'aries ¥
Ultralyd . Stremtype og polaritet  |DC+
Ullrasanyc testing Besta EUACCBP fable Current a% palanlg
Magnetpulver Andet
Magr%atic pfnicle testing Ilkke prravet/:vo: tested Others
Penetrant
s . Ikke pravet/not tested
Makroun_de_rsﬂg. Ikke pr@vet/not tested
Macro examination
Brudpragver .
Fracture testing Bestaet/acceptasie
Bojepraver
Bemjj teF:t Ikke pravet/not tested
Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of r idation according to section 9.3: a Recertification every three years
Gyldigt fra (dato) 2014-06-17 Underskriftsdato 2014-08-19
Validity of approval from (date) Date of issue

Gyldig til (dato) 2017-06-17 Certificeringsansvarlig Hans Knudsen

Valid to (date) Certification Manager




Gyldighedsdato/bekrzftelse/fornyet validering af certifikat nr. 4723317 FORCE

Validity date/confirmation/revalidation certificate no.

Certification

Navn/ Name Norbert Hénke

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date
(§~12-2<ty

17/ - Zors™ ,
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FORCE Certification A/S

— e
DANAK Svejsercertifikat EN ISO 9606-1:2013 FORCE =
PERSON Reg. nr. 3001 ificati ifi ¢ Y <] . —
pemti Ay Welder qualification test certificate EN ISO 9606-1:2013 Certification —=
Svejser/operatar er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbzerende udstyr
Welding/operator is approved according to ACT 694 and 685, which implements the directives 97/23/EC respectively 2010/35/EU regarding pressure equipment
Betegnelse 1ISO 9606-1 138 P BW FM1 M s15 PC ss nb
Designation
Firma SH Group A/S Svejsers navn Norbert Honke Fadested
Manufacturer Welders name Place of birth
Eksaminator Lars Jensen Svejserid 625 Fadselsdato 1956-12-16
Examiner Welders ID Date of birth
Supplerende kants@mpr@ve/suppiementary fillet weid (|
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4723643
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D, G) 135 (D, G, S), 138 (D, G, S) |dentifikation 5B
Welding process Identification of test piece
Plade eller rgr P P.T Force sag id.
Plate or pipe Order no.
Svejsesgmtype
Type of eld BW, FW ESG 114-29866
Srundmatenale 12 1-11
arent material
Tllsatsmaterralegruppe EM1 FM1, FM2
Filler material group
Illsatsmaterlaletype M M. S
iller metal type
Godstykkelse (mm) 15 (10 FW) (23 FW) Foto (hvis @nsket)
Material thickness (mm) Photo (if required)
Svejst godstykkelse (mm) (15 23
Deposited thickness (mm)
Udv. rgrdiameter (mm) 275 (Roterende/roratng), 2500 (fast/nred) WPS SH 38-01
Outside pipe diameter (mm) wWe.
Svejsestilling PC Oven-ned, side-ind, staende kantsgm .
Welding position
Flat, horizontal, harizantal vertical
Svejsedetaljer ss nb ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkundskab Nej/no
Welding details Job know/ledge
D:Kortbue/Short Circuit Transfer G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer
Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol . Gas EN ISO 14175 M21
Visual testing Bestaet/acceorarie Gas EN ISO 14175
Radiografering Hjzelpeudstyr
Radiographic testing lkke prﬁVeUNor tested Auxiliaries
Ultralyd : Stremtype og polaritet |DC+
Ultrasonic testing BeSlaEt/Accsp s Current and polarity
Magnetpulver Andet
Magnetic particle testing Ikke DFIDVSUNQI fested Others

Eﬁg:}x;} testing Ikke pravet/not tested
Mf,fre?fm”,fjjf 29 Ikke pravet/not tested
Brudpraver Bestaet/sccontosi

Eﬁjﬁg{ﬂver lkke pravet/not tested

Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a Recertification every three years

Gyldigt fra (dato)

Validity of approval from (date)

Gyldig til (dato)

Valid to (date)

2014-09-12

2017-09-12

Underskriftsdato

Date of issue

Certificeringsansvarlig
Certification Manager




Gyldighedsdato/bekraeftelse/fornyet validering af certifikat nr.
Validity datt

ion/r i ificate no.

Navn/ Name

4723643

FORCE

Certification

y

Norbert Honke

Bekreeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato{ Qate Underskri I aturg/
@3-/ %r
9/$ - Zo/5” ‘%é&é%éﬂ
Y - 20/¢ Conil B Jlodin
Y5 - 2008  Boed O Moo

SH Group A/S
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FORCE Certification A/S

DANAK Svejsercertifikat EN 1SO 9606-1:2013 FORCE =

PERSON Reg v 3001 Welder qualification test certificate EN ISO 9606-1:2013 Certification —=

Svejser/operater er godkendt efter Arbejdstilsynets bekendtg. 694 og 685, som
implementerer Radets Direktiv 97/23/EF PED henholdsvis 2010/35/EU — TPED om trykbaerende udstyr
Welding/operator is approved according to ACT 694 and 685, which il the dir 97/23/EC respectively 2010/35/EU regarding pressure equipment

Betegnelse 1ISO 9606-1 138/136 T BW FM1 M/P s16(4/12) D89 H-L045 ss nb

Designation

Firma SH Group A/S Svejsers navn Jacob Ngrgaard Fedested

Manufacturer Welders name Place of birth

Eksaminator Lars Jensen Svejserid 6046 Fedselsdato 1991-09-10
Examiner Welders ID Date of birth

Supplerende kantsg@mprave/suppiementary fitet weid [}
Vasentlige data Aktuelle data Godkendelsesomrade Certifikatnr. 4728496
Essential variables Actual data Range of qualification Certificate no.
Svejsemetode 138 (D) / 136 135(D, G, S,P),138 (D, G, S, P), 136 Identifikation 7FO
Welding process Identification of test piece
Plade gller rar T PT Force sag id.
Plate or pipe ! Order no.
Svejsesgmtype
Type of weld BW, FW BV, Y 115-30196
Srundmateriale
Parent material 1.2 -1
Tilsatsmaterialegruppe
Filler material group FM1 FNH' FM2
Ijllsatsmaterlaletype M/P M,S,R,P.V,W.Y,Z

iller metal type
Godstykkelse (mm) 16 (10 FW) (=3 FW) Foto (hvis gnsket)
Matenial thickness (mm) Photo (if required)
Svejst godstykkelse (mm) [138/136: 16 135/136, 138/136 : =23
Deposited thickness (mm) 138: 4 135 138:3-8

136:12 136:23
Udv. rgrdiameter (mm) 89 2445 WPS SH 39-01
Outside pipe diameter (mm) e
Svejsestilling H-L045 Oven-ned, Side-ind, Under-op, Lodret stigende, o
Weiding position stdende kantsgm, under-op/side-ind
Flat, horizontal, overhead, vertical up, horizontal vertical, horizontal overhead

Svejsedetaljer ss nb S, M : ss nb, ss mb, bs, ss gb, ss fb, sl, ml Jobkendskab Nej/no
Welding details S,M,R,P,V,W.Y, Z:ssmb, bs, sl, ml Job knowledge

D:Kortbue/Short Circuit Transfer

G: Blandbue/Globular Transfer S: Spraybue/Spray Transfer

P: Pulsbue/Pulsed transfer

Valid to (date)

Prgvningsmetode Oplysninger
Type of test Information
Visuel kontrol p Gas EN ISO 14175 M21
Visual testing Bestaet/accepavie Gas EN ISO 14175
Radiografering Hjeelpeudstyr
Radiographic testing Ikke pravet/not tested Auxiliaries
Ultralyd i3 Stremtype og polaritet  [DC+
Ultrasonic testing BeStanAmﬂ e Cument and polarity
Magnetpulver Andet
Magnetic particie testing lkke prﬂVeUNol tested Others
Penetrant
Bympaneluiiistive Ikke pravet/not tested
bﬂakroundgrszg. Ikke pravet/not tested
lacro examination
Brudpraver .
Fracture testing Bestaet/acceptavie
Ee%elgﬁver Ikke pravet/not tested
Metode for fornyet validering iflg. afsnit 9.3: a Recertificering hvert tredje ar
Method of revalidation according to section 9.3: a_Recertification every three years
Gyldigt fra (dato) 2015-09-25 Underskriftsdato 2015-11-25
Validity of approval from (date) Date of issue
Gyldig til (dato) 2018-09-25 Certificeringsansvarlig

Certification Manager




Gyldighedsdato/bekraeftelse/fornyet validering af certifikat nr.

Validity date/confirmation/revalidation certificate no.

4728496

FORCE

Certification

Navn/ Name

Jacob Ngrgaard

Bekraeftelse hver sjette maned iflg. ISO 9606-1 afsnit 9.2

Confirmation every six months according to ISO 9606-1 section 9.2

Dato/ Date

Underskrift/ Signature

Stilkirig.eller titel/ tion or title

LBarg B plleo foes

W= . 357
Sk Group ASS

Sha, - B
%6 - 20s8

L5 e F [fre

Bent 7). Hansen
WS 75023057
SH Group AlS
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Bilag 1: Certifikat for svejsere i henhold til DS/EN ISO 9606-1:2013 -

Udfart pa svejseskole med certificeringslicens i henhold til DS 322:2014 &=
Performed at welding school with license of certification in accordance with DS 322:2014

Betegnelse i henhold til DS/EN ISO 9606-1:
Designation in accordance with DS/EN ISO 9606-1:

138/136 D/S T':BW 1.1 FM1 M/P s16(3.5/12.5) D168 H-L045 ss nb/ss mb

Svejseskolens navn og adresse:
Name and address of the welding school: Svendborg Erhvervsskole

Porthusvej 71
5700 Svendborg

DS-licens-nr.: Svejsepas-nr.:
DS license No.: 526 Welding passport No.:

25344

Svejserens navn: CPR-nr.
Welder’s name: Liem Duy Nguyen | CPRNo.: 180565-3163

Adresse: . Prgvningsinstans:
Address: Troldeskovvej 2 Examining body: Force Technology

5700 Svendborg Alsvej 6, 5500 Middelfart

Reference-nr./Reference No. 082 Fornyelse/Revalidation D

Variabler Anvendte data Gyldighedsomrade
Variables Actual data used Range of approval

Svejsemetode(r)/Drabeovergang
Welding processles)Transfer mode 138/136 D/S ISO 4063 — 135, 138/136(not root) | All modes

Plade eller rgr . %
Plate or pipe T P.Plade & T.RQF

Sgmtype BW BW:Stumpsem

Type of joint
Mistenialegrippaln 1.1 All materials acc. EN 1SO 15608, Table 1

Material group(s)

Tilsatsmateriale FMA FM1, FM2

Welding consumables
Type og betegnelse Tabel/able 4 Filarc 6102 -
Type and designation . - - - Tabel/table 5 | M/P Filarc 6113 S’ M/R, Fs V’ W,Y, Z

Beskyttel‘_s'es_ga's,“‘_ s ; DS/EN I1SO 14175 .
Shieldinggas | " .- : M21 Samme eller tilsvarende beskyttelsesgas

Tilbehgr (fx baggas)
Auxiliaries (e.g. backing gas)

Strgmtype og polaritet
Type of current and polarity DC+

Nedsmeltet tykkelse i mm for BW 16 35 12.5(>3 s1:3-7 s2: >3

Deposit thickness in mm for BW

Materialetykkelse i mm for FW
Material thickness in mm for FW

Rgrdiameter i mm "
Pipe diameter in mm 168 . =84
) bt Ton B takielfatisl® | L 040 all BW positions, except vertical down
Welding position FW tabel/table 10

Svejsetekniske detaljer og lag
Weld details and layer ss nb/ss mb (SS,bS) (mb,nb) / (SS,bS,mb)

Svejseprocedurespecifikations-nr.:
Welding procedure specification No.: SP136-026

Meerkning af prgveemne:
Identification of test piece: SE kla 138/136 082 H-Lo45

Jobkundkab/Job knowledge: Bestaet/Accepted [X] Omprgve/Retest [_]

Svejsning af preveemne udfgrtwelding of test piece terminated: 2014-12-10

Den praktiske prgve er gennemfgrt tilfredsstillende og er indstillet til prgvning.
Svejseskolens svejsekoordinator (dato/navn/underskrift): /3 /
The welder’s approval test is accepted and released for testing. /Z ~/ (/ /M e
n «

Welding coordinator of the welding school (date/name/signature):

© Fonden Dansk Standard e Goteborg Plads 1 DK-2150 Nordhavn » Tel.: +45 39 96 61 01'» www.ds.dk




Bilag 1: - Bedemmelse af svejsessmme/Evaluation of welds

Prgvningsinstans:

Examining body: _FORCE Technology, Alsvej 6, 5500 Middelfart

Sags-nr.:

Job No.: 114-20529
Identifikation af prgveemne:
Identification of test piece: 08k2

Prgveemne undersggt (dato):
Test piece examined (date): 11. december 2014

med de anfgrte metoder i henhold til anfgrte standarder og acceptkriterier med nedenstédende resultater:
with the referred method in accordance to the referred standards and accept criteria with the following results:

Bemazerkninger
Remarks
Prgvningsmetode |Prgvningsstandard Acceptkriterier Modsvarende acceptkriterier] Godkendt/ikke udfgrt
Type of test Testing standard Acceptance requirements |Corresponding acceptance criteria| Acceptable/not performed
Visuel
Visual ENISO 17637 |ENISOS5817RB(C) |- Godkendt
Radiografi
Radiography : Ikke udfgrt
Ultralyd
Ultrasonic EN ISO 17640 EN ISO 5817 B EN ISO 11666 niv. 2 Godkendt
Magnetpulver
Magnetic particles Ikke udfart
Penetrant
Dye penetrant
Makro
Macro
Brudprgve
Fracture
Bgjeprgve
Bend
Keervtreekprgvning
Notch tensile test
Prgvningsinstans (dato/underskrift): 11. december 2014
Examining body (date/signature):
Kvalifikation gyldig fra (dato): Fornyelsesmetode
Qualification valid from (date): 2014"1 2"1 0 Revalidation method EN ISO 9606-1,9.3 a)

Kvalifikation gyldig til (dato):
Qualification valid until (date): 2017-12-10

Svejseskolens svejsekoordinator (dato/underskrift): /-7 ) /4/ %& /
Welding coordinator of the welding school (date/signature): /'Z /% ' RS S

Foraengelse/Prolongation

Bekreeftelse af gyldigheden ved arbejdsgiver eller virksomhedens svejseansvarlig for de folgende 6 méaneder
Confirmation of the validity by employer/welding coordinator for the following 6 months

5 Dato/Date Stilling eller ti’ceI/Positionqtﬂ3 '-”é S‘K* m"?\ Underskrift/Signature

E-& - 20/5 For ooy’ NUghS TR 7T [
; 2 \.___a-/

o /2 = 20/5 P — = //

Z 3 i b Bent 73 H‘vn don =

/é‘ = 26’/% s ST (r_,’ 5 w/_? /LMS

© Fonden Dansk Standard® Goteborg Plads 1 e le<-2150 Nordhavn ¢ Tel.: +45 399661 01 ¢ www.ds.dk



Bilag 1: Certifikat for svejsere i henhold til DS/EN ISO 9606-1:2013

Udfgrt pa svejseskole med certificeringslicens i henhold til DS 322:2014 =
Performed at welding school with license of certification in accordance with DS 322: 2014

Betegnelse i henhold til DS/EN ISO 9606-1:
Designation in accordance with DS/EN I1SO 9606-1:

136 S T/P FW 1.1.FM1 P t10 D159 PH ml

Svejseskolens navn og adresse:
Name and address of the welding school: Svendborg Erhvervsskole

Porthusvej 71
5700 Svendborg

DS-licens-nr.: Svejsepas-nr.:
DS license No.: 526 Welding passport No.: |

23344

Svejserens navn: | CPR-nr.:
Welder’s name: Liem Duy Nguyen ' CPR No.: 180565-3163

Adresse: . Prgvningsinstans:
Address: Troldeskovvej 2 Examining body: Force Technology

5700 Svendborg - Alsvej 6, 5500 Middelfart

Reference-nr./Reference No. 083 Fornyelse/Revalidation l:]

Variabler Anvendte data Gyldighedsomrade
Variables Actual data used Range of approval

Svejsemetode(r)/Drabeovergang 136 S ISO 4063 - 136 All modes except D

Welding process(es)/Transfer mode i

Plade eller rgr T/P P:Plade + T:Rgr

Plate or pipe

Sgmtype ]
Type of joint FW FW:Kantsgm

Matetislegruppsir 1.1 All materials acc. EN 1SO 15608, Table 1

Material group(s)

Tilsatsmateriale FM1 FM1, FM2

Welding consumables

Tvpe og betegnelse Tabelftable 4 Filarc PZ6113 |
Type and designation o Tabel/table5 P R: P, V, VV, Y, Z

Beskyttelsesgas + " 74.5 - i DS/EN ISO 14175 .
Shielding gas . -~ - G M21 Samme eller tilsvarende beskyttelsesgas

Tilbehgr (fx baggas)

Auxiliaries (e.g. backing gas)

Strgmtype og polaritet DC+

Type of current and polarity

Nedsmeltet tykkelse i mm for BW
Deposit thickness in mm for BW

Materialetykkelse i mm for FW 10 >3

Material thickness in mm for FW
Rgrdiameter i mm o

Pipe diameter in mm 159 279.5
Svejseposition BV tbiglitablz 3 all FW positions, except vertical down
Welding position FW tabelrable 10 | PH

Svejsetekniske detaljer og lag
Weld details and layer

ml (sl,ml)

Svejseprocedurespecifikations-nr.:
Welding procedure specification No.: SP136-047

Meerkning af prgveemne: ‘
Identification of test piece: SE kla 136,083 T/P PH

Jobkundkab/Job knowledge: Bestéet/Accepted [X] OmprgverRetest[]

Svejsning af prgveemne udf@rtWelding of test piece terminated: 2014-12-12

Den praktiske prgve er gennemfgrt tilfredsstillende og er indstillet til prgvning.
Svejseskolens svejsekoordinator (dato/navn/underskrift): ,,Z
The welder’s approval test is accepted and released for testing. /,Z /{/ /f/L'

Welding coordinator of the welding school (date/name/signature):

© Fonden Dansk Standard ® Goteborg Plads 1 ® DK-é150 Nordhavn e Tel.: +45 39 96 61 01 e www.ds.dk




Bilag 1: - Bedemmelse af svejsessmme/Evaluation of welds

.‘_../W.',,,
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Prgvningsinstans:
Examining body: FORCE Technalagy, Alsvej 6, 5500 Middelfart

Sags-nr.:
Job No.: 114-20529

Identifikation af prgveemne:
Identification of test piece: 083

Prgveemne undersggt (dato):
Test piece examined (date):

16. december 2014

med de anfgrte metoder i henhold til anfgrte standarder og acceptkriterier med nedenstdende resultater:
with the referred method in accordance to the referred standards and accept criteria with the following results:

Bemeerkninger
Remarks
Prgvningsmetode |Prgvningsstandard Acceptkriterier Modsvarende acceptkriterier] Godkendt/ikke udfgrt
Type of test Testing standard Acceptance requirements [Corresponding acceptance criteria| Acceptable/not performed
Visuel
Visual
Radiografi -
Rs diog?aphy EN ISO 17637 EN ISO 5817 B (C) Godkendt
Ultralyd
UItrasoYﬂc Ikke udfgrt
Magnetpulver
Maggnetic%articles Ikke udfgrt
Penetrant
Dye penetrant Ikke udfgrt
Mlakro Ikke udfgrt
Brudprgve ENISO 17639 | ENISO5817B | - Godkendt
Bajeprave Ikke udfert
Keervtraek| i
Noth tongilotast 2 | Ikke udfprt
N
Prgvningsinstans (dato/underskrift): 2
Examining body (date/signature): 16 december 2014 0
omas Melchior Nurnberg
<l
Kvalifikation gyldig fra (dato): Fornyelsesmetode
Qualification valid from (date): 2014-12-12 Revalidation method EN ISO 9606-1, 9.3 a)

Kvalifikation gyldig til (dato):

Qualification valid until (date): 2017-12-12
Svejseskolens svejsekoordinator (dato/underskrift): /C% / [/ < %
Welding coordinator of the welding school (date/signature): ’< 4

Foraengelse/Prolongation

Bekrzeftelse af gyldigheden ved arbejdsgiver eller vitksomhedens svejseansvarlig for de felgende 6 méneder
Confirmation of the validity by employer/welding coordinator for the following 6 months

Dato/Date Stilling eller titel/Position € o anjenN Underskrift/signature
) & A i bl —
P-£-20/5 25 v e K " -«J%///ﬁé’%
9 /2 - 2075 el A DN —
5~ 20/8 P . G o

© Fonden Dansk Standard:» Goteborg Plads 1® DK-2150'Nordhavn ¢ Tel.: +4539 96:61 01 » www.ds.dk



Bilag 1: Certifikat for svejsere i henhold til DS/EN ISO 9606-1:2013 Ds -

Udfgrt pa svejseskole med certificeringslicens i henhold til DS 322:2014 e
Performed at welding school with license of certification in accordance with DS 322:2014

Betegnelse i henhold til DS/EN ISO 9606-1:

Designation in accordance with DS/EN ISO 9606-1: 139 D T/P FW 1.1 FM1 S 110 D159 PH ml

Svejseskolens navn og adresse:

Name and address of the welding school: Svendborg Erhvervsskole

Porthusvej 71
5700 Svendborg

DS-licens-nr.: Svejsepas-nr.:
DS license No.: 526 Welding passport No.: 25344
Svejserens navn: CPR-nr.:
Welder’s name: Liem Duy Nguyen CPR No.: 180565-3163
Adresse: Prgvningsinstans:
Address: Troldeskovvej 2 Exfminli:g body: Force Technology
5700 Svendborg Alsvej 6, 5500 Middelfart
Reference-nr./Reference No. 137 Fornyelse/Revalidation D
Variabler Anvendte data Gyldighedsomrade
Variables Actual data used Range of approval
Svejsemetode(r)/Drabeovergang
Welding process(es)/Transfer mode 135 D ISO 4063 - 1 35!1 38 All modes
Plade eller rgr . .
Plate or pipe T/P P:Plade + T:Rar
Sgmtype .
Tomstisi FW FW:Kantsgm
Materialegruppel(r) :
Msteralgrodn(s) 1.1 All materials acc. EN ISO 15608, Table 1
Tilsatsmateriale
Welding consumables FM1 FM1 ! FM2
Type og betegnelse ~ Tabelftable 4 Autorod 1251 |g M
Type and designation Tabel/table 5| S !
Beskyttelsesgas DS/EN I1SO 14175 .
Shielding gas ALS M21 Samme eller tilsvarende beskyttelsesgas

Tilbehgr (fx baggas)
Auxiliaries (e.g. backing gas)
Strgmtype og polaritet

Type of current and polarity DC+

Nedsmeltet tykkelse i mm for BW
Deposit thickness in mm for BW

Materialetykkelse i mm for FW 10 5y
Material thickness in mm for FW 23
Rgrdiameter i mm S
Pipe diameter in mm 159 279.5
Svejseposition B 1ateltekis 9 all FW positions, except vertical down
Welding position FW tabelntable 10| PH
Svejsetekniske detaljer og lag il ( sl mI)
)

Weld details and layer

Svejseprocedurespecifikations-nr.:
Welding procedure specification No.: SP135-020

Meerkning af prgveemne:
Identification of test piece: SE kla 135 137 T/P PH

Jobkundkab/Job knowledge: Bestéet/Accepted [X] OmprgverRetest [_]

Svejsning af preveemne udfgri/Welding of test piece terminated: 2015-03-03

Den praktiske prgve er gennemfgrt tilfredsstillende og er indstillet til prgvning. ‘
Svejseskolens svejsekoordinator (dato/navn/underskrift): J/ g ‘/() /

! i leased f ing. - ‘
The welder’s approval test is accepted and released for testing 4&? /\f / % 4//5/4,

Welding coordinator of the welding school (date/name/signature):

© Fonden Dansk Standard e Goteborg Plads 1 DK-2150 Nordhavn e Tel.: +4539 96 61 01 « www.ds.dk



Bilag 1: — Bedgmmelse af svejsesgsmme/Evaluation of welds : Ds i

Prevningsinstans:  EORCE Technology, Alsvej 6, 5500 Middelfart

Examining body:

Sags-nr.: 115-20309

Job No.:

Identifikation af prgveemne: 4 37
Identification of test piece:

Prgveemne undersggt (dato): 9. marts 2015

Test piece examined (date):

med de anfgrte metoder i henhold til anfgrte standarder og acceptkriterier med nedenstdende resultater:
with the referred method in accordance to the referred standards and accept criteria with the following results:

Bemaerkninger
Remarks
Prgvningsmetode |Prgvningsstandard Acceptkriterier Modsvarende acceptkriterier] Godkendt/ikke udfgrt
Type of test Testing standard Acceptance requirements |Corresponding acceptance criteria| Acceptable/not performed

Visuel EN ISO 17637 | EN ISO 5817 B (C) | - Godkendt
Radiografi
Radiogrgaphy Ikke udfgrt
Ultralyd
Ultrasonic Ikke udfart
Magnetpulver
Maggnetic%articles Ikke udfart
Penetrant
Dye penetrant Ikke udfert
Makro ENISO 17639 |ENISO5817B |- Godkendt
Brudprgve
FractuEe Ikke udfart
BBg{S proNs Ikke udfgrt
Kervtreskprgvnin
Notch tensilg tgst 2 Ikke udfgrt

9. marts 2015 =4
Prgvningsinstans (dato/underskrift): / = F F401

Examining body (date/signature):

< elchiorMurnberg
Kvalifikation gyldig fra (dato): Fornyelsesmetode
Qualification valid from (date): 2015-03-03 Revalidation method EN1S0 9606-1,9.3 )

Kvalifikation gyldig til (dato):
Qualification valid until (date): 201 8‘03‘03

Svejseskolens svejsekoordinator (dato/underskrift): / %? - AS‘ / ﬁ /
Welding coordinator of the welding school (date/signature): ; /W § 4/.9&—\;

Forlaengelse/Prolongation

Bekrzeftelse af gyldigheden ved arbejdsgiver eller vicksomhedens svejseansvarlig for de folgende 6 maneder

Confirmation of the validity by employer/welding coordinat(w;hﬂgﬂ\o!ving 6 months
. A 0. B
Dato/Date Stilling eller titelPosition gf tigus o qosss ) Underskriftisignature
) - gl X O ; 73
[7/ - (/'L/ —_ Z/ 5" SO sl /;[/ m%/y,l // //éé;//_;/—,’/___
G o R —_ !/ v':‘. = i w4 LJ“ ‘ y? // / s
Z/ / oS5 T ALp/g 78 /77 v & SH LR A o 0 / /7%,./___’___‘

© Fonden Dansk Standard » Goteborg Plads 1'e DK-2150 Nordhavnie Tel.: +45 39 96 61,01 e www.ds.dk
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Revision nr.: 2

) TEST REPORT - VISUAL TESTING |
Redigeret af: CBR =
Godkendtafi LN NDT S H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1

Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
19-07-2016 Technician - UGJ 0767-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Axle for front sheave SHG-000973_01 10020440 Rev.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: [P, 1 Accepted welds 19-07-2016 Sign: UGJ-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature: SH Group a5
NDT Technician & QC
1 of 2 -
( ] VTnotacceptable LI A GG




Revision nr.:

. TEST REPORT - MAGNETIC TESTING |
Redigeret af: CBR =
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:

19-07-2016 Technician - UGJ 0767-N2-MT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:

Axle for front sheave

SHG-000973_01

10020440 Rev.0-0

Examination procedure: Acceptance criteria:
EN /I1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition

() Ground (X) smooth () coarse

(X)  ACYoke Reinforcement

( x) As welded [ ] Ground
Type MR 9291 Handyoke
Smax.= 150 mm

Reg.No. MR 9291

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 20 %
Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |P, 1 20% MT acceptable 19-07-2016 Sign: UGJ-N2-MT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature: B e
NDT Technician & QC
5 of 5 _Ulrik Gjerster _
( ) MTnotacceptable LSl Gt




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |
Godkendt af: UN NDT S H GIROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
11-08-2016 Technician - HBP 1099-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Bracket for gearbox #1 SHG-000973_01 10020353 R.1-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-B / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: |E,1 Accepted welds 11-08-2016 Sign: HBP-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature:

( ] VTnotacceptable




Revision nr.:

Redigeret af: CBR TEST REPORT - MAGNETIC TESTING |
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
11-08-2016 Technician - HBP 1099-N2-MT SH Group NDT Technician / QC

Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Bracket for gearbox #1 SHG-000973_01 10020353 R.1-0
Examination procedure: Acceptance criteria:
EN /1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition

() Ground (X) smooth () coarse

(X)  Acvoke Reinforcement

( x) As welded [ ] Ground
Type MR 9346 Handyoke
Smax.= 150 mm

Reg.No. MR 9346

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 100 %
Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |E,1 100% MT acceptable 11-08-2016 Sign: HBP-N2-MT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature:
2 of 4
() MT not acceptable




evision ? TEST REPORT - ULTRASONIC TESTING ]
Redigeret af: CBR =
Godkendt af: UN NDT S H GI?DUP
Godkendelsesdato: 18-09-2015 Bilag nr.: P5.1 - f3
Date for report: NDT Inspector: Certificate No.: |Examination organization / Inspection authority:
11-08-2016 Technician - HBP 1099-N2-UT  [SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID. /PO Drawing No. / Rev. No.:
Bracket for gearbox #1 SHG-000973_01 10020353 R.1-0
Examination procedure: Acceptance criteria:
EN /1SO 17640-B / DNV 2.22 Lift App 2013 EN /1SO 11666-2 / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Equiment / reg. No.:
USM 25 S Lemo 40.17.13
Compression probes: Angel probes:
Probe type A: MSEB4-E B: K 4-G C: MWB45/4 D: SWB60/2 E:MWB70/4 F:MWB60/4
Reg. No True angle 40.17.21-0° 40.17.23-0° 40.17.28 - 46° 40.17.30-61° 40.17.27 - 69,4° 40.17.25 - 60°
Sensetivity setting (dB):
Basic sett. ~ref.curve 41° dB 40,5° 44,5 dB 39,5dB 40 dB 37dB
Transfer Coorection 2dB 2dB 2dB 2dB 2dB 2dB
Extra when scanning 10dB 10dB 10dB 10dB 10dB 10dB
Total 53 dB 52,5dB 56,5 dB 51,5 dB 52 dB 49 dB
Sensitivity: Diam.= @3 mm I Range= 150 mm DGS (AVG): Disc diam. = mm Range = mm
(x) | ViblockNo.40.17.38 " | (x) | v2blockNo.40.17.39 / (x) | Tif-block No.40.17.40
( x) Probe check %P Checcakr:)ife:‘:j:o"ic proves () Parent metal Scannins::::;z:ed for ( X) | Couplant - Gel

Scanning position for defects:

Scanning for longitudi

nal defects and lamination

Scanning for transverse defect

Naloloing! Gy %\f
t1 > | 2 h T Weld
e 21 |
o &ﬂ \
t4
o T
tl= t3= 10mm
12 = t4= 20mm
Position 1 2 3 4 5 6 Position 7 8 9 | 10 Position 11 (12|13 ) 14| 15| 16
Probe Probe cef a a Probe
Results of examination: Extent: Accepted/Rejected Date: Sign.:
Weld No.: E,1 see remarks. 100% UT acceptable 11-08-2016 Sign: HBP-N2-UT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
Remarks: pos.7 full skip not possible due to design.
( X) UT acceptable Page: NDT Technician signature:
3 of 4
() UT not acceptable




Revision nr.: 2 .
TEST REPORT - ULTRASONIC LAMINATION =
Redigeret af: CBR S H
Godkendt af: UN NDT GROUP
Godkendelsesdato: 18-09-2015 Bllag nr.:P5.1-f6
Date for report: NDT Inspector: Certificate No.: |Examination organization / Inspection authority:
11-08-2016 Technician - HBP 1099-N2-UT [SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID. / PO Drawing No. / Rev. No.:
Bracket for gearbox #1 SHG-000973_01 10020353 R.1-0
Examination procedure: Acceptance criteria:
EN 10160 EN 10160 S2/E3
Customer examination procedure: Customer acceptance criteria:
Surface condition:
Coarse
Technical information regarding the test:
Equipment type / Reg. No.: Couplant:
USM GO+ 40.17.15 Water:
1 type: Reg. No.: Basic setting: Extra when scanning:
Probe MSEB4 40.17.21 41 12 Total 53 dB
description: |2. type Reg. No.: Basic setting: Extra when scanning:
K4-G 40.17.23 40,5 12 Total 52,5 dB
DGS (AVG):KSR diameter= 5 mm |Range= 100 mm
Test type: Class Scanning pattern:
Combined scan: S2/E3 Sinus formed lines: Line dictance / Width mm

Specifiec information:

UT lamination testing on hatched areas: E,1 Preformed date: 10-08-2016 HBP.

Test result:

Unless otherwise stated, the test is preformed from one side only.

Accepted in accordance to specifikation.

(X]

Lam test acceptable

Lam test not acceptable

Page:

NDT Technician signature:




Revision nr.: 2

) TEST REPORT - VISUAL TESTING |
Redigeret af: CBR =
Godkendtafi LN NDT S H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1

Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
15-07-2016 Technician - UGJ 0767-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Bracket for gearbox SHG-000973_01 10020353 R.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-B / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: [E, 1 Accepted welds 15-07-2016 Sign: UGJ-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature: SH Group a5
NDT Technician & QC
1 of 4 ik Glerster
( ] VTnotacceptable LI A GG




Revision nr.:

. TEST REPORT - MAGNETIC TESTING |
Redigeret af: CBR =
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:

15-07-2016 Technician - UGJ 0767-N2-MT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:

Bracket for gearbox SHG-000973_01 10020353 R. 0-0
Examination procedure: Acceptance criteria:
EN /1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition

() Ground (X) smooth () coarse

(X)  ACYoke Reinforcement

( x) As welded [ ] Ground
Type MR 9291 Handyoke
Smax.= 150 mm

Reg.No. MR 9291

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 100 %
Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |E, 1 100% MT acceptable 15-07-2016 Sign: UGJ-N2-MT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature: B e
NDT Technician & QC
5 of 4 _Ulrik Gjerster _
( ) MTnotacceptable LSl Gt




Revision nr.: 2

TEST REPORT - ULTRASONIC TESTING

Redigeret af: CBR =
Godkendt af: UN NDT GI?DU P
Godkendelsesdato: 18-09-2015 Bilag nr.: P5.1 - f3

Date for report: NDT Inspector: Certificate No.: |Examination organization / Inspection authority:

15-07-2016 Technician - UGJ 0767-N2-UT  |SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID. /PO Drawing No. / Rev. No.:
Bracket for gearbox SHG-000973_01 10020353 R.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17640-B / DNV 2.22 Lift App 2013 EN /1SO 11666-2 / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Equiment / reg. No.:
USM GO+ 40.17.15
Compression probes: Angel probes:
Probe type A: MSEB4-E B: K 4-G C: SWB70/2 D: SWB60/2 E:MWB70/4 F:MWB60/4
Reg. No True angle 40.17.20-0° 40.17.22-0° 40.17.32 - 68,9° 40.17.29 - 59,8° 40.17.26 - 68,6° 40.17.24 -59,7°
Sensetivity setting (dB):
Basic sett. ~ref.curve 45,6 dB 34,4 dB 37,4dB 35,2dB 27,2 dB 23,6 dB
Transfer Coorection 2dB 2dB 2dB 2dB 2dB 2dB
Extra when scanning 10dB 10dB 10dB 10dB 10dB 10dB
Total 57,6 dB 46,4 dB 49,4 dB 47,2 dB 39,2 dB 35,6 dB
Sensitivity: Diam.= @3 mm I Range= 150 mm DGS (AVG): Disc diam. = mm Range = mm
(x) | ViblockNo.40.17.01 | (x) | v2blockNo.40.17.02 / (x) | Tif-block No.40.17.04
( x) Probe check %P Checcakr:)ife:‘:j:o"ic proves () Parent metal Scannins::::;z:ed for ( X) | Couplant - Gel

Scanning position for defects:

Scanning for longitudi

nal defects and lamination

Scanning for transverse defect

Naloloing! Gy %\f
t1 > | 2 h T Weld
e [T 1 |
- &ﬂ \
t4
o T
tl= t3= 15mm
12 = t4= 20mm
Position 1 2 3 4 5 6 Position 7 8 9 | 10 Position 11 (12|13 ) 14| 15| 16
Probe Probe E Al A Probe
Results of examination: Extent: Accepted/Rejected Date: Sign.:
Weld No.: E, 1 100% UT acceptable 15-07-2016 Sign: UGJ-N2-UT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) UT acceptable Page: NDT Technician signature:
SH Group as
NDT Technician & QC
3 |of| 4 ¥ Glowager
LA Cpr
() UT not acceptable




Revision nr.: 2
Redigeret af: CBR
Godkendt af: UN

Godkendelsesdato: 18-09

TEST REPORT - ULTRASONIC LAMINATION S H =
GROUP

-2015

NDT

Bilag nr.: P5.1 - f6

Date for report:

NDT Inspector:

Certificate No.:

Examination organization / Inspection authority:

15-07-2016 Technician - UGJ 0767-N2-UT  [SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg

Description in text:
Bracket for gearbox

ID. / PO Drawing No. / Rev. No.:
SHG-000973_01 10020353 R. 0-0

EN 10160

Examination procedure:

Acceptance criteria:
EN 10160 S2/E3

Customer examination procedure:

Customer acceptance criteria:

Surface condition:

Coarse
Technical information regarding the test:
Equipment type / Reg. No.: Couplant:
USM GO+ 40.17.15 Water:
1 type: Reg. No.: Basic setting: Extra when scanning:
Probe MSEB4 40.17.20 45,6 12 Total 57,6 dB
description: |2. type Reg. No.: Basic setting: Extra when scanning:
dB
DGS (AVG):KSR diameter= 8 mm [Range= 100 mm
Test type: Class Scanning pattern:
Combined scan: S2/E3 Sinus formed lines: Line dictance / Width mm

Specifiec information:

UT lamination testing on hatched areas: Preformed date: 07-07-2016

Test result:

Unless otherwise stated, the test is preformed from one side only.

Accepted in accordance to specifikation.

(x) Lam test

acceptable

() Lam test not acceptable

Page:

NDT Technician signature:

SH Group as
NDT Technician & QC
Ulrik Gjerster

LA Cf%—chJ'J-ﬂ—v




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |
Godkendt af: UN NDT S H GIROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
18-07-2016 Technician - UGJ 0767-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Drumend-1 SHG-000973_01 10019835 Rev. 0-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: [P, 1 Accepted welds 18-07-2016 Sign: UGJ-N2-VT
Weld No.: [P, 2 Accepted welds 11-07-2016 Sign: UGJ-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature: SH Group a5
NDT Technician & QC
Ulrik Gjerster

( ] VTnotacceptable LAl Pl




Revision nr.: 2 .
) TEST REPORT - PENETRANT TESTING =
Redigeret af: CBR S H
Godkendt af: UN NDT GROUP
Godkendelsesdato: 18-09-2015 Bilag nr.: P5.1 - f5
Date for report: NDT Inspector: Certificate No.: |Examination organization / Inspection authority:
18-07-2016 Technician - UGJ 0767-N2-PT  |SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID. / PO Drawing No. / Rev. No.:
Drumend -1 SHG-000973_01 10019835 Rev. 0-0
Examination procedure: Acceptance criteria:
ISO 3452-1 / DNV 2.22 Lift App 2013 EN /1SO 23277-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Material type:
Stainless Steel
Object type: Joint type: Surface condition:
Weld Fillet / Buttweld Smooth
Pre-cleaning: Cleaner designation:
Cleaner applied MR 79 special Cleaner
Penetrant type: Penetrant designation: Batch No.: Sensitivity:
Colour Contrast MR 68 NF B:68NF-1056A 2
Excess penetrant remover: Cleaner designation: Batch No.:
Water MR 79 special Cleaner B:79-1153A
Developer method: Developer designation: Batch No.:
Solvent-based powder MR 70 B:70-1053A
Object temperature: Penetration time: Emulsifying time: Development time: Viewing conditions:
20 °C 15 min. min. 15  min. (x) White ligth
Specific information:
Results of examination: Extent: [ Accepted/Rejected Date: Sign.:
Weld No.: P, 1 20% PT acceptable 18-07-2016 Sign: UGJ-N2-PT
Weld No.: P,2 20% PT acceptable 11-07-2016 Sign: UGJ-N2-PT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:

Accepted in accordance to specification

( X)

PT acceptable

PT not acceptable

Page:

NDT Technician signature:

of

SH Group as
NDT Technician & QC
Ulrik Gjerster

T AT (T




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |
Godkendt af: UN NDT S H GIROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:

18-07-2016 Technician - UGJ 0767-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Drum end - 2 SHG-000973_01 10019834 Rev. 0-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids

[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination

( X ] After welding () Repair
Extent af examination | Surface condition

( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: [P, 1 Accepted welds 18-07-2016 Sign: UGJ-N2-VT
Weld No.: [P, 2 Accepted welds 11-07-2016 Sign: UGJ-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:

Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature: SH Group a5
NDT Technician & QC
Ulrik Gjerster

( ] VTnotacceptable LAl Pl




Revision nr.: 2 .
) TEST REPORT - PENETRANT TESTING =
Redigeret af: CBR S H
Godkendt af: UN NDT GROUP
Godkendelsesdato: 18-09-2015 Bilag nr.: P5.1 - f5
Date for report: NDT Inspector: Certificate No.: |Examination organization / Inspection authority:
18-07-2016 Technician - UGJ 0767-N2-PT  |SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID. / PO Drawing No. / Rev. No.:
Drum end - 2 SHG-000973_01 10019834 Rev. 0-0
Examination procedure: Acceptance criteria:
ISO 3452-1 / DNV 2.22 Lift App 2013 EN /1SO 23277-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Material type:
Stainless Steel
Object type: Joint type: Surface condition:
Weld Fillet / Buttweld Smooth
Pre-cleaning: Cleaner designation:
Cleaner applied MR 79 special Cleaner
Penetrant type: Penetrant designation: Batch No.: Sensitivity:
Colour Contrast MR 68 NF B:68NF-1056A 2
Excess penetrant remover: Cleaner designation: Batch No.:
Water MR 79 special Cleaner B:79-1153A
Developer method: Developer designation: Batch No.:
Solvent-based powder MR 70 B:70-1053A
Object temperature: Penetration time: Emulsifying time: Development time: Viewing conditions:
20 °C 15 min. min. 15  min. (x) White ligth
Specific information:
Results of examination: Extent: [ Accepted/Rejected Date: Sign.:
Weld No.: P, 1 20% PT acceptable 18-07-2016 Sign: UGJ-N2-PT
Weld No.: P,2 20% PT acceptable 11-07-2016 Sign: UGJ-N2-PT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:

Accepted in accordance to specification

( X)

PT acceptable

PT not acceptable

Page:

NDT Technician signature:

of

SH Group as
NDT Technician & QC
Ulrik Gjerster

T AT (T




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |
Godkendt af: UN NDT S H GIROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
18-07-2016 Technician - UGJ 0767-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Drum pipe SHG-000973_01 10019833 Rev. 0-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: [P, 1 Accepted welds 18-07-2016 Sign: UGJ-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature: SH Group a5
NDT Technician & QC
Ulrik Gjerster

( ] VTnotacceptable LAl Pl




Revision nr.: 2 .
) TEST REPORT - PENETRANT TESTING =
Redigeret af: CBR S H
Godkendt af: UN NDT GROUP
Godkendelsesdato: 18-09-2015 Bilag nr.: P5.1 - f5
Date for report: NDT Inspector: Certificate No.: |Examination organization / Inspection authority:
18-07-2016 Technician - UGJ 0767-N2-PT  |SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID. / PO Drawing No. / Rev. No.:
Drum pipe SHG-000973_01 10019833 Rev. 0-0
Examination procedure: Acceptance criteria:
ISO 3452-1 / DNV 2.22 Lift App 2013 EN /1SO 23277-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Material type:
Stainless Steel
Object type: Joint type: Surface condition:
Weld Fillet / Buttweld Smooth
Pre-cleaning: Cleaner designation:
Cleaner applied MR 79 special Cleaner
Penetrant type: Penetrant designation: Batch No.: Sensitivity:
Colour Contrast MR 68 NF B:68NF-1056A 2
Excess penetrant remover: Cleaner designation: Batch No.:
Water MR 79 special Cleaner B:79-1153A
Developer method: Developer designation: Batch No.:
Solvent-based powder MR 70 B:70-1053A

Object temperature:
20 °C

Penetration time:
15 min.

Emulsifying time:

min.

Development time:

Viewing conditions:
(x) White ligth

15 min.

Specific information:

Results of examination:

Extent:

Accepted/Rejected

Date: Sign.:

Weld No.: P,1

20%

PT acceptable

18-07-2016 Sign: UGJ-N2-PT

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification

( X)

PT acceptable

PT not acceptable

Page:

NDT Technician signature:

SH Group as
NDT Technician & QC
Ulrik Gjerster

T AT (T




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |
Godkendt af: UN NDT S H GIROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
18-07-2016 Technician - UGJ 0767-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Drum weld SHG-000973_01 10020603 Rev. 0-1
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: [P, 1,2,3 Accepted welds 18-07-2016 Sign: UGJ-N2-VT
Weld No.: |S, 4 Accepted welds 14-07-2016 Sign: UGJ-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature: SH Group a5
NDT Technician & QC
Ulrik Gjerster

( ] VTnotacceptable LAl Pl




Revision nr.: 2 .

TEST REPORT - PENETRANT TESTING =
Redigeret af: CBR S H

Godkendt af: UN NDT GROUP

Godkendelsesdato: 18-09-2015 Bilag nr.: P5.1 - f5

Date for report: NDT Inspector: Certificate No.: |Examination organization / Inspection authority:
18-07-2016 Technician - UGJ 0767-N2-PT  [SH Group NDT Technician / QC

Contrator: Test location:

SH Group Grgnnemosevej 34, 5700 Svendborg

Description in text: ID. / PO Drawing No. / Rev. No.:

Drum weld SHG-000973_01 10020603 Rev. 0-1

Examination procedure: Acceptance criteria:

ISO 3452-1 / DNV 2.22 Lift App 2013 EN /1SO 23277-2X / DNV 2.22 Lift App 2013

Customer examination procedure: Customer acceptance criteria:

Material type:
Stainless Steel

Object type: Joint type: Surface condition:

Weld Fillet / Buttweld Smooth

Pre-cleaning: Cleaner designation:

Cleaner applied MR 79 special Cleaner

Penetrant type: Penetrant designation: Batch No.: Sensitivity:

Colour Contrast MR 68 NF B:68NF-1056A 2

Excess penetrant remover: Cleaner designation: Batch No.:

Water MR 79 special Cleaner B:79-1153A

Developer method: Developer designation: Batch No.:

Solvent-based powder MR 70 B:70-1053A

Object temperature: Penetration time: Emulsifying time: Development time: Viewing conditions:
20 °C 15 min. min. 15  min. (x) White ligth

Specific information:

Results of examination: Extent: [ Accepted/Rejected Date: Sign.:

Weld No.: P,1,2,3 20% PT acceptable 18-07-2016 Sign: UGJ-N2-PT

Weld No.: S, 4 2-5% PT acceptable 11-07-2016 Sign: UGJ-N2-PT

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification

( X) PT acceptable Page: NDT Technician signature:

SH Group as
NDT Technician & QC
2 Ulrik Gjerster

T AT (T

() PT not acceptable




Revision nr.: 2

) TEST REPORT - VISUAL TESTING |
Redigeret af: CBR =
Godkendtafi LN NDT S H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1

Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
19-07-2016 Technician - UGJ 0767-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Frame for LW traction system SHG-000973_01 10020416 Rev.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: [P, 1,2,3,4,6 Accepted welds 19-07-2016 Sign: UGJ-N2-VT
Weld No.: |S, 5 Accepted welds 19-07-2016 Sign: UGJ-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature: SH Group a5
NDT Technician & QC
1 of 3 -
( ] VTnotacceptable LI A GG




Revision nr.: 2

Redigeret af: CBR TEST REPORT - MAGNETIC TESTING |
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
19-07-2016 Technician - UGJ 0767-N2-MT SH Group NDT Technician / QC

Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Frame for LW traction system SHG-000973_01 10020416 Rev.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition

() Ground (X) smooth () coarse

(X)  ACYoke Reinforcement

( x) As welded [ ] Ground
Type MR 9291 Handyoke
Smax.= 150 mm

Reg.No. MR 9291

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 20 %
Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |P, 1,2,3,4,6 20% MT acceptable 19-07-2016 Sign: UGJ-N2-MT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature: B e
NDT Technician & QC
2 of 3 Ulrik Gjerster

()

MT not acceptable

L @?fi{)—,—




Revision nr.: 2 .
) TEST REPORT - PENETRANT TESTING =
Redigeret af: CBR S H
Godkendt af: UN NDT GROUP
Godkendelsesdato: 18-09-2015 Bilag nr.: P5.1 - f5
Date for report: NDT Inspector: Certificate No.: |Examination organization / Inspection authority:
19-07-2016 Technician - UGJ 0767-N2-PT  |SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID. / PO Drawing No. / Rev. No.:
Frame for LW traction system SHG-000973_01 10020416 Rev. 0-0
Examination procedure: Acceptance criteria:
ISO 3452-1 / DNV 2.22 Lift App 2013 EN /1SO 23277-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Material type:
Stainless Steel
Object type: Joint type: Surface condition:
Weld Fillet / Buttweld Smooth
Pre-cleaning: Cleaner designation:
Cleaner applied MR 79 special Cleaner
Penetrant type: Penetrant designation: Batch No.: Sensitivity:
Colour Contrast MR 68 NF B:68NF-1056A 2
Excess penetrant remover: Cleaner designation: Batch No.:
Water MR 79 special Cleaner B:79-1153A
Developer method: Developer designation: Batch No.:
Solvent-based powder MR 70 B:70-1053A

Object temperature:
20 °C

Penetration time:
15 min.

Emulsifying time:

min.

Development time:

Viewing conditions:
(x) White ligth

15 min.

Specific information:

Results of examination:

Extent:

Accepted/Rejected

Date: Sign.:

Weld No.: S,5

20%

PT acceptable

19-07-2016 Sign: UGJ-N2-PT

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification

( X)

PT acceptable

PT not acceptable

Page:

NDT Technician signature:

SH Group as
NDT Technician & QC
Ulrik Gjerster

T AT (T




Revision nr.: 2

) TEST REPORT - VISUAL TESTING |
Redigeret af: CBR =
Godkendtafi LN NDT S H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1

Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
19-07-2016 Technician - UGJ 0767-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Front suspension frame SHG-000973_01 10020429 Rev.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: [P, 1,2,3, Accepted welds 19-07-2016 Sign: UGJ-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature: SH Group a5
NDT Technician & QC
1 of 2 -
( ] VTnotacceptable LI A GG




Revision nr.: 2

Redigeret af: CBR TEST REPORT - MAGNETIC TESTING |
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
19-07-2016 Technician - UGJ 0767-N2-MT SH Group NDT Technician / QC

Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Front suspension frame SHG-000973_01 10020429 Rev.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition

() Ground (X) smooth () coarse

(X)  ACYoke Reinforcement

( x) As welded [ ] Ground
Type MR 9291 Handyoke
Smax.= 150 mm

Reg.No. MR 9291

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 20 %
Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |P, 1,2,3 20% MT acceptable 19-07-2016 Sign: UGJ-N2-MT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature: B e
NDT Technician & QC
2 of 2 Ulrik Gjerster

()

MT not acceptable

L @?fi{)—,—




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |

Godkendt af: UN NDT S H GIROUP

Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1

Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
08-08-2016 Technician - HBP 1099-N2-VT SH Group NDT Technician / QC

Contrator: Test location:

SH Group Grgnnemosevej 34, 5700 Svendborg

Description in text:
Guidance tube @ 120 L 1900 #1_#2

ID./ PO
SHG-000973_01

Drawing No. / Rev. No.:
10020372 R.0-0

Examination procedure:
EN /1SO 17637 / DNV 2.22 Lift App 2013

Acceptance criteria:
EN /1SO 5817-C / DNV 2.22 Lift App 2013

Customer examination procedure:

Customer acceptance criteria:

Aids

[ X] Ruler [ ] Caliper gauge

Feeler gauge [ X ] Weld gauge [ ] Contour gauge

Time of examination
( X ] After welding

[ ] Repair

Extent af examination | Surface condition
( x ) 100% () Ground

(x)

Smooth () Coarse () Primer

Results of examination:

Accepted/Rejected Date: Sign.:

Weld No.: |P,1

Accepted welds 08-08-2016 Sign: HBP-N2-VT

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification

( X) VT acceptable

Page:

NDT Technician signature:

()

VT not acceptable

of 2




Revision nr.:

. TEST REPORT - MAGNETIC TESTING |
Redigeret af: CBR =
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:

08-08-2016 Technician - HBP 1099-N2-MT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Guidance tube @ 120 L 1900 #1_#2 SHG-000973_01 10020372 R.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition
() Ground (X) smooth () coarse
(X)  ACYoke Reinforcement
( x) As welded [ ] Ground
Type MR 9346 Handyoke
Smax.= 150 mm
Reg.No. MR 9346

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 20 %

Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |P,1 20% MT acceptable 08-08-2016 Sign: HBP-N2-MT
Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature:
2 of 2
() MT not acceptable




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |

Godkendt af: UN NDT S H GIROUP

Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1

Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
08-08-2016 Technician - HBP 1099-N2-VT SH Group NDT Technician / QC

Contrator: Test location:

SH Group Grgnnemosevej 34, 5700 Svendborg

Description in text:
Guidance tube @ 120 L 1900 #2_#2

ID./ PO
SHG-000973_01

Drawing No. / Rev. No.:
10020372 R.0-0

Examination procedure:
EN /1SO 17637 / DNV 2.22 Lift App 2013

Acceptance criteria:
EN /1SO 5817-C / DNV 2.22 Lift App 2013

Customer examination procedure:

Customer acceptance criteria:

Aids

[ X] Ruler [ ] Caliper gauge

Feeler gauge [ X ] Weld gauge [ ] Contour gauge

Time of examination
( X ] After welding

[ ] Repair

Extent af examination | Surface condition
( x ) 100% () Ground

(x)

Smooth () Coarse () Primer

Results of examination:

Accepted/Rejected Date: Sign.:

Weld No.: |P,1

Accepted welds 08-08-2016 Sign: HBP-N2-VT

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification

( X) VT acceptable

Page:

NDT Technician signature:

()

VT not acceptable

of 2




Revision nr.:

. TEST REPORT - MAGNETIC TESTING |
Redigeret af: CBR =
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:

08-08-2016 Technician - HBP 1099-N2-MT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Guidance tube @ 120 L 1900 #2_#2 SHG-000973_01 10020372 R.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition
() Ground (X) smooth () coarse
(X)  ACYoke Reinforcement
( x) As welded [ ] Ground
Type MR 9346 Handyoke
Smax.= 150 mm
Reg.No. MR 9346

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 20 %

Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |P,1 20% MT acceptable 08-08-2016 Sign: HBP-N2-MT
Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature:
2 of 2
() MT not acceptable




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |
Godkendt af: UN NDT S H GIROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
13-07-2016 Technician - HBP 1099-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Lw console #1_#2 SHG-000973_01 10020357 R.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: |P,1 Accepted welds 13-07-2016 Sign: HBP-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature:

( ] VTnotacceptable




Revision nr.:

. TEST REPORT - MAGNETIC TESTING |
Redigeret af: CBR =
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:

13-07-2016 Technician - HBP 1099-N2-MT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Lw console #1_#2 SHG-000973_01 10020357 R.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition
() Ground (X) smooth () coarse
(X)  ACYoke Reinforcement
( x) As welded [ ] Ground
Type MR 9346 Handyoke
Smax.= 150 mm
Reg.No. MR 9346

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 20 %

Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |P,1 20% MT acceptable 13-07-2016 Sign: HBP-N2-MT
Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature:
2 of 2
() MT not acceptable




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |
Godkendt af: UN NDT S H GIROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
13-07-2016 Technician - HBP 1099-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Lw console #2_#2 SHG-000973_01 10020357 R.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: |P,1 Accepted welds 13-07-2016 Sign: HBP-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature:

( ] VTnotacceptable




Revision nr.:

. TEST REPORT - MAGNETIC TESTING |
Redigeret af: CBR =
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:

13-07-2016 Technician - HBP 1099-N2-MT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Lw console #2_#2 SHG-000973_01 10020357 R.0-0
Examination procedure: Acceptance criteria:
EN /1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition
() Ground (X) smooth () coarse
(X)  ACYoke Reinforcement
( x) As welded [ ] Ground
Type MR 9346 Handyoke
Smax.= 150 mm
Reg.No. MR 9346

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 20 %

Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |P,1 20% MT acceptable 13-07-2016 Sign: HBP-N2-MT
Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature:
2 of 2
() MT not acceptable




Revision nr.: 2

Redigeret af: CBR TEST REPORT - VISUAL TESTING |
Godkendt af: UN NDT S H GIROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f1
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
13-07-2016 Technician - UGJ 0767-N2-VT SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Winch frame-OW-3000-ILO 152_#1 SHG-000973_01 10019820 R.0-2
Examination procedure: Acceptance criteria:
EN /1SO 17637 / DNV 2.22 Lift App 2013 EN /1SO 5817-C / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Aids
[ X ] Ruler [ ] Caliper gauge [ ] Feeler gauge [ X ] Weld gauge [ ] Contour gauge
Time of examination
( X ] After welding () Repair
Extent af examination | Surface condition
( x ) 100% () Ground ( x) Smooth () Coarse () Primer
Results of examination: Accepted/Rejected Date: Sign.:
Weld No.: (P. 1,2,3,4,5,6,7,9,11,12,13,18,19,20 Accepted welds 13-07-2016 Sign: UGJ-N2-VT
Weld No.: [S, 8,10,14,15,16,17 Accepted welds 13-07-2016 Sign: UGJ-N2-VT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Accepted in accordance to specification
( X) VT acceptable Page: NDT Technician signature: SH Group a5
NDT Technician & QC
Ulrik Gjerster

( ] VTnotacceptable LAl Pl




Revision nr.:

Redigeret af: CBR TEST REPORT - MAGNETIC TESTING |
Godkendt af: UN NDT 5 H GROUP
Godkendelsesdato:  18-09-2015 Bilag nr.: P5.1 - f2
Date for report: NDT Inspector: Certificate No.: Examination organization / Inspection authority:
13-07-2016 Technician - UGJ 0767-N2-MT SH Group NDT Technician / QC

Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID./ PO Drawing No. / Rev. No.:
Winch frame-OW-3000-ILO 152_#1 SHG-000973_01 10019820 R. 0-2
Examination procedure: Acceptance criteria:
EN /1SO 17638 / DNV 2.22 Lift App 2013 EN /1SO 23278-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Surface Condition

() Ground (X) smooth () coarse

(X)  ACYoke Reinforcement

( x) As welded [ ] Ground
Type MR 9291 Handyoke
Smax.= 150 mm

Reg.No. MR 9291

(X)  water/black () Kerosine/black Background

() water/fluorecent [ ) Kerosine/fluorecent (X) white () Non-treated
Field strength 2-6 kA/m |Other Lighting
Oerstedm. Value Oe ( x) Castrol strip (X) white () UV-Lamp
Magnetized for

(x) Indications in any direction Extent of examination 2-5-20 %
Results of examination: Extent:| Accepted/Rejected Date: Sign.:
Weld No.: |P, 1,2,3,4,5,6,7,9,11,12,13,18,19,20 20% MT acceptable 13-07-2016 Sign: UGJ-N2-MT
Weld No.: [S, 8,14,15,16, 2-5% MT acceptable 13-07-2016 Sign: UGJ-N2-MT
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:
Weld No.:

Accepted in accordance to specification
( X)  MT acceptable Page: NDT Technician signature: B e
NDT Technician & QC
5 of 4 _Ulrik Gjerster _
( ) MTnotacceptable LSl Gt




Revision nr.: 2 .
) TEST REPORT - PENETRANT TESTING =
Redigeret af: CBR S H
Godkendt af: UN NDT GROUP
Godkendelsesdato: 18-09-2015 Bilag nr.: P5.1 - f5
Date for report: NDT Inspector: Certificate No.: |Examination organization / Inspection authority:
13-07-2016 Technician - UGJ 0767-N2-PT  |SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg
Description in text: ID. / PO Drawing No. / Rev. No.:
Winch frame-OW-3000-ILO 152_#1 SHG-000973_01 10019820 R. 0-2
Examination procedure: Acceptance criteria:
ISO 3452-1 / DNV 2.22 Lift App 2013 EN /1SO 23277-2X / DNV 2.22 Lift App 2013
Customer examination procedure: Customer acceptance criteria:
Material type:
Stainless Steel
Object type: Joint type: Surface condition:
Weld Fillet / Buttweld Smooth
Pre-cleaning: Cleaner designation:
Cleaner applied MR 79 special Cleaner
Penetrant type: Penetrant designation: Batch No.: Sensitivity:
Colour Contrast MR 68 NF B:68NF-1056A 2
Excess penetrant remover: Cleaner designation: Batch No.:
Water MR 79 special Cleaner B:79-1153A
Developer method: Developer designation: Batch No.:
Solvent-based powder MR 70 B:70-1053A

Object temperature:
20 °C

Penetration time:
15 min.

Emulsifying time:

min.

Development time:

Viewing conditions:
(x) White ligth

15 min.

Specific information:

Results of examination:

Extent:

Accepted/Rejected

Date: Sign.:

Weld No.: S, 10,17

2-5%

PT acceptable

13-07-2016 Sign: UGJ-N2-PT

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Weld No.:

Accepted in accordance to specification

( X)

PT acceptable

PT not acceptable

Page:

NDT Technician signature:

SH Group as
NDT Technician & QC
Ulrik Gjerster

T AT (T




Revision nr.: 2
Redigeret af: CBR
Godkendt af: UN

Godkendelsesdato: 18-09

TEST REPORT - ULTRASONIC LAMINATION S H =
GROUP

-2015

NDT

Bilag nr.: P5.1 - f6

Date for report:

NDT Inspector:

Certificate No.:

Examination organization / Inspection authority:

13-07-2016 Technician - UGJ 0767-N2-UT  [SH Group NDT Technician / QC
Contrator: Test location:
SH Group Grgnnemosevej 34, 5700 Svendborg

Description in text:

Winch frame-OW-3000-1LO 152_#1

ID. / PO Drawing No. / Rev. No.:
SHG-000973_01 10019820 R. 0-2

EN 10160

Examination procedure:

Acceptance criteria:
EN 10160 S2/E3

Customer examination procedure:

Customer acceptance criteria:

Surface condition:

Coarse
Technical information regarding the test:
Equipment type / Reg. No.: Couplant:
USM GO+ 40.17.15 Water:
1 type: Reg. No.: Basic setting: Extra when scanning:
Probe MSEB4 40.17.20 45,6 12 Total 57,6 dB
description: |2. type Reg. No.: Basic setting: Extra when scanning:
dB
DGS (AVG):KSR diameter= 8 mm [Range= 100 mm
Test type: Class Scanning pattern:
Combined scan: S2/E3 Sinus formed lines: Line dictance / Width mm

Specifiec information:

UT lamination testing on hatched areas: Preformed date: 08-07-2016

Test result:

Unless otherwise stated, the test is preformed from one side only.

Accepted in accordance to specifikation.

(x) Lam test

acceptable

() Lam test not acceptable

Page:

NDT Technician signature:

SH Group as
NDT Technician & QC
Ulrik Gjerster

LA Cf%—chJ'J-ﬂ—v
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EN ISO 9712

NDT LEVEL 2 CERTIFICATE

Test method: Magnetic Particle Testing

Henrik Boye Prydgaard Number: 1099-N2-M

Halvménen 7, 5900 Rudkebing, Denmark Date of first issue: 2013-04-19
Date of birth: Date of renewal:
1975-04-14 Date of expiry: 2018-04-19

~ ;_,-——'_ —

%ulf' Is the requirements accordl&

‘ﬂ/ to ACT743 and 289, which
i\ implements the directives

97/23/EC respectively 1999/36/EC
\ PED/TPED /
Bs i

\\Q Noﬁﬁed body 0200

Signature holder of Certifitate
The certificate holder fulfills all requirements of EN ISO 9712 and NORDTEST DOC GEN 010, edition 6.

Sector: IMU Multisector (All industrial sectors)
Supplemental sector: Non
Sector limitation: No limitations

Initial certification body:

FORCE Certification
FORCE =2 2 DANAK
Certification %; PERSON Rog. No. 3091

FORCE Certification
The certificate is valid only with the operating authorization which is based on visual acuity and proof of satisfactory work
with the actual NDT method, without interruptions totally not more than 1 year, for the whole validity period. The
documentation file of the certificate holder shall also include complaints within the scope of the certification competence. The
operating authorization shall be renewed annually.

Operating authorization by emplovyer: SH Group as
Kuopiovej 20, 5700 Svendborg, Denmark

=2 2015.04.19

2013.04. IQFOR(] =
= NSX

LM.O.
Certific Ce I
sen , NS
Helle H mus Helle’H. Rasmussen O~S
Authorized signature/Employer, first time issuc Authorized signature/Employer, renewed 1st year Authorized signature/Employer, renewed 2nd year
2016.04.19 = 2017.04.19 2018.04.19
W;ggc LM.Q.
Lo S
Authorized signature/Employer, rencwed 3rd year Authorized signaturc/Employer, renewed 4th year Authorized signature/Employer, renewed 5th year

606-4-7-en-en

Page 1 of 2



EN ISO 9712

NDT LEVEL 2 CERTIFICATE

Test method: Penetrant Testing

Henrik Boye Prydgaard

Halvmanen 7, 5900 Rudkebing, Denmark

Date of birth:
1975-04-14

Number: 1099-N2-P

Date of first issue:

Date of renewal:

Date of expiry:

Henri\,c Prydogard.

Signature holder of cerfificate/
The certificate holder fulfills all requirements of EN ISO 9712 and NORDTEST DOC GEN 010, edition 6.

Sector:

Supplemental sector:

Sector limitation:

IMU Multisector (All industrial sectors)

Non

No limitations

=

%&:ﬂls the requirements accord-lrttq\‘\

to ACT743 and 289, which
il Implements the directives

{f

\

N

i T

2016-01-14

2021-01-14

\97123/zc respactivaly 1999/36/EC

PED/TPED

... Notifled body 0200 .-

=== ==

\

|

N

=

Initial certification body:
FORCE Certification

FORCE =

Certification

U

1\1

FORCE Certification

2 DANAK

~—

PERSON Reg. No, 3001

The certificate is valid only with the operating authorization which is based on visual acuity and proof of satisfactory work
with the actual NDT method, without interruptions totally not more than | year, for the whole validity period. The
documentation file of the certificate holder shall also include complaints within the scope of the certification competence. The
operating authorization shall be renewed annually.

(0)

erating authorization by employer:

2016.01.14

ST SO

Nordisk Svejse Kontrol VS

SH Group as

Kuopiovej 20, 5700 Svendborg, Denmark

2017.01.14 201

8.01.14

Authorized signature/Employer. first linie issue

2019.01.14

Authorized signawre/Employer, renewed Ist year

2020.01.14

2021.01.14

Authorized signature/Emiployer, renewed 2nd year

Authorized signuture/Employer. renewed 3rd year

Authorized signature/Employer. renewed Hthycar

Authorized signature/Employer, rencwed 3th year

606-4-7-en-en

Page 1 of 2



EN ISO 9712

NDT LEVEL 2 CERTIFICATE

Test method: Ultrasonic Testing

Henrik Boye Prydgaard Number: 1099-N2-U

Halvmaénen 7, 5900 Rudkebing, Denmark Date of first issue: 2013-04-19
Date of birth: Date of renewal:
1975-04-14 Date of expiry: 2018-04-19

/ulf‘ Is the requirements accordl&

(i to ACT743 and 289, which

f: implements the directives

97/23/EC respectively 1999/36/EC I
\ PED/TPED /

€ " /P oo S ! Notiﬁed body 0200 =
Signature holder of ertifidhte I

The certificate holder fulfills all requirements of EN ISO 9712 and NORDTEST DOC GEN 010, edition 6.

Sector: w Welds + wp Wrought products

Supplemental sector: tp Tubes and Pipes

Sector limitation: No limitations

Initial certification body: FORCE Cer, H(‘ 240N
FORCE Certification

FORCE

Certification

1

2 DANAK

PERSON Reg. No. 3091

L

;l”
W

FORCE Certification
The certificate is valid only with the operating authorization which is based on visual acuity and proof of satisfactory work
with the actual NDT method, without interruptions totally not more than 1 year, for the whole validity period. The
documentation file of the certificate holder shall also include complaints within the scope of the certification competence. The
operating authorization shall be renewed annually.

Operating authorization by employer: SH Gl‘Ollp as
Kuopiovej 20, 5700 Svendborg, Denmark

2013.04.19 2015.04.19
m L.M.O.
\ordiek Sveloboutcol 45
O~S
Authorized signaturc/Employer, first time issue Authorized signaturc/Employer, renewed Ist year Authorized signature/Employcr, renewed 2nd year
2016.04.19 2017.04.19 2018.04.19

LM.O.
?%ww

Authorized signature/Employer, renewed 3rd year Authonized signature/Employer, renewed 4th year Authorized signaturc/Employer, renewed Sth year

606-4-7-en-en

Page 1 of 2



EN ISO 9712

NDT LEVEL 2 CERTIFICATE

Test method: Visual Testing

Number: 1099-N2-V

Henrik Boye Prydgaard

Halvménen 7, 5900 Rudkebing, Denmark

Date of birth:
1975-04-14

Date of first issue: 2013-07-03
Date of renewal:
Date of expiry: 2018-07-03

“ﬂﬂl‘l‘_vt ! \_‘?d!gwd
Signature holder of cCrtifictte

The certificate holder fulfills all requirements of EN ISO 9712 and NORDTEST DOC GEN 010, edition 6.

Sector:

Supplemental sector: Non

Sector limitation:

IMU Multisector (All industrial sectors)

No limitations

Initial certification body:
FORCE DantestCERT

FORCE

Certification

U

PERSON Reg. No. 3001

FORCE Certification

s DANAK

The certificate is valid only with the operating authorization which is based on visual acuity and proof of satisfactory work
with the actual NDT method, without interruptions totally not more than 1 year, for the whole validity period. The
documentation file of the certificate holder shall also include complaints within the scope of the certification competence. The
operating authorization shall be renewed annually.

Operating authorization by emplover:

2013.07.03 FO =
Cert =
Hellad \Rasmussen

SH Group as
Kuopiovej 20, 5700 Svendborg, Denmark

—w. 2015.07.03

= NSK Lme

Cer = Nordiek s

2014.07.03
F

Authorized signature/Employer, first time issuc

2016.07.03

L.M.O.

\m% R

HeNe’H. Rasmussen
Authorized signature/Employer, renewed 1st year Authorized signaturc/Employer, rencwed 2nd year

2017.07.03 2018.07.03

Authorized signaturc/Employer, renewed 3rd year

Authorized signaturc/Employer, renewed 4th year Authorized signature/Employer, rencwed Sth year

606-4-7-en-en

Page 1 of 2



EN ISO 9712

NDT LEVEL 2 CERTIFICATE

Ulrik Gjerster

Ringvejen 6, 5900 Rudkebing, Danmark

Date of birth:
1963-10-05

Test method: Penetrant Testing

Number: 0767-N2-P

Date of first issu
Date of renewal:

Date of expiry:

Signature holder of certificate

The certificate holder fulfills all requirements of EN ISO 9712 and NORDTEST DOC GEN 010, edition 6.

Sector:

Supplemental sector:

Sector limitation:

IMU Multisector (All industrial sectors)

Non

No limitations

2010-09-30
2015-09-30
2020-09-30

e:

Sy

Fulfils the requirements accolﬂh

to ACT743 and 289, which \
implements the directives |

97/23/EC respectively 1999/36/EC
PED/TPED
Notified body 0200
\R_‘r

Initial certification body:

FORCE Certification

FORCE =%
=E

Certification ==

FORCE Certification

2 DANAK

PERSON Reg. No. 3001

The certificate is valid only with the operating authorization which is based on visual acuity and proof of satisfactory work
with the actual NDT method, without interruptions totally not more than 1 year, for the whole validity period. The
documentation file of the certificate holder shall also include complaints within the scope of the certification competence. The

operating authorization shall be renewed annually.

Operating authorization by employer:

SH Group as

Kuopiovej 20, 5700 Svendborg, Denmark

2015.09.30 2016.09.30 2017.09.30
y ~ E}ﬁﬁﬂ@‘
Authorized signature/Employer, first time issuc Authorized signature/Employer, renewed st year Authorized signature/Employer, rencwed 2nd ycar

2018.09.30

2019.09.30

2020.09.30

Authorized signature/Employer. renewed 3rd year

Authorized signature/Employer, renewed 4th year

Authorized signature/Employer, renewed 5th year

606-4-7-en-en

Page 1 of 2



EN ISO 9

712

NDT LEVEL 2 CERTIFICATE

Test method: Magnetic Particle Testing

Ulrik Gjerster

Ringvejen 6, 5900 Rudkebing, Danmark

Date of birth:
1963-10-05

s b Cpaefes

Number: 0767-N2-M

Date of first issue: 2011-12-20
Date of renewal:
Date of expiry: 2016-12-20
e ::‘—'_}-‘—:?-
= S
ﬁulﬁls the requirements accordm
{/ to ACT743 and 289, which ]\

i implements the directives

'\ 97/23/EC respectively 1999/36/EC /
\ PED/TPED /
- Notified body 0200

\\\_
-~ =
—

-

Signature holder of certifiate
The certificate holder fulfills all requirements of EN ISO 9712 and NORDTEST DOC GEN 010, edition 6.

Sector:

Supplemental sector:

Sector limitation:

IMU Multisector (All industrial sectors)

Non

No limitations

Initial certification body:
FORCE DantestCERT

FORCE

Certification

o

2 DANAK

PERSON Reg. No. 3001

FORCE Certification

The certificate is valid only with the operating authorization which is based on visual acuity and proof of satisfactory work
with the actual NDT method, without interruptions totally not more than 1 year, for the whole validity period. The
documentation file of the certificate holder shall also include complaints within the scope of the certification competence. The

operating authorization shall be renewed annually.

Operating authorization by emplover:

2011.12.20

SH Group as

Kuopiovej 20, 5700 Svendborg, Denmark

2012.12.20

2013.12.20
LIMIOO

it

Authorized signature/Employer, first e issue

2014.12.20

L.M.O.
\eie

Authorized signature/Employer, rencwed 1st year

2015.12.20

Authorized signature/Employer, renewed 2nd year

2016.12.20

LS.

Authorized signature/Employer, renewed 3rd year

Authorized signature/Employer. renewed 4th year

Authorized signature/Employer, renewed 5th year

606-4-7-en-en

Page 1 of 2




EN ISO 9712

NDT LEVEL 2 CERTIFICATE

Test method: Ultrasonic Testing

. . Number: 0767-N2-U
Ulrik Gjerster

Ringvejen 6, 5900 Rudkebing, Danmark Date of first issue: 2013-05-01

Date of birth: Date of renewal:

1963-10-05 Date of expiry; 2018-05-01
P

to ACT743 and 289, which

/
/
implements the directives

h\ 97/23/EC respectively 1999/36/EC /,
\ PED/TPED /

=
j/l' A @/ 2 /A Qf;,__::___Notified body 0200 _

Signature holder of Certificate B
The certificate holder fulfills all requirements of EN ISO 9712 and NORDTEST DOC GEN 010, edition 6.

—

Sector: w Welds + wp Wrought products

Supplemental sector: tp Tubes and Pipes

Sector limitation: No limitations

= =
%ﬂﬁls the requirements accordier

N
i

Initial certification body:

FORCE DantestCERT
FORCE = DANAK
Certification =:___,-;- PERSON Reg. No, 3091

FORCE Certification

The certificate is valid only with the operating authorization which is based on visual acuity and proof of satisfactory work
with the actual NDT method, without interruptions totally not more than 1 year, for the whole validity period. The
documentation file of the certificate holder shall also include complaints within the scope of the certification competence. The
operating authorization shall be renewed annually.

Operating authorization by employer:

SH Group as
Kuopiovej 20, 5700 Svendborg, Denmark

2014.05.01
L.M.O.

NSK
s R

2015.05.01

LM.O.
o

2016.05.01

[ TR}
0 810 W'

g%m?:f’

(O~ 41
AN aabe /'{}
,‘, 4n'.3‘§ NS

()
RUTUOR S

Authorized signature/Employer. rencwed 1st year

2017.05.01

Authorized signature/Employer, rencwed 2nd year

2018.05.01

B! Anellals @
Aulhol"lzcd s‘igmlumlEmplo_vcr. rencwed 3rd year

Authorized signature/Employer, renewed 4th year

Authorized signature/Employer. rencwed 5th year

606-4-7-en-en

Page 1 of 2



EN ISO 9712

NDT LEVEL 2 CERTIFICATE

Test method: Visual Testing

. . Number: 0767-N2-V
Ulrik Gjerster

Ringvejen 6, 5900 Rudksebing, Danmark Date of first issue: 2012-07-01
Date of birth: Date of renewal:
1963-10-05 Date of expiry: 2017-07-01

L1l Gporglem
Signature holder of cettificate
The certificate holder fulfills all requirements of EN ISO 9712 and NORDTEST DOC GEN 010, edition 6.

Sector: IMU Multisector (All industrial sectors)
Supplemental sector: Non
Sector limitation: No limitations

Initial certification body:
FORCE DantestCERT

FORCE

Certification

\
|

O

2 DANAK

PERSON Reg. No. 3001

FORCE Certification
The certificate is valid only with the operating authorization which is based on visual acuity and proof of satisfactory work
with the actual NDT method, without interruptions totally not more than 1 year, for the whole validity period. The
documentation file of the certificate holder shall also include complaints within the scope of the certification competence. The
operating authorization shall be renewed annually.

Operating authorization by employer: SH Gl‘Ollp as
Kuopiovej 20, 5700 Svendborg, Denmark

2014.07.01

Authorized sig;nanm:lEmploy\e(. first time fssuc Authorized signature/Employer, renewed st year Authorized signature/Employer, rencwed 2nd year
2015.07.01 2016.07.01 2017.07.01
LM.©.
Nordisk Svelee Konirol A8 NSK MO
Authorized signature/Employer, renewed 3rd year Authorized signature/Employer, renewed 4th year Authorized signature/Employer, renewed 5th year

606-4-7-en-en Page 1 of 2
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PETER HARBO

SH Group A/S
Kuopiovej 20
5700 Svendborg

H H CERTIFICATE No.: H25966
Certifikat / Certificate el s
FORM 3 Customer No.: 62217810

Certificate of Test and Thorough Examination of Loose Gear

- Alle neevnte veerdier er i overensstemmelse med oplysningerne fra vor leverandgr.
- All values correspond to information from our supplier.

Order no.: Production no.: Salesperson: Reference to standard:
708354 506977 TEN

Customer order no.: Customer attention: Customer location: External Doc. no.:
1p0-0014419 TORBEN LINNEBJERG

Indholdet i dette certifikat er i overensstemmelse med bestemmelserne i direktivet 2006/42/EF, bilag 1l A

Ved levering af maskiner jvf. direktivet 2006/42/EF, geelder dette certifikat som overensstemmelseserklzering.

All contents of this Certificate correspond to the contents of the Directive 2006/42/EC, add. Il A

By deliveries of machines in the sence of the Directives 2006/42/EC, this certification is considered as conformaty explanation.

Til de leverede produkter dokumenterer vi falgende detaljer:
We certify the following details for the supplied articles:

Markning / Beskrivelse / Description | Antal / | Dato / | Testload| OSWL | WLL | MBL
Marking Quantity | Date factor kg kg | kg
H25966 4-GR. WIRESLING. ACC TO DRAW. 10020171.. ILO 152 1 12-07- 3500
WIRE 6X36+IWRC. @18MM MONT | TOP MED MASTER 16

LINK. TAN3/418. OG GPS13SP GREEN PIN SJAEKLER |
BUND. TOTAL BEN LGD. 1,73M VINKEL 48°. SF 6:1.

WLL 3500KG.
CERTEX A/S
o
B )
Quality — VA ~\
department: Thomas Lgvgren

Dette Certifikat er fremstillet maskinelt i overensstemmelse med EN 10204 (afsnit 5).

This Certificate was provided by machine and is in accordance with EN 10204 (exp. 5)

This Certificate covers the standard international form as recommended by the International Labour Office in accordance with
ILO Convention No. 152.

Cerlified accoiding o
DS/EN ISO 3001
DS/EN ISO 14004
DS/OHSAS 18001 gf;:f§ Peter Harbo A/S

DK-6700 Esbjerg
TIf.: +45 75 13 08 44
Fax: +45 7513 07 35
v E-mail: salg@harbo.dk
' A AXLOAD CERTEX www.certex.dk

Lifing Products and Services




f25 Rev.: 0 !!!
VBV Approved by: UN G IQ 0 U p

Certificate of Compliance

SH Group A/S
(Manufacfurer’s name) B
Kuopiovej 20, DK-5700 Svendborg, Denmark
(Add}ess)

MODUS Seabed Intervention Limited

(Client name)
Beaumont House, Beaumont Street, Darlington, DL1 5RW, England

(Addres;c,)
SHG-0-174

(Contract No.)
Manufacturer declare that

MODUS Seabed :
3 N s Serial :
Intervention Limited Description Sepro part no. and serial no.
number
Purchase number
1070 - PO-11108 2kN OE Tether Winch 01 SHG-000973-01

Page 1 of 2
SH Group A/S | Kuopiovej 20 | DK-5700 Svendborg | Denmark
Tel. +45 6221 7810 | VAT No.: DK 12762704 | sh@shgroup.dk | www.shgroup.dk



SHEE"

Product type no.: 2kN OE Tether Winch

Design Specification: 000174
Doc Rev: 7
and

MODUS Seabed Intervention Limited Order no. SHG-0-174

(Client Specification and rev. no.)

Accepted deviations (NCR):

NA

(Quality Notification number)

Svendborg 14-09-2016 Kaare Vang Jensen, Operations Director

(Place and date of issue) (Name and title of authorized person (Handwritten signature)

Page 2 of 2
SH Group A/S | Kuopiovej 20 | DK-5700 Svendborg | Denmark
Tel. +45 6221 7810 | VAT No.: DK 12762704 | sh@shgroup.dk | www.shgroup.dk
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Revision no.:1  Approved by: UN

Approved date: 09-02-2015
Form no.: p3.3 -f2

Project no.

Drawing no.

Type

Dynamometer id. no.
Total Gross Mass
Test load

Test time/actual load

SH"

Lifting test — ILO 152
(All point lifting)

: SHG-000973

: 10020171

: Umbilical Winch

: Dynafor 5T, 0717/021W, cert. 0717/38E
:3.500 kg

:3.500 kg + 25% = 4.375 kg

: 5 minutes / 4.550 kg

Bottom plan Dimension
1 Pre load test Post load test Difference
1. 2556 mm 2555 mm 1mm
2 2: 2553 mm 2553 mm 0mm

Customer (if participate)

Signature:

Place:

Date:

SH Group

Kvalitetsstyringssystem i henhold til ISO 9001 Side 1af1
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MALERAPPORT /
PAINTING REPORT

Emne/
Object:

Kunde /
Customer:

1 stk. Modus Spil
SH Group A/S

1P0-0014635-2 SHG-000973_01

Kundens ref. nr. /
Customer's ref. No.:

MBE

Dato / Kl./
Date: Time:

Malerapport nr. /
Painting report No.:

Tegningsnr.

Drawing No.

/

18.07.16 1516058

Coati S

Gemalvej 15 - Kirkeby - DK-5771 Stenstrup
TIf. 65 36 26 26 - Fax 65 36 26 36
E-mail: fyns-coating@fyns-coating.dk

www.fyns-coating.dk

Kontrol af overflade fgr forbehandling /
Control of surface before pretreatment.

JA | YES

NEJ / NO

Bemeerkninger / Remarks

Fedt & olie / Oil & grease

X

Runding af kanter / Grinding

Svejseperler / welding pearls

Fejl i svejsninger / Defects in welding

X
X
X

Control OK

Forbehandling /
Pretreatment:

SA 2Y%

Forbehandling godkendt /
Pretreatment approved:

YES

Malespec. / paintingspec.:

Sigma Zinc 68 SP

70 pm

Sigma Fast 278

130 pm

Sigmadur 550 H Ral 9010

80 um

um

um

Torfilm lagtykkelse / Dry film thickness

280 pm

1. lag type/ 1.

coat type:

Batch No.

Komp A

Komp B

2. lag type / 2.

coat type:

Batch No.

3. lag type / 3.

coat type:

Batch No.

4. lag type / 4.

coat type.

Batch No.

5. lag type / 5.

coat type

Batch No.

Klima malinger / Climatic measurements:

Luftens temperatur / Air temperature:

26

27

27

Stal temperatur / Steel Temperature:

22

23

23

Luftens fugtighed RH % / Air humidity:

51

51

50

Dugpunkt / Dew point:

13

14

15

Overfladetemperaturen skal veere mindst 3 grader C over dugpunktet. Der ma ikke males ved relativ luftfugtighed over 80%.
Surface temperature must be at least 3 C over the dew point. Paint must not be applied with a relative humidity over 80%.

Malinger / Measurements:

1. coat

2. coat

3. coat

4. coat

5. coat

Antal malinger / No. of measurements:

250

250

350

Laveste maling / Lowest measurements:

65

198

267

Hgjeste maling / Highest measurements:

98

341

493

Gennemsnits maling / Avarage measurements:

Bemeerkninger til slutkontrol / Remarks to final control:

86,97

231,06

336,25

Lakleverandgr / Paint supplier:

PPG Protective&Marine Coatings

Porretest / Holiday detection:

Vedheeftning / Adhesion test:

21.07.16
Dato / date

Flemming Pilegaard

Kvalitets kontrol ansvarlig / Quality Control responsible

KP1108-rev.0

Taenk ikke overfladisk - nar det gaelder overfladebehandling!
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| ] Winch E

= Customer: Modus Seabed Intervention ~ o *
S E p IQ 0 Serial Number: SHG-000973 G IQ D U p

Document Revision: 2
technalogy

FACTORY ACCEPTANCE TEST

Customer:
Modus Seabed Intervention

Type:
2kN OE Tether Winch

Serial No.:
SHG-000973

Prepared by: TLB
Date: 12-09-2016 Approved by: MKJ Page 1 of 12



- Winch

= Customer: Modus Seabed Intervention
S E p IQ 0 Serial Number: SHG-000973 G I
Document Revision: 2

ROUP

technaology
g 114 o [¥Te3 i oo HP S U OO O PRSP PP PP PP 3
1.1 Calibrated INSITUMENES. .....c..vererecs s enmmaererannmmmsnsnss snsemsmmns s snssssasss o sai s 45 54553 5 558 55 £4EREES ERRH TR s ass ¥ FRRETR SRS 3
1.2 SOFtWAIE VEISION .....oeviieeieeeeee ettt e e e e e et e e e e e s e et e e e e e e eaee e e e e e meeeaeeeeeaanbb et e e e e e e nbnaeeseeee e naaneas 4
2 Performance and deSign VAIUES: ...........oooiiiiiiiiiieee ettt et e s 4
3 Test Of CONIOl AN JOGIN........oneeerecnceronemnrssosnsnesssasnsnnsssiondsss snmenss isssess 55855 54 55458 55 55554 45 5503 S5 5000 Smsa s SPas 5500 Sn S s ans o 4
3.1 Verify that all login profiles are active ..........oocueiiiiiiiiiie e 4
4 Mechanical and fUNCHION tESt .........ooiiiiieieeee et e e et e e e e e ettt te e e st e e e e e nanneneeeeeanns 5
4.1 SHALIC TEST OF WINCH .. ..o vemmsmmarmmme s smmmm s i s miii £ 35550 5 505055 65065 575 45 34568 45 S0 ¥ WS4 975 S 5B o AR U8 673 F5 S S OV 5
4.2 Static test 0f 10ad PIN ...eeiiiie e e 5
4.3 Dynamic test of brakes and emergency STOP .......ccoooiiiiiiiiiiiiii e 6
4.2 SDEEU RS, ... omsmes e nmemmmsmnm s i 5855586555558 43 3405, 55570 08 5 LR S0 0 4o A L VRS FHE 5 08 ERR 083 6
5 Software and FUNCHON tESt .........oo i e e e e 7
5.1 Software and functional test of Local Control..............cooiiiiiiiiiii s 7
5.2 Software and functional test of REMOLE: . couismmire svvmssssmmmmssvnsms s snsss vanmsss sismi s ssmase s sesssss segsswesssmss 7
5.3 Test of EMErgenCY StEEIING .. .....eiiiiiiie ettt 7
5.4 Constant TeNSION 18St........eieiiii et 8
5.4.1 Constant Tension variation teSt ..o 8
TRl AN = 1 1 1= T PO OO U PP PP PP P PP 9
5.6 VN AT S s cosmessimmms v o v s i 555 56545 64444 554 08800 8 i 5 S S S S Y Y 8 55 5 S A0 0 9
5.7 Tests that causes NO alarm Or Warning.........c.ueiii ittt e 10
B VVITICH: TRVIBW. .. cvenonreemens snemmmsnmnsumssnsnnssissssi sa iass is 55 ke s 55553 435435 5 57000 55 SR04 65 44804 8 50 ¥ 5505 55 95 80 5 S u i e s w0 10
7 Check of overall dimensions ON WINCH ... ....cuiiiiiiiii et e e 11
8 Remarks and acceptance Of FAT .. ... ittt et e e e e ettt e e e e s e e e e e e s aaeeeeeenaes 12

Prepared by: TLB
Date: 12-09-2016 Approved by: MKJ Page 2 of 12



=- Winch
Customer: Modus Seabed Intervention
SEPIRO Serial Number: SHG-000973

Document Revision: 2
technology

The purpose of the Factory Acceptance Test (FAT) is to verify the winch meets the performance
requirements specified in the contract, to verify a limited set of control / software functions and to
verify the integrity of the electrical installation.

Winch performance is defined in this FAT by the following criteria;
e the load it can handle at the bottom layer of wire
e the operating speed with a specified load condition
e the load the brake system can safely hold
e the load the motors can safely hold

Load values are in kg.
The set of control / software functions that are tested are concerned primarily with;
e Verifying control locations
e Operator Login
e Emergency Steering
e Alarms

The FAT is performed with the winch installed in the test area, and the test loads are suspended to
an overhead crane.

Safety instructions for guests at SH Group is adopted for the test procedures. The safety folder is
available in the reception.

In addition to the individual test results which are found in each test section, section 8 provides for
written remarks relevant to the test procedure.

The instruments listed below, have been calibrated by an independent party and have been issued a
certificate validating authenticity.

Id. | Winch test Test equipment Serial no. Cerfuﬂcate
available
1 | Check of overall dimensions Measuring tape N/A N/A
Pull test Load Cell o eoTiw L[e)\
2 | Brake test Max 2% deviation, '
Load test Check certificate

Prepared by: TLB
Date: 12-09-2016 Approved by: MKJ Page 3 of 12



- Winch

R A T T

= Customer: Modus Seabed Intervention S H Sivaa e S5 esti 41
Serial Number: SHG-000973

s E p I! 0 el;ljaocu‘:nn:en?rRevision: 2 G IQ 0 U p

technalogy

The test was performed with this software version.

Item Software
Version
PLC 0y 29
VSD 1 L/ ”lz 5; /.
VSD 2 O ? 5— /
VSD 3 s
O #£.8
VSD 4
Max pull 2 kN 200 kg
SWL 2,0 kN 200 kg
Design factor ¥ 1,25
Lift test above SWL x 1,25 250 kg
Dynamic speed test shall be performed with 200 kg
Dynamic brake test is to be performed with 200 kg
Id. | Type Accept criteria lc;gri?rgl S::t‘:ol
1 | Level1-daily Enter user and password \/ '
2 | Level2-captain Enter user and password /
3 | Level3-Sepro Enter user and password v4 /

Prepared by: TLB
Date: 12-09-2016 Approved by: MKJ Page 4 of 12
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technology

Winch

Customer: Modus Seabed Intervention
Serial Number: SHG-000973
Document Revision: 2

SH—:

The winch is mounted on the foundation. A test cable is spooled onto the winch drum and secured.
The test cable is connected to a load point with minimum 750 kg load.

Acceptance
Id. | Description Acceptance criteria criteria Test result
value /
Load test 5 min R d
' | AlBrakes | SWEX1.25 250kg| (O,2°8 //Ton
2* | Lift test >SWL > 220 kg 0,08 /" Ton
«« | Lift test = 0 Y
3 | limitation =SWL X1,25 <250kg | ) 2 oo V7 Ton
When overloaded, the winch will '
o — start to pay out the umbilical.
4 rotection The winch cannot be operated Tan
P again by the joystick before
confirmation of overload
protection

* The torque setting is increased manually to achieve the minimum value of
1,1 x SWL for the test.

** The torque setting is decreased manually to the standard configuration maximum value of
1,1 x SWL

This test verify the accuracy of the load pin.
Static pull in a load cell, will confirm the accuracy of the load pin in the sheave.

Make 5 random tests.

Id. | Test load cell

Lok

Winch Load pin

1 $<

- (o 9 g

3 /L7 /<
4 /57 250
5 225 288

Prepared by: TLB

Date: 12-09-2016 Approved by: MKJ Page 5 of 12



& Winch
s e, v LOBOE u:
= Customer: Modus Seabed Intervention S H Bt el
Serial Number: SHG-000973
5 E p I? 0 e?)iculrlnr:nfkevision: 2 G I2 0 U p

technology

The test load has to be equal to, and not less than SWL.
The weight of the test load is verified with a calibrated load cell.

Weight of test load: ZZ,O kﬂ

Id. | Description Note Check alarm Test result
Test 1 {(qu&,q (‘560\0 L/ Qlg_
Three successful , s e il
1 | emergency stops. Test2 (ontrot fame
(full pay out) oy ‘
Test3 Oy o / O~
2 | Dead ship NA 0 %,
Emg. stop. Local control e Ok
5 | Function test of all —

emergency stops Emg. stop. Remote

Tk

The winch will stop with min.
3 turns left on drum.
To be controlled at spooling.

4 Protection against full
unwinding

bo re (ouned oUb ()i,q)
sfocliny Jobler on O

The test shall reveal that the system is able to pull the advised load at the advised speed.

Id. | Description Accepts;lc;z criteria Test result (value)

1 | Power supply voltage 440V O \%
Power supply frequency 50Hz Z D Hz

Speed test on bottom layer:

Id. | Description Accepts;llc;ee criteria Test result (value)

1 | Test load 200kg | &. 1S5S ke T

2 | Speed 90 m/min | \©3 (¢ @& 00k4 m/min

3 | VSD 1 payin N Al 2y, Hz ).CLO T

4 |VSD 2 payin i Al (;5 Hz T

5 | VSD 3 payin & A O Hz T

6 | VSD 1 pay out <9 A| 19 Hzlo7 T

7 | VSD 2 pay out C.9 A| g7 Hz T

8 | VSD 3 pay out "0 A| © Hz T

\peb T Q—*) S0 @C"\\\_A\\%S Qﬁﬁbﬂ XPV\K\'\\;,"\\’ ooerine.
o beecn  Bleetny Rosiersmie et

Prepared by: TLB
Date: 12-09-2016 Approved by: MKJ Page 6 of 12



- Winch

= Customer: Modus Seabed Intervention
S E p l! D Serial Number: SHG-000973
Document Revision: 2

technalagy

SH:

Id. Description Note Test result
1 Check direction of traction in auto O
2 Check correct function of limit switches in
auto O
Id. Description Note Test result
1 Check direction of drum with remote Ok
5 Check correct function of limit switches in e
auto
3 Control all functions on Remote, one by one Ole
according to Remote spec.
Switch on emergency steering
Test with SWL
Id. Description Note Test result
1 Test emergency stop Qe
2 Test pay in Ok
3 Test pay out OX
4 Test traction in e
5 Test traction out O
6 Test correct function of limit switches on ou
traction
Prepared by: TLB
Date: 12-09-2016 Approved by: MKJ Page 7 of 12




——
SEPRO

technalogy

Winch

Document Revision: 2

To control the operation of constant tension.

Start the winch. Change mode to constant tension. Note the torque.
Hold joystick in pay in position until load is moving up. Note the torque.

Customer: Modus Seabed Intervention
Serial Number: SHG-000973

Hold joystick in pay out position until load is moving down. Note the torque.
Repeat the test for all operating stations but only note values for local control.

S H GRO

—
u

Id. Description Note Inits | Remark
1 holding load 25 kg

2 pay in limit Load kg

3 pay out limit Load kg

4 holding load 100 kg

S pay in limit Load kg

6 pay out limit Load __kg

7 holding load 200 kg

8 pay in limit Load kg

9 pay out limit Load ______ kg

The pay in torque limit should be a few percent higher and the pay out limit should be lower than the initial

torque limit value.

To control the operation of constant tension.

Start the winch. Change mode to constant tension.
Note the torque level chosen on the screen.
Run load up and down with external crane.

Control tension level follows the movement of the external load cell.

and down.

follows the chosen

Control tension level

level on the screen

Id. | Description Note Inits | Remark
1 holding load 200kg | Maxtorque ____ %

Constant Tension level | CT ____ kN

chosen
3 Run external crane op

The chosen tension level on the screen must follow the load level on the external load cell.

Date: 12-09-2016

Prepared by: TLB

Approved by: MKJ

Page 8 of 12
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technalogy

Winch

Customer: Modus Seabed Intervention
Serial Number: SHG-000973
Document Revision: 2

SH==

AR 2y

O

All tests can be done from, Main Control or Remote Control unit. During the test, check the alarm
list on the locked control unit(s).
Alarms will stop the winch

Test Test
Id. | Description Note result result
Local Rack
Test brake resistor hot. Winch started I
! Verify that winch can pay out 0 Z(« Q\’{\
Test brake resistor too hot. Winch started _
2 | Verify that winch is unable to pay Hot — no pay out OK N+
out
3 | Cooling water low pressure NA A
High temp motor 1 ‘ ¥
4 Fan must start 0}7\' frh
High temp motor 2 _ i A
. Fan must start @K i
High temp motor 3 /
6 | Fan must start Og_. f‘/ﬂ
High temp electrical cabinet ;
J Above 55 degrees C 02( il A
Warnings will not stop the winch.
Test Test
Id. | Description Note result result
Local Rack
1 | Thermistor, motor 1 74
2 | Thermistor, motor 2 ()4(
3 | Thermistor, motor 8 7.- ( oW
4 | Thermistor, traction spindle motor 0iC.
5 | Brake not open motor 1 Ole_
6 | Brake not open motor 2 s
7 | Brake not open motor 3 T Ol
8 | All brakes not closed 04~

AT rese. Sooppee ble winen

Date: 12-09-2016

Prepared by: TLB

Approved by: MKJ

Page 9 of 12
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. Winch -
= Customer: Modus Seabed Intervention S H = |
Serial Number: SHG-000973
S E p IQ 0 erlil)iculr{nrgnerevision: 2 G l‘ 0 U p

technalogy

Id. | Description Note Test result
Reset of Emergency stop
impossible when:
Brake motor 1 manually ,
released O
Brake motor 2 manually
released
Reset of emergency stop
2 | impossible when ;
emergency stop is active OK.
Remove communication from ;
3 o
PLC
Remove communication from
* | vsD oK.

Analogue indication of motor
temperature Of¢..

Verify that the electrical installation designed to function in a maritime environment, and according
to documentation.

Id. | Description Remarks
1 |Made in accordance with drawing from SH Automation oK
2 | Visual inspection of electrical wiring and main SWB di.
3 | Terminal box o
4 | Fixing of cables and correct glands o
5 | Air draft stopper mounted in SWB (VSD PART) Y
6 |Visual inspection of brake resistor 0 Va

Note 1: Verify that the equipment is assembled in a way, which meet the requirements to ingress protection
in IEC 529 (14.2.6), in accordance with IP56.

Prepared by: TLB
Date: 12-09-2016 Approved by: MKJ Page 10 of 12
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= Customer: Modus Seabed Intervention S H ~ L :
Serial Number: SHG-000973
S E p lq D Document Revision: 2 G Ia 0 U p

technalogy

Id. | Overall dimensions on winch

Frame dimensions

Drum dimensions

Welding joint on slip ring pigtail tube

Size of Slip Ring pigtail tube

A
B
C | Check of winch foundation, placement of welding knees
D
E
F

Painting

Id Acceptance criteria Acceptance criteria Test result
: value ,
Frame length: 2380 mm L% 0 mm
D)
Frame width: 1700 mm 7200 mm
A | Frame height (transport) S .
without welding knees: 2280 mm | 400 of 01550 mm
Ref. DWG: 10020171
Drum length, between 7
B | flanges: 1336 mm 3% 7_)-6 mm
Ref. DWG: 10020171
Check of foundation NTT Srecibied an
C | placement
Ref. DWG: 10020171 DRy
Check welding joints in Slip
D Ring tube: No sharp edges Ol
I s . According to focal
E | Check Slip Ring pigtail tube: dimension U A
Check painting according to
paint specification and .
a documented with coating Faint repart {Ses FRE]
report:
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Date Signature Customer

T T A 7.
Date Signature V SH Group
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