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BREMBANA&ROLLE B&R Welders & Welding operators list
ASME IX

Stamp

Surname & Name
No.

Surname & Name

Brembana & Rolle Albignasego & Marghera workshop

S51 / S85 /

S52 CATOZZO DAVIDE S86 /

S53 CICALA EMANUELE S87 /

S54 SITA DIOMBANA S88 CIOBANU VALENTIN
S55 BALLOTTA ANDREA S89 CRISTIAN FERRO
S56 TUIVERI FEDERICO S90 MELATO TIZIANO
S57 LAZZARO FAUSTO S91 DONA ANDREA
S58 BETTIN LUCIANO S92 BONGOU JEAN
S59 MARTIN PARIDE S93 /

S60 TIMPONE PIERPAOLO S94 DI NATALE GIOSUE
S61 BENAISSOUN MONAIM S95 MILOTIC ALAIN
S62 GARZOTTO MIRKO S96 /

S63 LUGATO LUCA S97 /

S64 DAL LAGO DAVIDE S98 /

S65 RUSSO VINCENZO S99 /

S66 VUJIC PEDRAG $100 |[MIOTTO DENNIS

S67 STORACI FEDERICO

S68 FILIPPONE MASSIMILIANO
S69 LAZZARIN GUERRINO

S70 MICHAEL MANFO

S71 TASINATO FEDERICO

S72 CORRADO PERONI

S73 MIRKO GIBBIN

S74 ZANELLATO OMAR

S75 BELLOMIA FRANCESCO
S76 DEVICENTI ANDREA

S77 LEKAJ NICOLI

S78 SALVO' CLAUDIO

S79 PADOVANI SIMONE

S80 ZORAN ERMAN

S81 /
S82 /
S83 SCHRAULECH MORENO
S84 LUCATO FABIO




BREMBANAG&ROLLE

B&R Welders & Welding operators list

ASME IX

Surname & Name St:::p Surname & Name
Brembana & Rolle
Valbrembo Workshop
S01 BONACINA DARIO
S02 SCIROCCO NICOLA S32 KHACHI ABDERRAHIM
S03 PARIKKATHRA SUNEESAN S35 CAPELLI STEFANO
S04 BELLIGERANTE ROSARIO S36 DIAGNE MBAYE ABABACAR
S05 PREVITALI ROBERTO S37
S06 GIUSTINONI CRISTIAN
S07 BRUNO PIETRO S14 PEZZOLI MAURO
S08 / S31 RUZZINI VALERIO
S09 DONGHI FRANCESCO S33 DRAGOSINOIU VASILE VALENTIN
S$10 GARGANTINI MASSIMILIANO S34 SPATARU FLORIAN CLAUDIU
S11 JOSEPH JOY S38 GOTTI STEFANO

S12 IMPERATORE GENNARO
S13 LA PIETRA ASTOLFO
S14 PASAN KAKNJASEVIC
S15 BONZI MICHELE

S16 MAGLI ALESSANDRO
S$17 IORDACHE VALENTIN
S18 STAN GEORGEL

S19 FILIPPERI FABIO

S20 PRIBESCU CONSTANTIN
S21 RUGGERI ANDREA

S22 ROTA DANILO

S23 MOYOTTIL SURESH BABU

S24 |/

S25 RAVASIO FEDERICO
S26 |/

S27 |/

S28 MICELI DIEGO

§29 |/

S30 GAMBIRASIO MATTIA

ELENCO AGGIORNATO AL 05.03.24

M.C.




BREMBANA&ROLLE

B&R Welders & Welding operators list for
Rosetti Marino/Crosswind Hollande Kust Noord Wind Park

Project (B&R job 23096)

H2 STORAGE VESSEL items V25001 A:F

Brembana & Rolle

Albignasego & Marghera workshop

Brembana & Rolle
Valbrembo workshop

Stamp Surname & Name Wheld Stamp Surname & Name Vigld
No. Process No. Process
GTAW GTAW
S55 |BALLOTTA ANDREA SMAW S03 [PARIKKATHRA SUNEESAN SMAW
SAW SAW
STAW STAW
§58 |BETTIN LUCIANO sMAW S06  [GIUSTINONI CRISTIAN SHAW
SAW A
GTAW GTAW
S60 |TIMPONE PIERPAOLO SMAW S20 [PRIBESCU CONSTANTIN SMAW
AW SAW
GSTAW GTAW
S61 |BENAISSOUN MONAIM SMAW S28  [MICELI DIEGO SMAW
SAW SAW
S70  |MICHAEL MANFO oA
GTAW
S71  |TASINATO FEDERICO SMAW
SAW
S72 |CORRADO PERONI i
: GTAW
873  |MIRKO GIBBIN SMAW
SAW
S74 |ZANELLATO OMAR o
S76 |DEVICENTI ANDREA i
SMAW
S77  |LEKAJ NICOLI ey
S79 |PADOVANI SIMONE i
S83 [SCHRAULECH MORENO i
S84  [LUCATO FABIO GTAW
S83 [CIOBANU VALENTIN sAw
S90 [MELATO TIZIANO sAW
R GTAW
S91 (DONA ANDREA SMAW
SAW
S92 (BONGOU JEAN o
$100 |[MIOTTO DENNIS SAW
Rev. Date Description fostituze licd )b y Ve|f|e b
N7 4 2
/ 'W'-u'w %
(& Selopesn 1)
0 |[09.05.2024 Issued for approval , ha oATE"M. IGalli
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RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)

(= =)} BREMBANA&ROLLE
AV

(QW-301 Section IX ASME B.P.V Code) S03 12/19
Welder' s name: PARIKKATHRA SUNEESAN Identification No.: S03
TEST DESCRIPTION
Identific. of WPS followed: CS GTAW SMAW Bl Test coupon [] Production weld
Specificat. of base metal(s): SA 516 Gr. 70 Thickness(mm): 24

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual,semi-auto) used: MANUAL MANUAL
Backing (metal, weld metal,double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
I Plate [] Pipe (enter diameter if pipe or tube): N.A. 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.1 to P-No.1 PNo.1 + 15F, 34, 41 + 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 5.18 - 5.1
Filler metal or electrode classification(s): ER70S-3 - E7018-1
Filler metal F-No.: 6-4 6 -1,2,3,4with BACKING
With or without filler metal (GTAW or PAW): WITH - N.A. WITH - N.A.
Consumables inserts (GTAW or PAW): WITHOUT - N.A. WITHOUT - N.A.
Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID - N.A. SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1:  GTAW 3 layers min. [_] Yes Bl No GTAW: 3 mm GTAW: UP to 3 mm
Process 2. SMAW 3 layers min. [l Yes ] No SMAW: 21 mm SMAW: Max. to be welded
Weld deposit "t" for S.Circ.Arc.(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F etc.): 2G Groove: F-H
Fillet: F-H
Vertical progression (uphill or downt N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW): N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN - N.A. DCEN - N.A.
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY
[] Bendtest; [] Trans.root and face QW-462.3(a); [_] Long.root and face QW-462.3(b): [] Side bend QW-462.2;
[] Pipe bend spec.,corrosion-resist.overlay QW-462.5(c); ] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
(1 Macro test for fusion QW-462.5(b); [ Macro test for fusion QW-462.5(e).

Type Result Type . Result

,,r" F? C
toyd's "“cmu [srraﬁa SA
Alternative radiographic examination result (QW-191): NO ;
Fillet weld-fracture test (QW-180): NO Length and percent of defects: / NO
Macro examination (QW-184): NO Fillet size (mm): NO Concavity/convexity (mm): NO
Other tests: Ultrasonic examination SATISFACTORY (See report WPQ S03 12/19 UT)
Film or specimens evaluated by: B&R Welding Engineer & TP Inspector  Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: / Laboratory test no.: /
Welding supervised by: B&R S.p.A. Welding Supervisor - Tm‘ﬁcauowhml i l
Notes: "/ barotthe toysfeg P e

1) And unassigned metals of similar chemical composition to these metals ClWitnassed Wlwmﬁﬁw

Alessand,r'o Monast}L— el

Milan Oifice =7 Q/ﬁy‘\ 115

We cert ,fy that the statements in this record are correct and that the test weld were prepared, welded and tested
/V/7 /., inaccordance with the requirements of the Section X of the ASME Code BPV ,

F;?E RED BY CHECKED AN ROVED BY z Date
INATI 07.02.2019

[




RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.
QUALIFICATION TESTS (WOPQ)

(QW-301 Section IX ASME B.P.V Code)

BREMBANA&ROLLE

S03 0119

Welder' s name: PARIKKATHRA SUNEESAN Identification No.: S03

TEST DESCRIPTION

Identific. of WPS followed: CS SAW Bl Test coupon ] Production weld

Specificat. of base metal(s): SA 516 Gr. 70 Thickness(mm): 35

Base metal P or S-No.: P-No.1 to base metal P or S-No.: P-No.1 Position (2G,6G,3F etc.): 1G
Il Plate [] Pipe (enter diameter if pipe or tube): /

Filler metal (SFA) specification: 5.17 Filler metal or electrode classification: EH12K

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1)

Type of welding (Automatic):

Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW (Co2 to YAG, etc.):
Continuos drive or inertia welding (FW):
Vacuum or out of vacuum (EBW):

ACTUAL VALUES

RANGE QUALIFIED

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: SAW SAW
Direct or remote visual control: DIRECT DIRECT
Automatic arc voltage control (GTAW): N.A. N.A.
Automatic joint tracking: WITHOUT WITH or WITHOUT
Welding position (2G, 6G, 3F, etc.): 1G F
Consumable inserts (GTAW or PAW): N.A. N.A.
Backing (metal, weld metal, etc.): WITH WITH
Single or multiple passes per side: MULTIPASS SINGLE and MULTIPASS
Other: NO NO

RESULTS

Visual Examination of Completed Weld (QW-302.4): SATISFACTORY

(] Bendtest; [] Trans.root and face QW-462.3(a);
1 Pipe bend spec.,corrosion-resist. overlay QW-462.5(c);
[ Macro test for fusion QW-462.5(b);

[ Long.root and face QW-462.3(b);

[] Side bend QW-462.2;

] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
(] Macro test for fusion QW-462.5(e).

Type Result Resu
N0
ULy
Alternative radiographic examination result (QW-191): uTt SAil'lSFACTORY
Fillet weld-fracture test (QW-180): / |Length and percent of defects: /
Macro examination (QW-184): / Fillet size (mm): / Concavity/convexity (mm): /
Other tests: Ultrasonic examination SATISFACTORY (See report WPQ S03 01/19 UT)
Film or specimens evaluated by: Welding Engineer Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: I Laboratory test no.: /

Welding supervised by:

B&R S.p.A. Welding Supervisor - Third Part Inspector

Notes:

We certify that the statements in this record are correct and that the test weld were

RreRR RGNl AL IS,

IX of the ASM‘RAMoBﬂ? i % |
Moy Sﬁggjmmp__‘ Regldstar

WY s _inaccordance with the requirements of the Sedfion
PRW BY CHECKED Al %\OVED meﬂnesssd [ Monitorag/’ ﬂRsvhwecb
M; R ATI M;.Tb\S/ S ¥ Alessandso Salvatgre Monastra 2.01.19
(@ NS | Milan Office .

T

V4




RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.
QUALIFICATION TESTS (WOPQ)

N
21y BREMBANA&ROLLE

(QW-301 Section IX ASME B.P.V Code) S06 01/23

Welder' s name: GIUSTINONI CRISTIAN Identification No.: S06
TEST DESCRIPTION
Identific. of WPS followed: CS SAW Il Test coupon [ Production weld
Specificat. of base metal(s): SA 516 Gr. 70 Thickness(mm): 35
Base metal P or S-No.: P-No.1 to base metal P or S-No.: P-No.1 Position (2G,6G,3F etc.): 1G
Bl Plate [] Pipe (enter diameter if pipe or tube): /

Filler metal (SFA) specification: 517 Filler metal or electrode classification: EH12K

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED

Type of welding (Automatic):

Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW (Co2 to YAG, etc.):

Continuos drive or inertia welding (FW):

Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: SAW SAW
Direct or remote visual control: DIRECT DIRECT
Automatic arc voltage control (GTAW): N.A. N.A.
Automatic joint tracking: WITHOUT WITH or WITHOUT
Welding position (2G, 6G, 3F, etc.): 1G F
Consumable inserts (GTAW or PAW): N.A. N.A.
Backing (metal, weld metal, etc.): WITH WITH
Single or multiple passes per side: MULTIPASS SINGLE and MULTIPASS
Other: NO NO
RESULTS

Visual Examination of Completed Weld (QW-302.4): SATISFACTORY

[] Bend test; [ Trans.root and face QW-462.3(a); [] Long.root and face QW-462.3(b):; [] side bend QW-462.2;

[1 Pipe bend spec.,corrosion-resist.overlay QW-462.5(c); ] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);

[] Macro test for fusion QW-462.5(b): [] Macro test for fusion QW-462.5(e).

Type Result Type Result

Alternative radiographic examination result (QW-191): UT SATISFACTORY
Fillet weld-fracture test (QW-180): / [Length and percent of defects: 1
Macro examination (QW-184): / Fillet size (mm): / Concavity/convexity (mm): I
Other tests: Ultrasonic examination SATISFACTORY (See report WPQ S06 01/23 UT)
Film or specimens evaluated by: Welding Engineer Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: / Laboratory test no.: /
Welding supervised by: B&R S.p.A. Welding Supervisor - Third Part Inspector

Notes: %O{/W -)

7 IR

[ BUREAUVERITAS HTALIA WELD u{s 14

We certify that the statements in this record are correct and that the test weld were prapated, welde d—!fe’st d
in accordance with the requirements of the Section JX.of the ASN

MINATI i OSTO 01:03:23

W
FmRED BY CHECWAPPROVED BW reviewBate
£




RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)

(QW-301 Section IX ASME B.P.V Code) S06 04/23
Welder' s name: GIUSTINONI CRISTIAN Identification No.: S15
TEST DESCRIPTION
Identific. of WPS followed: CS GTAW SMAW Bl Test coupon [] Production weld
Specificat. of base metal(s): SA 516 Gr. 70 Thickness(mm): 24

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual,semi-auto) used: MANUAL MANUAL
Backing (metal, weld metal,double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
Ml Plate [ Pipe (enter diameter if pipe or tube): N.A. 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.1 to P-No.1 PNo.1 + 15F, 34, 41 = 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 518 -5.1
Filler metal or electrode classification(s): ER70S-3 - E7018-1
Filler metal F-No.: 6-4 6 -1, 2,3,4with BACKING
With or without filler metal (GTAW or PAW): WITH - N.A. WITH - N.A.
-|Consumables inserts (GTAW or PAW): WITHOUT - N.A. WITHOUT - N.A.
Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID - N.A. SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1:  GTAW 3layers min. [] Yes Bl No GTAW: 3 mm GTAW: UP to 6 mm
Process 2. SMAW 3 layers min. [l Yes 1 No SMAW: 21 mm SMAW: Max. to be welded
Weld deposit "t" for S.Circ.Arc.(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F etc.): 2G Groove: F-H
Fillet: F-H
Vertical progression (uphill or downt ) N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW): N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN - N.A. DCEN - N.A.
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY
[ ] Bendtest; [ ] Trans.rootand face QW-462.3(a); [ ] Long.root and face QW-462.3(b); [] Side bend QW-462.2;
[] Pipe bend spec.,corrosion-resist.overlay QW-462.5(c); [] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
[] Macro test for fusion QW-462.5(b); [] Macro test for fusion QW-462.5(e).
Type Result Type Result
Alternative radiographic examination result (QW-191): NO
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
Macro examination (QW-184): NO Fillet size (mm): NO Concavity/convexity (mm): NO
Other tests: See note
Film or specimens evaluated by: B&R Welding Engineer & TP Inspector  Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: / Laboratory test no.: /
Welding supervised by: B&R S.p.A. Welding Supervisor - Third part Inspector
Notes: /)
1) And unassigned metals of similar chemical composition to these metals ) [/ ]
Ultrasonic examination SATISFACTORY (See report WPQ S06 04/23 UT) L[\ Loz 7 e e //

Magnetic examination SATISFACTORY (See report WPQ S06 04/23 MT)

— .
We cer'(lfy that the statements in this record are correct and that the testweld w&ré‘BFeﬁHréd, a2 ed 14 |
/ﬂ |n accordance with the requirements of the SegtignX/0f the ASME £pde BPV

F}R CHEC OVEDEY.. —— |\ Date
ATI T STO un-rm.r cx:nE( REVAEN g .3'2023
v TINCOJCD L=




RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)
: (QW-301 Section IX ASME B.P.V Code) $2012/19
Welder' s name: ~ PRIBESCU CONSTANTIN Identification No.: ~s2
TEST DESCRIPTION
Identific. of WPS followed: ~_ CSGTAWSMAW Il Test coupon (] Production weld
Specificat. of base metal(s): SA 516 Gr.70 - Thickness(mm): 24

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): ~ GTAW-SMAW B GTAW - SMAW
Type (ie:manual,semi-auto) used: MANUAL MANUAL

Backing (metal, weld metal,double welded, etc.):
I Plate [] Pipe (enter diameter if pipe or tube):
Base metal P or S-No. to P or S-No.:

~ WITHOUT - WITH
~_NA.
P-No.1 to P-No.1

WITH or WITHOUT WITH

73 mm and OVER
PNo1 +15F, 34, 41 + —49

(see note 1) -

Filler metal or electrode specification(s) (SFA): ~ 518-5.1 e - -
Filler metal or electrode classification(s): ~ ER70S-3 - E7018-1 - 1
Filler metal F-No.: i 6-4 6 -1,2, 3,4 with BACKING |
With or without filler metal (GTAW or PAW): B WITH-NA. ~ WITH-N.A. |
Consumables inserts (GTAW or PAW): WITHOUT - N.A. WITHOUT - N.A.

Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID N.A. SOLID & METAL COREDr N.A. A

Weld deposit "t" for each welding process:

Process 1:  GTAW 3layersmin. [] Yes [l No GTAW: 3mm GTAW:UPto6 mm
Process 2. SMAW 3 layers min. [l Yes ] No| SMAW: 21 mm SMAW: Max. to be welded
Weld deposit "t" for S.Circ.Arc.(GMAW-FCAW): N.A. B - NA. i
Welding position (1G,2G,6G,3F etc.): 2G Groove: _F-H
P Rt Fem
Vertical progression (uphill or downt NA. I NA. _
Type of fuel gas (OFW): - N.A. . ) ~ NA.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH  or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW): | N.A. N N 7W* - ﬁ
GTAW current type/polarity (AC, DCEP, DCEN): DCEN-NA. | DCEN-N.A.
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): ~ SATISFACTORY

[] Bendtest; [] Trans.root and face QW-462.3(a);
[] Pipe bend spec.,corrosion-resist.overlay QW-462.5(c);
[] Macro test for fusion QW-462.5(b);

[] Long.root and face QW-462.3(b);

[] Side bend QW-462.2;

[] Plate bend spec.,corrosion-resist.overlay QW-462.5(d):
[] Macro test for fusion QW-462.5(e).

Type Result

LSS

Lioyd's BegisterEsppita S

LA, Monastry
Mitan Offi
Uoyd's Register E

Alternative radiographic examination result (QW-191):
Fillet weld-fracture test (QW-180): ~NO
Macro examination (QW-184): NO
Other tests: -

Film or specimens evaluated by:
Mechanical tests conducted by:
Welding supervised by:

/
B&R

Fillet size (mm): |
Ultrasonic examination SATISFACTORY (See report WPQ S20 12/19 um)

~ B&R Welding Engineer & TP Inspector

7 N0/
Length and percent of defects: -
NO  Concavity/convexity (mm):

~ Company: Brembana & Rolle S.p.A.
Laboratory test no.: !
S.p.A. Welding Supervisor - Third part Inspector -

Notes:

We certify that the statements in this record are correct and that the test weld were prepz

4/ in accordance with the requirements of the Section/IXnof the ASME Codé!®PBsAegister Verification kimited '
P BY CHECKEDANOA EDBY [* SLIO/T Fegilet I Ditte [ foren
W VY ATI E]Wlmessed awom(é'edwa,amg

Alessandr tore M

e




RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.
QUALIFICATION TESTS (WOPQ)
¥ (QW-301 Section IX ASME B.P.V Code) ~S200119
Welder' s name: PRIBESCU CONSTANTIN Identification No.: $20

TEST DESCRIPTION

Identific. of WPS followed: ~ CSSAW I Test coupon (] Production weld

Specificat. of base metal(s): SA 516 Gr. 70 - Thickness(mm): 3%

Base metal P or S-No.: P-No.1 to base metal P or S-No.: ~ P-No.1 Position (2G,6G,3F etc.): 16
Bl Plate [] Pipe (enter diameter if pipe or tube): - ) / - )

Filler metal (SFA) specification: - 547 __Filler metal or electrode classification: ~ EH12ZK

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1
Vi
_| Approved for Pressure Equipmes

Type of welding (Automatic): /
Welding process: N | pirective 2014/68UE on beha bF #, Jees

Filler metal (EBW or LBW): | a i
Type of laser for LBW (Co2 to YAG, etc.):
Continuos drive or inertia welding (FW):
Vacuum or out of vacuum (EBW):

ACTUAL VALUES RANGE QUALIFIED

{nitan Offid . ,
Uoyds Register Espapa'SAU} U LULU | ]

> A o

/

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MAO'i:IINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): ~ MACHINE B - MACHINE
Welding process: - SAw B SAW
Direct or remote visual control: ~ DIRECT - DIRECT N
Automatic arc voltage control (GTAW): N.A. N.A. )
Automatic joint tracking: ~ WITHOUT WITH or WITHOUT
Welding position (2G, 6G, 3F, etc.): - 1G - R |
Consumable inserts (GTAW or PAW): - NA. K ~ NA.
Backing (metal, weld metal, etc.): CWITH ) ~ WITH
Single or multiple passes per side: ~ MULTIPASS ~ SINGLE and MULTIPASS |
Other: “NO o ~ NO -

RESULTS

Visual Examination of Completed Weld (QW-302.4): ~ SATISFACTORY -

[ ] Bendtest, [] Trans.root and face QW-462.3(a):

[] Long.root and face QW-462.3(b);  [] Side bend QW-462 2:

(] Macro test for fusion QW-462.5(b);

[] Pipe bend spec.,corrosion-resist.overlay QW-462.5(c);

] Piate bend spec.,corrosion-resist.overlay QW-462.5(d);
(] Macro test for fusion QW-462.5(e).

Type Result Type Result
Alternative radiographic examination result (QW-191): UT SATISFACTORY -
Fillet weld-fracture test (QW-180): | ~|Length and percent of defects: S
Macro examination (QW-184): ) / Fillet size (mm): / Concavnty/convexnty (mm): /
Other tests: Ultrasonlc examination SATISFACTORY (See report WPQ S§20 01/19 UT)

Company: ~ Brembana & Rolle S.p.A.
Laboratory test no.: I

Film or specimens evaluated by: ng |
Mechanical tests conducted by: - /
Welding supervised by:

Welding Engineer

B&R S.p./ p-A. Welding Supervisor - Third Part Inspector

Notes:

We certify that the statements in this record are correct and that the test weld were RIGRA" isWARRLANG

Y / in accordance with the requirements of the SectjonAX of the ASMEx Uoyd's
A D egisier
B{A : ROVED Eﬁlvnnam » D Mewe 1o

S
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RECORD OF WELDER PERFORMANCE W.P.Q. No.
3 QUALIFICATION TESTS (WPQ)
BREMBANA&RO

7 . . . (QW-301 Section IX ASME B.P.V Code) $28 12/19

Welder' s name: B MICELIDIEGO Identification No.. ~s28
TEST DESCRIPTION

Identific. of WPS followed: ~~ CS GTAW SMAW Il Test coupon (] Production weld
Specificat. of base metal(s): B SA 516 Gr.70 Thickness(mm): 24

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): o GTAW - SMAW ~ GTAW-SMAW
Type (ie:manual, semi-auto) used: ~ MANUAL ~ MANUAL

~ WITHOUT - WITH
— N A —
P-No.1 to P-No.1

Backing (metal, weld metal,double welded, etc.):
M Plate [] Pipe (enter diameter if pipe or tube):
Base metal P or S-No. to P or S-No.:

WITH or WITHOUT - WITH
73 mm and OVER

(see note 1)

Filler metal or electrode specification(s) (SFA): 5.18-5.1 il . " |
Filler metal or electrode classification(s): - ER70S-3 - E7018-1

Filler metal F-No.: 6-4 . 6 -1,2,3, 4W|EIl§ACKING
With or without filler metal (GTAW or PAW): . "WITH-NA. | WITH-N.A.
Consumables inserts (GTAW or PAW): ~ WITHOUT - N.A. WITHOUT - N.A.

Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID-N.A. SOLlD & METAL CORED N. A

Weld deposit "t" for each welding process:

Process 1:  GTAW 3 layers min. [_] Yes Bl No| = GTAW:3mm GTAW: UP to 6 mm
Process 2. SMAW 3 layers min. [l Yes ] No | SMAW:21mm | SMAW: Max. to be welded
Weld deposit "t" for S.Circ.Arc.(GMAW-FCAW): m. N.A. | | ~ NA. a2
Welding position (1G,2G,6G,3F etc.): = 26 Groove:  F-H

[l  lFmet  FW
Vertical progression (uphill or downt T N.A. = NA. B
Type of fuel gas (OFW): . ~ NA. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT N.A. WITH or WITHOUT NA. A.
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW): N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN-NA. ~ DCEN-NA. f = |
Other: NO NO

RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY

[] Bendtest: [ ] Trans.root and face QW-462.3(a);
[] Pipe bend spec.,corrosion-resist.overlay QW-462.5(c);
[] Macro test for fusion QW-462.5(b);

[] Long.root and face QW-462.3(b); [] Side bend QW-462.2;
[] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
[] Macro test for fusion QW-462.5(¢).

Other tests: -
Film or specimens evaluated by:
Mechanical tests conducted by:
Welding supervised by:

Ultrasonic examination SATISFACTORY (See report WPQ S28 12/19 urT)
'B&R Welding Engineer & TP Inspector  Company: Brembana & Rolle S.pA.
L) Laboratory test no.: /

__ B&RS.p.A. Welding Supervisor - Third part Inspector

Type Result T e e I Reslilt

- " 1" - S | Lioyd's I,:mxl Espaiia ot 9 i -
— B - - e - Ii';/'j'?ﬂEQISIQI ES‘)BM‘A %7 ) | o )
Alternative radiographic examination result (QW-191): - ) / NnO -
Fillet weld-fracture test (QW-180): NO Length and percent 6/fdefects NO N
Macro examination (QW-184): NO Fillet size (mm): NO Concawty/convexuty (mm): NO

~ Notes:

We certify that the statements in this record are correct and that the test weld were prep
72 ﬂ‘ m accordance with the requirements of the Section JX of the ASME Cod

?s (] er Ilca Immlted
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RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.
QUALIFICATION TESTS (WOPQ)

(QW-301 Section IX ASME B.P.V Code) 528 01/19

Welder' s name: ~ MICELIDIEGO ~Identification No.: = _ s28 @
TEST DESCRIPTION
Identific. of WPS followed: , CS SAW I Testcoupon (] Production weld
Specificat. of base metal(s): ~ SA516Gr. 70 - Thickness(mm): SRR 35
Base metal P or S-No. P-No.1 to base metal P or S-No. ~ P-No.1 Position (2G,6G,3F etc.): el SR
Bl Piate [] Pipe (enter diameter if pipe or tube): - K, / a

Filler metal (SFA) specification: 517  Filler metal or electrode classification: ~ EH12ZK

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED

Type of welding (Automatic):

Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW (Co2 to YAG, etc.):
Continuos drive or inertia welding (FW):
Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): ~ MACHINE MACHINE .
Welding process: ] . SAW ~ SAW |
Direct or remote visual control: DIRECT - DIRECT Rl
Automatic arc voltage control (GTAW): ~~__ NA N.A.
Automatic joint tracking: ~ WITHouT |  WITHorWITHOUT
Welding position (2G, 6G, 3F, etc.): - 1G E b JELT .
Consumable inserts (GTAW or PAW): ~_NA ~__NA .|
Backing (metal, weld metal, etc.): ~ WITH = WITH -
Single or multiple passes per side: L™ 5 MULTIPASS ~ SINGLE and MULTIPASS
Other: R 1N () Pt S| ~__NO e
RESULTS
Visual Examination of Completed Weld (QW-302.4): m. Ay, - SATISFACTORY 4 . )
[] Bendtest; [] Trans.rootand face QW-462.3(a); [] Long.root and face QW-462.3(b): ] Side bend QW-462.2:
[] Pipe bend spec.,corrosion-resist. overlay QW-462 .5(c); ] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
[ Macro test for fusion QW-462.5(b); (] Macro test for fusion QW-462.5(e).
Type Result Type Approved for Pregsure Equipment Su

Dircetive 2014/6§UE

of /4

D — —_— = — _— a— Hhovd's Resisior Bopfaa = = —

— ——————— — — e — A Monastra @ TRTs =

S S | S— - S - Milan Office "« ¢ (AL VA| I [

Loyd's Begister Espana YA

Alternative radiographic examination result (QW-191): ~_UT SATISFACTORY -
Fillet weld-fracture test (QW-180): | |Length and percent of defects: I B
Macro examination (QW-184): / Fillet size (mm): / Concawty/conveX|ty (mm) o
Other tests: ~ Ultrasonic examination SATISFACTORY (See report WPQ S28 01/19 UT) |
Film or specimens evaluatedby: ~ Welding Engineer Company: ~ Brembana&RolleS.p.A.
Mechanical tests conducted by: L ~ Laboratory test no.: ! ]
Welding supervised by: ~ B&R S.p.A. Welding Supervisor - Third Panlgsgegtor -

Notes:

We certlfy that the statements in this record are correct and that the test weld were ¢ I
) e |n accordance with the requirements of the Section, IX of the ASME Cg

PRE CHECK ROVED BYry, — 2 o e
-n ” :nease: D“"“‘W Bmm 08 19
_— — [Alessan ro‘Satvatore Monastra
e




S85

ROLLE S.p.A.| WELDERS PERFORMANCE QUALIFICATION
Albignasego (PD) (for manual and semiautomatic welding process) WPQ 5 /E
[V>}I AL TLL ASDRE N 5 GTAW02 0

Surname Name(s) Stamp No. WPS used Rev.
Essential Variables Actual Values from Coupon Qualified Ranges
QW or Production Weld
352-356 | Process(s) 1: GTAW manual 2: SMAW 1: GTAW manual  2: SMAW
Info. onl. y Base Material(s) T SA106 Gr.B T:23.01 to SA106 Gr.B T:23.01
403.18 | P-No. to P-No. 1Gr.d to 1 Gr.1 P-No 1 to 11, 34, 41 to 49
403.16 | Plate /Pipe 0.D. <73 or >73mm | 8" (219.1mm) >=2.7/8" (73mm) and plate
405.1 | Position 1: 6G 2:6G Groove Fillet
Plate and pipe over 24" (610mm) O.D. | T:ALL  2:ALL |1ALL 2 ALL
Pipe 73mm <= 0.D. <= 610mm [ 1:ALL  2: ALL |1:ALL  2:ALL
Pipe > 73mm O.D [ 1:ALL  2:ALL |1:ALL  2:ALL
Pipe unlimited O.D. | 1:-- 2;-- T:ALL 2D ALL
405.3 | Vertical up or down 1: Upward 2: Upward 1: Upward 2: Upward
402.4 | Backing 1: LIYES XINO  2: [KIYES [INO | 1: With/Without  2: With backing
404.30 | t: Weld metal deposit 1:3 | 2: 201 1: 6 max. 2uup lo max. o weld
< imi Short a) T<12" J1AXT
404.32 |t Limit (GMAW  Zert ) sy T o7 g / max.
Spray  Puis. . .
409.2 | Tranf, Mode Clobular Short n.a. 1. n.a. 2. n.a.
Circ.
409.4 | AC - DC (GTAW) only DC/SP DC/sP
404.15 | Chge F-No. gy{WFVﬁxgjm 1: F-No. 6 2: F-No. 4 1: F-No. 6 2: F-No.1 to 4 with
B support
404.22 |+ Insert (GTAW only) [ with X without Without insert
404.23 | Filler metal product form (GTAW) Solid rod Solid rod or metal cored
408.8 | (- ) Inert backing 1: Without 2. N.A. 1: With/Without 2:NA
404.14 | & Filler (GTAW) 1: With 2: NA. 1: With 2:NA.
QW-161 GUIDED BEND TEST
Type QW-462.3 (a) (b) Results: Type QW-462.2 Results:
/ (Face Bend)| / N. 2 (Side Bend) | SATISFACTORY
/ (Root Bend) | / N. 2 (Side Bend) | SATISFACTORY
QW-304 and QW-305 : RADIOGRAPHIC TEST Resuits: SATISFACTORY
QW-302.4: VISUAL EXAMINATION Results: SATISFACTORY
QW-181.2 FILLET WELD TEST QW-462.4 (b) or (c)
Location of track or tear:
Length: NA. % Resulls: N.A,
QwW-184 MACRO EXAMINATION QW-462.4 (b)
Length of indication: N.A. Concavity: N.A. Convexity: N.A.
Fillet leg size: N.A. Results: N.A.
Welding test conducted by: WELDER FOREMAN — M.PIVA
Mechanical / radiographic tests conducted by: Q.C. INSP. - A. DONA' [ Laboratory test no.: SE/’I’\

We cerlily that the statements in this record are correct and that welds were prepared, welded and tested according to
Section IX of the ASME Code.

IiW-Internatlonal Welding Taehnolonist
Rolle s.p.a. fammdm% b\J\f’ AR 10& (44

Organization / Manufaciurer 1 Day Month  Year
WTI

BREVBANA SRk & BA,
WELDING DEPT., - A, DONA’

aﬁ REVIEWED ["3 WITNESSED




s55

ROLLE SPA WELDING OPERATOR QUALIFICATION
ALBIGNASEGO (automatic and machine welding) -
PADOVA QW-360 WPQ_= /H
B ALOTT A TITSRSN 5 SAWO1 0
Surname First Name(s) Stamp No. WPS Rev.
used
Welding Variables Actual Values from Coupon Qualified Ranges
QW or Production Weld
GENERAL VARIABLES
Info. onl. | Pipe or Plate Plate l Plate and pipe over 24"
Info. onl. | Base Material(s)/ T SA516 Gr.60 T:25 to SA516 Gr.60 T:25
Info. onl. | P-No to P-No 1 to 1 | P-No 1to 11, 34, 410 49
AUTOMATIC - WELDING
361.1(a) |Process(s) N.A N.A.
361.1(b) | Change from Autom. to Mach. [N.A. N.A.
MACHINE ~ WELDING
361.2 (a) | Process(s) SAW SAW
361.2 (b) | Direct Vis 5 Remote Control Direct ] Remote DIRECT
361.2 (¢) | Autom. Volt. Control (GTAW) |N.A. , N.A.
361.2 (d) | Autom. Joint Tracking [Jyes X no YES/NO
361.2 (e) | Welding Position 1G Groove: F; Fillet: F
361.2 (f) | Consumable Inserts [ves X no n.a.
361.2 (g) |Backing yes [Jno Weld metal
361.2 (h) | Single Pass  Multiple Pass | [] single multiple Multiple / Single
QW-161 GUIDED BEND TEST

Type QW-462.3 (a) (b) Results: Type QW-462 2 Results:

(Face Bend) | / no. 2 (Side Bend) | Satisfactory

(Root Bend) | / no. 2 (Side Bend) | Satisfactory

QW-304 and QW-305 : RADIOGRAPHIC TEST Results: SATISFACTORY

QW-302.4: VISUAL EXAMINATION Results: SATISFACTORY
QwW-181.2 FILLET WELD TEST QW-462 .4 (b) or (c)
Location of track or tear:
Length: NA. % Results: N.A.
[aw-184 MACRO EXAMINATION QW-462 4 (b)

Length of indication: N.A.

Concavity: N.A,

Convexity: N.A.

Fillet leg size: N.A.

Results: N.A,

Welding test conducted by: WELDER FOREMAN

Mechanical / radiographic tests conducted by: Q.C. INSP. - A. DONA’

| Laboratoy test no.: S\ [A

We cerlify that the statements in this record are correct and that welds were

Section IX of the ASME Code.

Rolle s.p.a.

Afooa=m

Organization / Manufaclurer

IW-Intamational Welding Toshgologist oA

prepared, welded and tested according to

;M OK [ M

TWT/IT _Sioraure

Day Month  Year

BREUBANA & ROLLESp.A
WELDING DEPT. - A, DORMA’




RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)

BREMBANA&ROLLE

(QW-301 Section IX ASME B.P.V Code) 858 01/19
Welder' s name: BETTIN LUCIANO Identification No.: S58
TEST DESCRIPTION
Identific. of WPS followed: pWPS 32/19 (reference PQR 32/19) B Test coupon [] Production weld
Specificat. of base metal(s): SA 508 Gr.3 Cl.2 Thickness(mm): 88

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual,semi-auto) used: MANUAL MANUAL
Backing (metal, weld metal, double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
B Plate [] Pipe (enter diameter if pipe or tube): PLATE 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.3 to P-No.3 PNo.1 + 15F, 34, 41 = 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 5.28 5.5
Filler metal or electrode classification(s): ER100S-G E9018-G H4
Filler metal F-No.: 6 4 6 -1, 2, 3, 4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A.
Consumables inserts (GTAW or PAW): WITHOUT N.A. WITHOUT - N.A.
Filler type (solid/metal of flux cored/powder) (GTAW or PAW): BARE SOLID N.A. SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1:  GTAW 3layers min. [_] Yes B nNo GTAW: 2 mm GTAW: UP to 4 mm
Process 2. SMAW 3 layers min. [l Yes ] No SMAW: 26 mm SMAW: ALL
Weld deposit "t" for S.Circ.Arc.(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F etc.): 1G Groove: F
Fillet: F
Vertical progression (uphill or downt N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globutar or pulse to short)(GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN); DCEN N.A. DCEN N.A.
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4); SATISFACTORY (See report n°: PQR 32/19 VT)
[] Bendtest; [ ] Trans.rootand face QW-462.3(a); [_] Long.root and face QW-462.3(b): BB Side bend QW-462.2;
[] Pipe bend spec.,corrosion-resist.overlay QW-462.5(c); [] Plate bend spec. corrosion-resist.overlay QW-462.5(d);
1 Macro test for fusion QW-462 5(b); 1 Macro test for fusion QW-462.5(e).
Type Result Type Resuit
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
Alternative radiographic examination result (QW-191): SATISFACTORY (See report n°: PQR 32/19 UT)
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
Macro examination (QW-184): SATISFACTORY (note 2) Filletsize (mm): _ NO _ Concavity/convexity (mm): ~_NO
Other tests: MAGNETIC PARTICLE - SATISFACTORY (See report n°: PQR 32/19 MT) P
Film or specimens evaluated by: B&R QCM / Third part inspector Company: Brembana & Rolle S.p.A. ¢
Mechanical tests conducted by: Sigma Tre Lab Laboratory test no.: 1464
Welding supervised by: B&R S.p.A. Welding Supervisor / Third part inspector ek,
VST o
Notes: I 7
1) And unassigned metals of similar chemical composition to these metals et/
2) Mechahi€atpsts performed by Sigma Tre Lab (See Laboratory Test Report n° 1907752 - 1907752) A
5 2 Z/6

g éa erde that the statements in this record are correct and that the test weld were prepared, welded and tested
= kﬁ{‘\mmmﬁﬁ ‘g in accordange-with-the-requirements of the Section IX of the ASME Code BPV

1‘-@«& CHECKED AND APPROVED BY Date
R-QCM: M. GALLI/ Third part inspector: U.BREDA 26/06/2019

Jol, et PPREPARED BY SR
N € DONA' =

AT Zonsayuet™

‘ DATE: i !



RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.
QUALIFICATION TESTS (WOPQ)

REMBANA&ROLLE A
{QW-301 Section IX ASME B.P.V Code) $58 02/19
Welder' s name: BETTIN LUCIANO Identification No.: S58
TEST DESCRIPTION
Identific. of WPS followed: ~ pWPS 32/19 (reference PQR 32/19) BB Test coupon ] Production weld
Specificat. of base metal(s): SA 508 Gr.3 Cl.2 Thickness(mm): 88
Base metal P or S-No.: __P-No.3 tobase metal P or S-No.: . P-No.3 Position (2G6G,3Fetc): 16
Bl Plate [] Pipe (enter diameter if pipe or tube): /

Filler metal (SFA) specification: 5.23 Filler metal or electrode classification: F3

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED

Type of welding (Automatic):

Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW (Co2 to YAG, etc.):
Continuos drive or inertia welding (FW):
Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: SAW SAW
Direct or remote visual controi: DIRECT DIRECT
Automatic arc voltage control (GTAW): N.A. N.A.
Automatic joint tracking: WITHOUT WITH OR WITHOUT
Welding position (2G, 6G, 3F, eic.): 1G F
Consumable inserts (GTAW or PAW): N.A, N.A.
Backing (metal, weld metal, etc.): WITH WITH
Single or multiple passes per side: MULTIPASS SINGLE AND MULTIPASS
@ Limits: PLATE 73 mm and OVER
Other:
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (See report n°: PQR 32119 VT)
[] Bendtest; [] Trans.rootand face QW-462.3(a); [ ] Long.root and face QW-462.3(b); I Side bend QW-462.2;
{1 Pipe bend spec. corrosion-resist.overlay QW-462.5(c); [] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
[ Macro test for fusion QW-462.5(b): (] Macro test for fusion QW-462.5(e).
Type Result Type Result
SIDE BEND SATISFACTORY (note 1)
SIDE BEND SATISFACTORY (note 1)
SIDE BEND SATISFACTORY (note 1)
SIDE BEND SATISFACTORY (note 1)
Alternative radiographic examination result (QW-191): 3 SATISFACTORY (See report n°: PQR 32/19 UT)
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
[Macro examination (QW-184): _ SATISFACTORY (note 1)  Fillet size (mm): ___NO_ Concavity/convexity (mm): ~ NO
Other tests: ) MAGNETIC PARTICLE - SATISFACTORY (See report n°: PQR 32/19 MT)
Film or specimens evaluated by; B&R QCM / Third part inspector Company: Brembana & Rolie S.p.A.
Mechanical tests conducted by: Sigma Tre Lab _Laboratory test no.: 1464 -
Welding supervised by: B&R S.p.A. Welding Supervisor / Third part inspector ] A
i
Notes: Z1y e 3
1) Mechanical tests performed by Sigma Tre Lab (See Laboratory Test Report n° 1907752 - 1907752) [L el |
\‘“ SIS 0/‘; ) \ /
~ 2 A N8
f AETRTRON G lE (o)
& A éandof\?’x gértify that the statements in this recol correct and that the test weld were prepared, welded and'tested
i A in accordar|@gRati thedtsdiiifenents of the Section IX of the ASME Code BPV
A\ e RREPARED BY %}W A CHECKED AND APPROVED BY Date
N/ *CK. SANDONA' CuiRE  BER'QCM: M. GALLI/ Third part inspector: U.BREDA __26/06/2019
T patE: | / _
T -



RECORD OF WELDER PERFORMANCE WP.Q. No.
QUALIFICATION TESTS (WPQ)

BREMBANA&ROLLE

§ (QW-301 Section IX ASME B.P.V Code) S60 04/23
Welder' s name: o TIMPONE PIERPAOLO ldentification No.: .. s
TEST DESCRIPTION
identific. of WPS followed: 23003-PQR-01 B Test coupon [ production weld
Specificat. of base metal(s): SA 387 Gr.i1 CL2 Thickness(mm): 60

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual, semi-auto) used: i MANUAL MANUAL N
Backing (metal, weld metal double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
B rate [ Pipe (enter diameter if pipe or tube): PLATE 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.4 to P-No.4 PNo.1 + 15F, 34, 41 = 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 5.28 5.5
Filler metal or electrode classification(s): ERB0S-G Eg8018-B82 N
Filler metal F-No.: 6 4 6 -1, 2, 3,4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A.
Consumables inserts (GTAW or PAWY): - WITHOUT N.A, WITHOUT - N.A.
Filler type (solid/metal or fiux cored/powder) (GTAW or PAW): BARE SOLID N.A, SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 11 GTAW 3layersmin. [ ] Yes B No GTAW: 2 mm GTAW: UP to 4 mm
Process 2. SMAW  3layers min. B8 Yes [(J No SMAW: 23 mm SMAW: ALL .
Weld deposit “t" for S.Circ. Arc.(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,8G,3F etc.): B 1G Groove: F
Fillet: F
Vertical progression (uphill or downt - N.A. N.A. L
Type of fuel gas (OFW): N.A. ~ N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/giobular or pulse to shor)(GMAW-FCAW) N.A. N.A,
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A, DCEN N.A,
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (See report n°: 23003-PQR-01 VT)
[ Bendtest. [] Trans.root and face QW-462.3(a); [] Long.root and face QW-462.3(b): BBl Side bend QW-462.2;
[ pipe bend spec.,corrosion-resist.overlay QW-462.5(c); [1 Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
[T Macro test for fusion QW-462.5(b); [ Macro test for fusion QW-462.5(e).
Type Result Type Result
SIDE BEND o SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
Alternative radiographic examination result (Qw-181): SATISFACTORY (See report n°: 23003-PQR-01 um)
Fillet weld-fracture test (QW-180): N.A. Length and percent of defects: N.A,
Macro examination (QW-184): N.A. Filletsize (mm): __ N.A.  Concavity/convexity (mm)- __NA |
Other tests: ~ MAGNETIC PARTICLE - SATISFACTORY (See report n°: 23003-PQR-01 MT) .
Film or specimens evaluated by: B&R W.E. / Third part inspector Company: Brembana & Rolle §.p:A.
Mechanical tests conducted by: Sigma Tre Lab __Laboratory test no. 1484 )
Welding supervised by: B&R 8.p.A. Welding Supervisor / Third part inspector [/

BUREAU VERITAS ITALIA WELDING e 4__

Notes:
1) And unassigned metals of similar chemical composition to these metals , i
2) Mechanical tests performed by Sigma Tre Lab (See Laboratory Test Report n° 2023D76%86 - 2623070767)

TTFiLE:
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& that the statements in this record are correct and that the test weld were prepared, welded angd testeq
in accordance with the requirements of the Section iX of the ASME Code BPV
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RECORD OF WELDING OPERATOR PERFORMANCE W.O.PQ No.
QUALIFICATION TESTS (WOPQ)

BREMBANAZROLLE |

(QW-301 Secticn (X ASME B.P V Code) . Seoos23
Welder' s name: ” TIMPONE PIERPAOLO ldentification No.: 560 )
TEST DESCRIPTION

Identific. of WPS fallowed: 23003-PQR-01. [ Testcoupon [ Preduction weld
Specificat. of base metal(s): ___SA387Gr11CL2 Thickness(mm): B 60 o
Base mestal P or S-No.: _P-No. 4 to base metal P or S-No.: P-No.4 Position (266G 3F stc ). 16

B8 Piate [ Pipe (enter diameter if pipe or tube) ! ‘ o
Filler metal (SFA) specification: L 5.23 Filier metal or electrode classification: EB2R

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED

Type of welding (Automatic):

Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW (Co2 to YAG, efc.):
Continuos drive or inertia welding (FW):
Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (OW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (maching); MACHINE ) MACHINE
Welding process: ) SAW , SAW ]
Direct or remote visual control. o DiRECT DIRECT
Automatic arc voltage control (GTAW): - N.A. 1 NA
Automatic joint tracking: ) ~ WITHOUT WITH OR WITHOUT
Welding position (2G, 6G, 3F, etc.): L T , F
Consumable inserts (GTAW or PAW). NA. NA
Backing (metal, weld metal, etc.): WITH , ~WITH
Single or multiple passes per side: MULTIPASS SINGLE AND MULTIPASS |
@ Linits: _PLATE | 73mmand OVER
Other. "
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (See report n°: 23003-PQR-01 VT) o
(] Bendtest, [ ] Trans.root and face QwW-462.3(a);  [] tongroot and face QW-462.3(b): BB Side bend QW-462.2:
[ pipe bend spec. corrosion-resist overlay QW-462.5(c); [} Piate bend spec. corrosion-rasist. overlay QW-462.5(d):
[ Macro test for fusion QW-462.5(b): [ Macro test for fusion QW-462.5(e).
Type Result Type Result
SIDE BEND SATISFACTORY (note 1)
. SIDEBEND SATISFACTORY (note 1)
SIDE BEND SATISFACTORY {note 1) . ]
SIDE BEND SATISFACTORY {note 1)
Alternative radiographic examination resuft (QW-191): SATISFACTORY (See report n*: 23003-PQR-01 UT)
Fillet weld-fracture test (QW-180).  NA. Length and percent of defects: o NA
[Macro examination (QW-184):_ CN.A. Fillet size (mm):  N.A.  Concavity/convexity (mm): ~ NA
Other tests. MAGNETIC PARTICLE - SATISFACTORY (See report n°: 23003-PQR-01 MT)
Film or specimens evaluated by:  B&R W.E. / Third partinspector Company. Brembana & Rofle S.p.A.
Mechanical tests conducted by: Sigma Tre Lab ___ Laboratary test no.: 1464

__B&R S.p.A. Welding Supervisgr

Welding supervised by vw: 3 artines

oo Notes: - é T wzsﬁ:,%jvww -
1) Mechanical tests performed by Sigma Tre Lab (See Laboratory Test Report n° 223070766 - 2023670767)

AOWHIRESSED 0 MA,.VH‘&JS/: ........ S
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AT Frtify\fat the statements in this record are correct and that the test weld were prepared, welded and tested
dond \g\ in accordance with the requirements of the Seetion IX of the ASME Code BPV
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RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)
BREMBANA&ROLLE
(QW-301 Section IX ASME B.P.V Code) $6104/19
Welder' s name: - BENAISSOUN MONAIM Identification No.: $61
TEST DESCRIPTION
Identific. of WPS followed: ~ pWPS 54/19 (reference PQR 54/19) ~ B8 Test coupon [ Production weld
Specificat. of base metal(s); SA 533 Gr.B CL.2 - SA 516 Gr.70 Thickness(mm): 43

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual, semi-auto) used: MANUAL MANUAL
Backing (metal, weld metal,double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
Bl riate [] Pipe (enter diameter if pipe or tube): PL. 43mm 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.1 to P-No.1 PNo.1 + 15F, 34, 41 + 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 5.18 5.1
Filler metal or electrode classification(s): ER70S-3 E7018-1H4
Filler metal F-No.: 6 4 6 -1, 2, 3,4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A,
Consumables inserts (GTAW or PAW): WITHOUT N.A. WITHOUT - N.A,
Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID N.A. SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1: ~ GTAW 3 layers min. [_] Yes B No GTAW: 3 mm (see note 2) GTAW: UP to 6 mm
Process 2: _SMAW 3layersmin. Bl Yes [] No | SMAW: 20 mm (see note 2) SMAW: ALL
Weld deposit "t" for S.Circ. Arc.(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F etc.); 1G Groove: F
Fillet: F
Vertical progression (uphill or downhill): N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A, DCEN N.A.
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4); SATISFACTORY (See report n°: PQR 54/19 VT)
[] Bendtest; [] Trans.rootand face QW-462.3(a); [] Long.root and face QW-462.3(b); BBl Side bend QW-462.2;
(1 Pipe bend spec.,corrosion-resist.overlay QwW-462.5(c); [] Plate bend spec.,corrosion-resist. overlay QW-462.5(d);
[1 Macro test for fusion QW-462.5(b); ] Macro test for fusion QW-462.5(e).
Type Result Type Resuilt
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
Alternative radiographic examination result (QW-191): SATISFACTORY (See report n°: PQR 54/19 UT)
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
Macro examination (QW-184): SATISFACTORY (note 2) Fillet size (mm): ___NO Concavity/convexity (mm): ~~ NO
Other tests: MAGNETIC PARTICLE - SATISFACTORY (See report n°: PQR 54/19 MT)
Film or specimens evaluated by: B&R QCM / Third part inspector Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: ) Sigma Tre Lab Laboratory test no.: 1464

Welding supervised by: B&R S.p.A. Welding Supervisor / Third part inspector

Notes:

1) And unassigned metals of similar chemical composition to these metals

2) Mechanical tests performed by Sigma Tre Lab (Seg Laboratory Test Report n° 1907852 - 1907853) ey
S AR OTALONY, | ) )
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RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.
QUALIFICATION TESTS (WOPQ)

REMBANA&ZROLLE ; '
| (QW-301 Section IX ASME B.P.V Code) $61 01/20
Welder' s name: BENAISSOUN MOUNAIM ldentification No.: S$61
TEST DESCRIPTION
Identific. of WPS followed: CS SAW B Test coupon [1 Production weld
Specificat. of base metal(s): SA 516 Gr. 70 Thickness(mm): 38
Base metal P or S-No.: _P-No.1 tobase metal P or S-No.: __P-No.1 Position {(2G,6G,3F etc.): e
B8 riate [ Pipe (enter diameter if pipe or tube): /
Filler metal (SFA) specification: 517 Filler metal or electrode classification: ) EH12K

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED

Type of weiding (Automatic):

Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW {Co2 to YAG, etc.):
Continuos drive or inertia weiding (FW):
Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: SAW SAW -
Direct or remote visual control: DIRECT DIRECT
Automatic arc voltage controt (GTAW): N.A. N.A.
Automatic joint tracking: WITHOUT WITH or WITHOUT
Welding position (2G, 6G, 3F, etc.): 1G F
Consumable inserts (GTAW or PAW): N.A. N.A.
Backing (metal, weld metal, etc.): WITH WITH
Single or multiple passes per side: MULTIPASS SINGLE and MULTIPASS
Other: NO NO
RESULTS

Visual Examination of Completed Weld (QW-302.4): SATISFACTORY

(] Bendtest; [] Trans.root and face QW-462.3(a); [ ] Long.root and face QW-462.3(b);  [_] Side bend QW-462.2:

(1 Pipe bend spec.,corrosion-resist.overlay QW-462.5(c); ] Piate bend spec.,corrosion-resist.overlay QW-462.5(d);

[ Macro test for fusion QW-462.5(b); 1 Macro test for fusion QW-462.5(e).

Type Result Type Result
Alternative radiographic examination result (QW-191): No
Fillet weld-fracture test (QW-180): No Length and percent of defects: /
Macro examination (QW-184): No Filletsize (mm):  /  Concavity/convexity (mm): ~ No
Other tests: UT SATISFACTORY (See report WPQ S61 01/20 UT)
Film or specimens evaluated by: Welding Engineer Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: / Laboratory test no.: R
/

Welding supervised by: B&R S.p.A. Welding Supervisor

Notes:

We gertify that th S TBrts i this record are correct and that the test weld were prepared, welded and tested
/(:e} ifagopedanceakith the requirements of the Sectigin IX of the ASME Code BPV

PARED(EY A Sandona \E CHECKED ROVED BY Date
SANDONA| FANTH70065A |+ C NI 210220
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RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)

REMBANAZROLLE

(QW-301 Section IX ASME B.P.V Code) $7001/22
Welder' s name: MICHAEL MANFO Identification No.: 870
TEST DESCRIPTION
Identific. of WPS followed: C.4253 WPS W02 / nozzle 4A B Test coupon [ Production weld
Specificat. of base metal(s): SA 387 Gr.11 CL.2 to SA 336 F11 C1.3 Thickness(mm): 66

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual,semi-auto) used: MANUAL MANUAL
Backing (metal, weld metal,double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
BB Piate [] Pipe (enter diameter if pipe or tube): Plate 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.4 to P-No.4 PNo.1 = 15F, 34, 41 = 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 5.28 5.5
Filler metal or electrode classification(s): ER80S-G E8018-B2 H4R
Filler metal F-No.: 6 4 6 -1, 2, 3, 4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A.
Consumables inserts (GTAW or PAW): WITHOUT N.A. WITHOUT - N.A.
Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID N.A, SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1:  GTAW 3layers min. [_] Yes B No GTAW: 3 mm GTAW: UP to 6 mm
Process 2. SMAW 3 layers min. Jl Yes [T No SMAW: 63 mm SMAW: Max. to be welded
Weld deposit "t" for S.Circ. Arc.(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F etc.): 1G Groove: F (@273mm)
Fillet/Tack weld: F
Vertical progression (uphill or downhill): No No
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short)( GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A. DCEN N.A.
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (see report 1142-VT 4A)
[] Bendtest, [] Trans.root and face QW-462.3(a); [ Long.root and face QW-462.3(b); ] Side bend QW-462.2;
[_] Pipe bend spec.,corrosion-resist. overlay QW-462.5(c); [] Plate bend spec.,corrosion-resist. overlay QW-462.5(d);
[ Macro test for fusion QW-462.5(b); [ Macro test for fusion QW-462.5(e).

Type Result Type 7 Res‘ult‘ ;

Vi) / /
TR B /

Alternative radiographic examination result (QW-191): Lo TN
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
Macro examination (QW-184): NO Fillet size (mm): NO  Concavity/convexity(mm): ~ NO
Other tests: MT and UT SATISFACTORY (see reports 1142-MT 4A and 1142-UT 4A)
Film or specimens evaluated by: W.E. / Third Party inspector  Company: B&R / Lloyd's register
Mechanical tests conducted by: NO Laboratory test no.: NO
Welding supervised by: B&R S.p.A. Welding Supervisor / Third Party inspector

Notes:
1) And unassigned metals of similar chemical composition to these metals

T instisy,

] e
0'5 a
)

We certify that the s ménxg it th\;%cord are correct and that the test welg

Hetded and tested

o’kdancé(wﬂh requirements of the Section IX of thé £
PREPARED B il CHECKED AND APPRQV Date
A. SANDON M. GALLI _19.09.2022
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RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)

BREMBANA&ROLLE

S

(QW-301 Section IX ASME B.P.V Code) S$71 01123
Welder' s name: ) TASINATO FEDERICO ldentification No.: S71
TEST DESCRIPTION
Identific. of WPS followed: 23014-PQR-01 B Test coupon 1 Production weld
Specificat. of base metal(s): SA 387 Gr.11 CL.2 Thickness(mm): 75 N

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): ___GTAW - SMAW GTAW - SMAW
Type (ie:zmanual,semi-auto) used: MANUAL MANUAL
Backing (metal, weld metal double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
B rate [ Pipe (enter diameter if pipe or fube): PLATE 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.4 to P-No.4 PNo.1 + 15F, 34, 41 = 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 5.28 55 N
Filier metal or electrode classification(s): ERB0S-G E8018-B2
Filler metal F-No.: 8 4 6-1, 2, 3,4 with BACKING )
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A.
Consumables inseris (GTAW or PAW): WITHOUT N.A. WITHOUT - N.A,
Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID N.A. SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1: _GTAW 3layersmin. [ ] Yes [ No GTAW: 2 mm GTAW: UP to 4 mm
Process 2. _SMAW 3 layers min. Bl Yes 7 No SMAW: 42 mm SMAW: ALL
Weld deposit "t" for S.Circ.Arc.(GMAW-FCAW): N.A, N.A, |
Welding position (1G,2G,6G,3F efc.): 1G ) Groove: F N
Fillet: F
Vertical progression (uphill or down! N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short(GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A. DCEN N.A,
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (See report n°: 23014-PQR-01 VT)
(] Bendtest; [ ] Trans.root and face Qw-462.3(a); [ ] Long.root and face QW-462.3(b); BR Side bend Qw-462.2;
[] Pipe bend spec.,corrosion-resist.overlay QW-462.5(c); [1 Plate bend spec. corrosion-resist. overlay QW-462 5(d);
[ Macro test for fusion QW-462.5(b); [J Macro test for fusion QW-462.5(e). /)
Type Result Type
SIDE BEND SATISFACTORY (note 2) ) BUREAU YERITAS ITAUA WELDING 4 4
SIDE BEND SATISFACTORY {note 2) L i
SIDE BEND SATISFACTORY (note 2) T N
SIDE BEND ____SATISFACTORY (note 2) o 4
WY UNE ST T KB 4
Alternative radiographic examination resuit (QwW-191): SATISFACTORY (See report n°: 23014-PQR-01 un
Fillet weld-fracture test (QW-180): N.A. Length and percent of defects: N.A.
Macro examination (QW-184): N.A. Fillet size (mm): N.A.  Concavity/convexity (mm): NA.
Other tests: MAGNETIC PARTICLE - SATISFACTORY (See report n°: 23014-PQR-01 MT)
Film or specimens evaluated by: B&R W.E. / Third part inspector Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: SigmaTrelab Laboratory test no.: 1464 ]
Welding supervised by: - B&R S.p.A. Welding Supervisor / Third part inspector
Notes:

1) And unassigned metals of similar chemical composition to these metais

2} M/qr{mj@g_gests performed by Sigma Tre Lab (See Laboratory Test Report n° 2023080297 - 2023080298)
;&& 0’}3»\

that the statements in this record are correct and that the test weld were prepared, welded and tested
in accordance with the requirements of the Section_JX of the ASME Code BPV

5 ED BY CHECKEBAND APPROVED BY Date
SANDONA' A : AOSTO . 18/08/2023

S —— A




BREMBANA&ROLLE |
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RECORD OF WELDING OPERATOR PERFORMANGE
QUALIFICATION TESTS (WOPQ)
(QW-301 Section IX ASME B.P.V Code)

W.O.P.Q. No.

$7102/23

Welder' s name:

TASINATO FEDERICO

Identification No.:

S71

TEST DESCRIPTION

identific. of WPS followed:

23014-PQR-01 B Testcoupon

[ Production weld

Specificat. of base metal(s): SA 387 Gr.11 Cl.2 Thickness(mm): 75
Base metal P or S-No.; __P-No.4 tobase metal P or S-No.: P-No.4 Position (2G,6G,3F etc.): ic
B8 Piate [] Pipe (enter diameter if pipe or tube): ! o -
Filler metal (SFA) specification: 5.23 Filler metal or electrode classification: EB2R o
TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT
WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED
Type of welding (Automatic):
Welding process:
Filler metal (EBW or LBW): B
Type of laser for LBW (Co2 to YAG, etc.):
Continuos drive or inertia welding (FW):
Vacuum or out of vacuum (EBW): )
TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT
WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: SAW SAW
Direct or remote visual control: DIRECT DIRECT o
Automatic arc voltage control {(GTAW): N.A. N.A,
Automatic joint tracking: WITHOUT WITH OR WITHOUT
Welding position (2G, 6G, 3F, etc.): 1G F
Consumable inserts (GTAW or PAW): N.A. N.A.
Backing (metal, weld metal, etc.): WITH WITH
Single or multiple passes per side: MULTIPASS SINGLE AND MULTIPASS
O Limits: PLATE 73 mm and OVER
Other:
RESULTS

Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (See report n°: 23014-PQR-01 VT)

[] Long.root and face QW-462.3(b); B Side bend QW-462.2;
[] Piate bend spec. corrosion-resist. overlay QW-462.5(d);
(] Macro test for fusion QW-462.5(e). /}
{

[] Bendtest; [] Trans.root and face QW-462.3(a);
(] Pipe bend spec. corrosion-resist.overlay QW-462.5(c);
(] Macro test for fusion QW-462.5(b);

Type Result Type Res
SIDE BEND SATISFACTORY (note 1) TN VERITAS TRUGPWELDING 4 &
SIDE BEND SATISFACTORY (note 1) hue \_ )
SIDE BEND SATISFACTORY (note 1) e N
SIDE BEND SATISFACTORY (note 1) wlrnescen | e

Alternative radiographic examination result (QW-191): SATISFACTORY (See report n°: 23014-PQR-01 uT)

Fillet weld-fracture test (QW-180): N.A. Length and percent of defects: N.A.
fMacro examination (QW-184): N.A, Fillet size (mm): N.A.  Concavity/convexity (mm): NA.
Other tests: MAGNETIC PARTICLE - SATISFACTORY (See report n°: 23014-PQR-01 MT)
Film or specimens evaluated by B&R W.E. / Third part inspector Company: Brembana & Rolie S.p.A.
Mechanical tests conducted by: Sigma Tre Lab Laboratory test no.: 1464
Welding supervised by: B&R S.p.A. Welding Supervisor / Third part inspector o
i ‘ Notes:
1) Mechanical tests performed by Sigma Tre Lab (See Laboratory Test Report n° 2023080297 - 2023080298)
N -
that the statements in this record are correct and that the test weld were prepared, welded and tested
in accordance with the requirements of the Section IX of the ASME Code BPV
b BY CHECKEDAND APPROVED BY Date
DONA' * 1810812023 |

TOSTO




RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)

BREMBANARKROLLE

(QW-301 Section IX ASME B.P.V Code) 87201119
Welder' s name: PERONI CORRADO Identification No.: S§72
TEST DESCRIPTION
ldentific. of WPS followed: W06 (joint F5-Support bracketsiJob 4169-0477) [ Test coupon [ Production weld
Specificat. of base metal(s): SA 516 Gr.70 to SA 765 Gr.lV Thickness(mm): 25

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual, semi-auto) used: MANUAL. MANUAL. .
Backing (metal, weld metal,double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
B Piate [] Pipe (enter diameter if pipe or tube): PL. 25mm 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.1 to P-No.1 PNo.1 + 15F, 34, 41 + 49
] (see note 1)
Filler metal or electrode specification(s) (SFA): 5.18 5.1 -
Filler metal or electrode classification(s): ER70S-3 E7018-1H4
Filler metal F-No.: 6 4 6 -1, 2, 3, 4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A.
Consumables inserts (GTAW or PAW): WITHOUT N.A. WITHOUT - N.A.
Filler type (solid/metal or flux cored/ipowder) (GTAW or PAW): BARE SOLID N.A. SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1:  GTAW 3layers min. [_] Yes B No GTAW: 4 mm (see note 2) GTAW: UP to 8 mm
Process 2:  SMAW 3 layers min. [l Yes [ No SMAW: 21 mm (see note 2) SMAW: ALL
Weld deposit "t" for 8.Circ.Arc.(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F efc.): 2G Groove: F-H
Fillet: F-H
Vertical progression (uphill or downhill): N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short( GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A. DCEN N.A,
Other; NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4); SATISFACTORY (See report n°: 4169-0477/F5/Support brackets VT)
[l Bendtest; [] Trans.root and face QW-462.3(a); [ ] Long.root and face QW-462.3(b);  [] Side bend QW-462.2:
[] Pipe bend spec.,corrosion-resist.overlay QW-462.5(c); [ Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
[] Macro test for fusion QW-462.5(b); (1 Macro test for fusion QW-462.5(e).
Type Result Type Result
Alternative radiographic examination result (QW-191): SATISFACTORY (See report n°: 4169-0477/F5/Support brackets UT)
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
Macro examination (QW-184):  SATISFACTORY (note 2) Fillet size (mm): __NO  Concavity/convexity (mm): ~ NO _
Other tests: MAGNETIC PARTICLE - SATISFACTORY (See report n°: 4169-0477/F5/Support brackets MT)
Film or specimens evaluated by: - Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: - Laboratory test no.: -
Welding supervised by: B&R S.p.A. Welding Supervisor
Notes: /[ \
1) And unassigned metals of similar chemical composition to these metals '\ R 7)
“09\\“5““«% DN 4[3 [ A?TK& W
5;5” w@/\ge c\eﬁé, that the statements in this record are correct and that the test weld were prepared, welded anq;t_g‘sted '
24 sandona VB in accordaice Wil IE requirements of the Section IX of the ASME Code BPV 7
[FIWTATORREPARED BY CALe) /o CHECKED AND APPROVED BY v Date

2\ ez BBRTIANDONA’ o QCM: M. GALLI / Third part inspector: U.BREDA 16/07/2019

f &
i W :\‘§'/
Lot ]

|



ldentific. of WPS followed:

WPS CS GTAW SMAW 6G

B Testcoupon

Specificat. of base metal(s): SA 106 Gr.B

Thickness({mm):

RECORD OF WELDER PERFORMANGE WP.Q. No.
BREMBANA&ROLLE QUALEF!CATEON TESTS (WPQ)
(QW-301 Section IX ASME B.P.V Code) S§7301/23
Welder' s name: GIBBIN MIRKO ldentification No.: $73
TEST DESCRIPTION

[ Production weld
23

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual semi-auto) used: MANUAL MANUAL ]
Backing (metal, weld metal,double welded, etc.). WITHOUT - WITH WITH or WITHOUT - WITH
(] Piate BB Pipe (enter diameter if pipe or tube): 8" (@ 219 mm) 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.1 to P-No.1 PNo.1+ 15F, 34, 41 + 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 5.18 5.1
Filler metal or electrode classification(s): ER708-6 E7018-1H4
Filler metal F-No.: 6 4 6 -1, 2, 3, 4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A,
Consumables inserts (GTAW or PAW): WITHOUT N.A. WITHOUT - N.A.
Filler type (sofid/metal or flux coredipowder) (GTAW or PAW): BARE SOLID N.A, SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1: __ GTAW 3 layers min. [_] Yes B nNo GTAW: Zmm GTAW: UP to 4 mm
Process 2: _SMAW 3iayersmin. Bl Yes [] No SMAW: 21 mm SMAW: Max. to be welded
Weld deposit "t" for S.Circ. Arc.{(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F etc.): 6G Groove: Al (@273mm)
Fillet/Tack weld: All (@273mm)
Vertical progression (uphill or downhill): UPHILL UPHILL
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse 1o short(GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCENY): DCEN N.A. DCEN N.A,
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY

[J side bend Qw-462.2:

Qﬁezsw);
/

[ Long.root and face QW-462.3(b):
{1 Plate bend spec.,corrosion-resist.overlay
] Macro test for fusion QW-462.5(e).

(] Bendtestt [] Trans.root and face QW-462.3(a);
™1 Pipe bend spec.corrosion-resist.overlay QW-462.5(c);
[ Macro test for fusion QW-462.5(b);

1
Type Result Type BURE
it A
DATE / \"-‘\.....—-——-
Vfﬁ“ﬁﬁf;ﬁ‘scum ’’’’’ T

Alternative radiographic examination resuit (QW-191): UT SATISFACTORY (See report n°: 73 01/23 urt)

Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
Macro examination {QW-184): NO Fillet size (mm): NO _ Concavity/convexity (nm): NO
Other tests: NO —

Film or specimens evaluated by: Welding Engineer ___Company: _ Brembana & Rolle S.p.A.
Mechanical tests conducted by: / ] Laboratory testno.: T T
Welding supervised by: B&R S.p.A. Welding Supervisor ]

Notes:
1) And unassigned metals of similar chemical composition to these metals




o RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.

(QW-301 Section IX ASME B.P.V Code) S§73 02/20
Welder' s name: GIBBIN MIRKO Identification No.: S73
TEST DESCRIPTION
Identific. of WPS followed: W02 Rev.0 (W.B. 4169-0478/W) B Test coupon (1 Production weld
Specificat. of base metal(s): SA 516 Gr.70 Thickness(mm): 38
Base metal P or S-No.: P-No.1 to base metal P or S-No.: __P-No.1 Position (2G6G,3Fetc): ~  1G
B8 Plate [ ] Pipe (enter diameter if pipe or tube):
Filler metal (SFA) specification: 5.23 Filler metal or electrode classification: EA4

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED

Type of welding (Automatic):
Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW (Co2 to YAG, etc.):

Continuos drive or inertia welding (FW):

Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: SAW SAW
Direct or remote visual control: DIRECT DIRECT
Automatic arc voltage control (GTAW): N.A. N.A.
Automatic joint tracking: WITHOUT WITH OR WITHOUT
Welding position (2G, 6G, 3F, etc.): 1G F
Consumable inserts (GTAW or PAW): N.A. N.A.
Backing (metal, weld metal, etc.): WITH WITH
Single or multiple passes per side: MULTIPASS SINGLE AND MULTIPASS
Other: NO NO
RESULTS

Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (See report n°: $73/02-20/VT)

[ Bendtest, [_] Trans.root and face QW-462.3(a);  [] Long.root and face QW-462.3(b); [ ] Side bend QW-462. 2;

[] Pipe bend spec. corrosion-resist. overlay QW-462.5(c); [] Plate bend spec.,corrosion-resist. overlay QW-462.5(d),

(] Macro test for fusion QW-462.5(b); (] Macro test for fusion QW-462.5(e).

Type Resuilt Type Result
Alternative radiographic examination result (QW-191): UT SATISFACTORY (See report n°: $73/02-20/UT)
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
Macro examination (QW-184): NO Fillet size (mm}: ‘_M[\_{QW Concavity/convexity (mm): ~ NO
Other tests: B MT SATISFACTORY (See report n°:S73/02-20/MT)
Film or specimens evaluated by: Welding Engineer Company: Brembana & Rolle S p.A.
Mechanical tests conducted by: ) Laboratory test no.:
Welding supervised by: B&R S.p.A. Welding Supervisor
Notes:

nstit

We certlfy that the st nts in 1& ecord are correct and that the test weld were prepared, welded and tested
or(fa‘hg%éi?'wnh requirements of the Section IX of the ASME Code BPV

FPARED BY 7 Samdoma CHECKEDANW BY Date
\ ITIIWTM?OG{S Y ey
F NDONA wmﬁmw _NT . 08.01.2020

N = /




ROLLE S.p.A.
Albignasego (PD)

WELDERS PERFORMANCE QUALIFICATION
(for manual and semiautomatic welding process)

&4

WPQ 24 /N

Z AR LLATO O MALL 2 < SMAW08 0
Surname Name(s) Stamp No. WPS used Rev.
Essential Variables Actual Values from Coupon Qualified Ranges
Qw or Production Weld
352-356 | Process(s) 1: SMAW 1. SMAW
Info. onl. | Base Material(s) T SA106GR.B T:23.01 to SA106GR.B T:23.01
403.18 | P-No. to P-No. 1 to 1 P-No 1to 11, 34, 41 to 49
403.16 | Plate /Pipe O.D. <73 or >73mm | 8" (219.1mm) > 2.7/8" (73mm) and plate
405.1 | Position 1:6G Groove Fillet
Plate and pipe over 24" (610mm) O.D. | 1:ALL T:ALL
Pipe 73mm <= 0.D. <=610mm | 1:ALL 1:ALL
Pipe >=73mm O.D | 1:ALL 1:ALL
Pipe unlimited O.D. | 1:- 1T:ALL
405.3 | Vertical up or down 1: Upward 1: Upward
402.4 | Backing 1: XIYES [INO  2: [JYES [INO | 1: With support
- 404.30 | t: Weld metal deposit 1:20.1 I 1: up to max. to weld
404.32 | t: Limit (GMAW (S;;g” ) 23 Eg; j ;T”QT / max.
409.2 | Tranf. Mode gggﬁlar sii’,'f{ n.a. 1. n.a.
Circ.
409.4 1 AC - DC (GTAW) only n.a. n.a.
404.15 | Chge F-No.  SHAWexcent | 4: FNo 4 1:F-No.1 to 4
404.22 | + Insert (GTAW only) LT with (] without n.a.
404.23 | Filler metal product form (GTAW) n.a. n.a.
408.8 | ( - ) Inert backing 1. n.a. 2:N.A. 1. na. 2: N.A.
404.14 | + Filler (GTAW) 1 na. 2:N.A. 1:n.a. 2: N.A.
QW-161 GUIDED BEND TEST
Type QW-462.3 (a) (b) Results: Type QW-462.2 Results:
‘ / (Face Bend) | / 2 (Side Bend) | SATISFACTORY
/ (Root Bend) | / N. 2 (Side Bend) | SATISFACTORY

QW-304 and QW-305 : RADIOGRAPHIC TEST

Resuits: SATISFACTORY

QW-302.4: VISUAL EXAMINATION Results: SATISFACTORY

QW-181.2 FILLET WELD TEST QW-462.4 (b) or (c)
Location of track or tear:

Length: NA % Results: N.A,

Qw-184 MACRO EXAMINATION QW-462 4 (b)

Length of indication: N.A. Concavity: N.A.

Convexity: N.A.

Fillet leg size: N.A.

Welding test conducted by: WELDER FOREMAN

Mechanical / radiographic tests conducted by: Q.C. INSP. - A. DONA’

| Laboratory test no.:’ZAQ[Zoo?

Results: N.A.
We certify that the statements in this rec@rgd‘*qrgcgfge‘ct and that welds

w
Section IX of the ASME Code. /
Pra N ( ,

A:MGNME(}O PRERRY
| IILEVEL MTPT-RI/ASHTE

Rolle s.p.a.
% UUTRRGER

d gnd tested according to '

28 | A2 200N

AOOM rd

Orgamzanon/Manufacturer . DATE Sig na

Day Month  Year

ANA & HOLLETSE

BAUREVIEWED [ WITNESSED

i AR A 7 ]
Rj‘l‘;}@%mm@ DEPT. - A. DONW



RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.
QUALIFICATION TESTS (WOPQ)

REMBANA&ROLLE X
(QW-301 Section IX ASME B.P.V Code) S§74 0119
Welder' s name: ) ZANELLATO OMAR Identification No.: $74
TEST DESCRIPTION
ldentific. of WPS followed: W04 (Job 4169-0478 joint NO5A) B Test coupon (1 Production weld
Specificat. of base metal(s): SA 765 Gr.ll to SA 765 Gr.IV Thickness(mm): 120
Base metal P or S-No.: _ P-No.1 tobase metal P or S-No.: ~ P-No.1 Position (2G,6G,3F efc.): L
B8 Plate [ Pipe (enter diameter if pipe or tube): /
Filler metal (SFA) specification: - 5.23 Filler metal or electrode classification: EA4

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED

Type of welding (Automatic):

Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW (Co2 to YAG, etc.):

Continuos drive or inertia welding (FW):

Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: SAW SAW
Direct or remote visual control: DIRECT DIRECT
Automatic arc voltage control (GTAW): N.A. N.A.
Automatic joint tracking: WITHOUT WITH OR WITHOUT
Welding position (2G, 6G, 3F, etc.): 1G F
Consumable inserts (GTAW or PAW): N.A. N.A.
Backing (metal, weld metal, etc.): WITH WITH
Single or multiple passes per side: MULTIPASS SINGLE AND MULTIPASS
& Limits: PLATE 73 mm and OVER
Other:
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (See report n°: 4169-0478 NO5A VT)
[T] Bendtest; [ ] Trans.root and face QW-462.3(a); [] Long.root and face QW-462.3(by), [] side bend QW-462.2;
[_] Pipe bend spec.,corrosion-resist.overlay QW-462.5(c); 1 Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
[T Macro test for fusion QW-462.5(b); [] Macro test for fusion QW-462.5(e).
Type Result Type Result
Alternative radiographic examination result (QW-191): SATISFACTORY (See report n°: 4169-0478 NO5A UT)
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
[Macro examination (QW-184):  SATISFACTORY (note 1) Fillet size (mm): | NO Concavity/convexity (mm): ~~ NO
Other tests: MAGNETIC PARTICLE - SATISFACTORY (See report n°: 4169-0478 NO5A MT)
Film or specimens evaluated by: B&R QCM / Third part inspector Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: 1 Laboratory test no.: / 7
Welding supervised by: B&R S.p.A. Welding Supervisor /s
L \ 4 "j 5
Notes: [ \
PP ﬁ/rf@a A
S e N AU

LW.T. ‘: rtify that the statements-inthis-record are correct and that the test weld were prepared, welded and tested
‘”} - A. Sandona in accotdanes WMittHS fdylirements of the Section IX of the ASME Code BPV

A }{(/lwm(\g%f;P m‘ rPARED BY %;%{[(Lﬁgi CHECKED AND APPROVED BY Date

‘?’e‘%& 5 ~78&/SANDONA' CTURL NHRR QOM: M. GALLI/ Third part inspector: U.BREDA ___29/06/2019
A <4 pate: | /

1\ (21354




RECORD OF WELDER PERFORMANCE W.P.Q No.
BREMBANA&ROLLE QUALIF&CATION TESTS (WPQ)
{QW-301 Section IX ASME B.P.V Code) S76 02/123
Welder' s name: - ANDREA DEVICENTI 7 Identification No.: $76
TEST DESCRIPTION
Identific. of WPS followed: , WPS CS GTAW SMAW 6G B Test coupon {1 Production weld
Specificat. of base metal(s): _ SA 106 Gr.B Thickness(mm): 23

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual semi-auto) used: MANUAL MANUAL T
Backing (metal, weld metal double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
(] Plate BB Pipe (enter diameter if pipe or tube): 8" (& 219 mm) 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.1 to P-No.1 PNo.1 = 15F, 34, 41 + 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 5.18 5.1
Filler metal or electrode classification(s): ER705-6 E7018-1H4
Filler metal F-No.: 8 4 6 -1, 2, 3,4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A.
Consumables inserts (GTAW or PAW): WITHOUT N.A. WITHOUT - NLA,
Filler type (sofid/metal or fiux cored/powder) (GTAW or PAW): BARE SOLID N.A. SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1: _ GTAW 3layersmin. [_] Yes B No GTAW: 2 mm GTAW:UPto4mm
Process 2: _ SMAW 3 layers min. B Yes [ No SMAW: 21 mm SMAW: Max. to be welded
Weld deposit "t" for S.Circ. Arc (GMAW-FCAW): 3 N.A. N.A
Welding position (1G,2G,8G,3F etc.): &G Groove:  All (@273mm)
e Fillet/Tack weld: All (©273mm)
Vertical progression (uphill or downhill): UPHILL UPHILL
Type of fuel gas (OFW): N.A. N.A,
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/giobular or pulse to short)(GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A. DCEN N.A.
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY
] Bendtest; [ ] Trans.root and face QW-462.3(a);  [] Long.root and face QW-462.3(b);  [] Side bend QW-462.2:
[ Pipe bend spec. corrosion-resist. overiay QW-462 5(c); [ Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
[ Macro test for fusion QW-462.5(b); ] Macro test for fusion QW-462.5(e),
Type Result Type Result
Alternative radiographic examination resuft (Qw-191): UT SATISFACTORY (See report n®: S76 02/23 uTt)
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
Macro examination (QW-184): NO Fillet size (mm): __ NO  Concavity/convexity (mm): NO
Other tests: ~ NO o e
Film or specimens evaluated by: ~ Welding Engineer Company: Brembana & Rolle S.p.A, ,
Mechanical tests conducted by; o I Laboratory testno. e / Y o
Welding supervised by: B&R S.p.A. Welding Supervisor ! /
Notes: ’ 14
1) And unassigned metals of similar chemical composition to these metals e §
A’% - DATEZ - N
We c&fiily thiY the stifements in this record are correct and that the fest weld v erd/ Drébsedl, welded andeesey 7
N[ A Sandopa, ey dance with the requirements of the Section IX of the ASME IS BEY
REC s CHECKE@#AND APPROVED BY Date

RETO S - 11.07.2023




543

ROLLE SPA WELDING OPERATOR QUALIFICATION
ALBIGNASEGO (automatic and machine welding)
PADOVA QW-360 WPQ 2% /H
LE kA Nl LU 21 SAWO1 0
Surname First Name(s) Stamp No. WPS Rev.
used

Welding Variables

Actual Values from Coupon

Qualified Ranges

Qw or Production Weld
GENERAL VARIABLES
Info. onl. | Pipe or Plate Plate l Plate and pipe over 24"
Info. onl. | Base Material(s)/ T SA516 Gr.60 T:25 to SA516 Gr.60 T:25
Info. onl. | P-No to P-No 1 to 1 | P-No 1to 11, 34, 41 to 49
AUTOMATIC - WELDING
361.1(a) | Process(s) N.A N.A.
361.1(b) | Change from Autom. to Mach. | N.A. N.A.
MACHINE — WELDING
361.2 (a) | Process(s) SAW SAW
361.2 (b) | Direct Vis 5 Remote Control | [X] Direct ] Remote DIRECT
361.2 (¢) | Autom. Volt. Control (GTAW) |N.A. N.A.
361.2 (d) | Autom. Joint Tracking [1yes X no YES/NO
361.2 (e) | Welding Position 1G Groove: F; Fillet: F
361.2 (f) | Consumable Inserts [1yes X no n.a.
361.2 (g) |Backing X yes [1no Weld metal
361.2 (h) | Single Pass  Multiple Pass | [] single X multiple Multiple / Single
QW-161 GUIDED BEND TEST
Type QW-462.3 (a) (b) Results: Type QW-462.2 Results:
(Face Bend) | / no. 2 (Side Bend) | Satisfactory
(Root Bend) | / no. 2 (Side Bend) | Satisfactory

QW-304 and QW-305:

RADIOGRAPHIC TEST

Results: SATISFACTORY

QW-302.4: VISUAL EXAMINATION Results: SATISFACTORY

QW-181.2 FILLET WELD TEST QW-462.4 (b) or (c)
Location of track or tear:

_ength: NA. % Results: N.A.

Qw-184 MACRO EXAMINATION QW-462.4 (b)

Length of indication: N.A.

Concavity: N.A.

Convexity: N.A.

Fillet leg size: N.A.

Results: N.A.

Welding test conducted by: WELDER FOREMAN

Mechanical / radiographic tests conducted by: Q.C. INSP. - A. DONA’

|Laboratoy testno.. 28 H

We certify that the statements in thls'fe’c‘qrci*are correct and that welds we
Section IX of the ASME Code. "

S

Rolle s.p.a. %L

Bid and tested according to

29| 12 12010

Day Month  Year

Organization / Manufactl}?’e

FVIEWED [} WITNESSE

—

BREMBANA & HOLLE 8.p. A
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Sa3

ROLLE S.p.A.| WELDERS PERFORMANCE QUALIFICATION
Albignasego (PD) (for manual and semle\a/t\}tc;matlc welding process) WPQ 2.2 /I
ITALY QW-484 -
LEKAJ N o () 2 3 SMAWO05 0
Surname Name(s) Stamp No. WPS used Rev.
Essential Variables Actual Values from Coupon Qualified Ranges
QW or Production Weld
352-356 | Process(s) 1: SMAW 1: SMAW
Info. onl. | Base Material(s) T SA106 Gr.B T:11.07 to SA106 Gr.B T:11.07
403.18 | P-No. to P-No. 1GrA1 to 1 Gr.1 P-No 1to 11, 34, 41 to 49
403.16 | Plate /Pipe O.D. <73 or >73mm | 2" (60.3mm) > 1" (25mm)
405.1 | Position 1:6G Groove Fillet
Plate and pipe over 24" (610mm) O.D. | 1:ALL T:ALL
Pipe 73mm <= 0.D. <= 610mm | 1:ALL T:ALL
Pipe > 73mm O.D | 1:ALL 1:ALL
Pipe unlimited O.D. | 1:>25mm T:ALL
405.3 | Vertical up or down 1: Upward 1: Upward
402.4 | Backing 1: AIYES [(INO  2: [JYES [CJNO | 1: With backing
404.30 |t Weld metal deposit 1:8.07 I 1:16.14
i Short a) T<1/2"/ J1AXT
404.32 | t: Limit (GMAW 3ot ) 2 T<E P / max.
Spray Puls. . .
409.2 | Tranf. Mode Clobuar Short n.a. 1:na 2:n.a.
Circ.
4094 [AC -DC (GTAW) only
_ SMAW except - . Ll .
404.15 | Chge F-No. Fa<F1.Ed 1:F-No. 4 2: 1:F-No. 1to 4 2:
404.22 | + Insert (GTAW only) L with L1 without N.A.
404.23 | Filler metal product form (GTAW) N.A. N.A.
408.8 | (-) Inert backing 1:N.A. 2: N.A. 1: 2:NA.
404.14 |+ Filler (GTAW) 1:N.A, 2: NA. 1:N.A. 2:NA.
QW-161 GUIDED BEND TEST
Type QW-462.3 (a) (b) Results: Type QW-462.2 Results:
TRASV. (Face Bend) | SATISFACTORY ! (Side Bend)| /
TRASV. (Root Bend) | SATISFACTORY [ (Side Bend) | /
QW-304 and QW-305 : RADIOGRAPHIC TEST Results: SATISFACTORY
QW-302.4: VISUAL EXAMINATION Results: SATISFACTORY
QW-181.2 FILLET WELD TEST QW-462.4 (b) or (c)
Location of track or tear:
Length: NA. % Results: N.A.
QW-184 MACRO EXAMINATION QW-462.4 (b)
Length of indication: N.A. Concavity: N.A. Convexity: N.A.
Fillet leg size: N.A. Results: N.A.

Welding test conducted by: WELDER FOREMAN

Mechamcal/radlographlctests conducted by Q C. lNSP A. DONA' ]Laboratoy testno: 2F T

and tested according to
Section IX of the ASME Code.

22142 200

Day Month  Year

Rolle s.p.a.
Organization / Manufacturer

SlgnatM

BHEM%&NA & ROLLESp.A, i =
WELDING DEPT. - A. DONA “alie
REVIEWED FJWITNESSED

0 1 APR. 201




v RECORD OF WELDER PERFORMANCE W.P.Q. No.
| QUALIFICATION TESTS (WPQ)
BREMBANAS&ROLLE
& (QW-301 Section IX ASME B.P.V Code) $79 02/19
Welder' s name: PADOVANI SIMONE Identification No.: S79

TEST DESCRIPTION
W11 (joint F5-Lifting lug/B&R Job 4169-0487) Bl Test coupon

Identific. of WPS followed:

(] Production weld

Specificat. of base metal(s): SA 516 Gr.70 to SA 516 Gr.70 Thickness(mm): 50
TESTING CONDITIONS AND QUALIFICATION LIMITS
WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual,semi-auto) used: MANUAL MANUAL

Backing (metal, weld metal, double welded, etc.):

WITHOUT - WITH

WITH or WITHOUT - WITH

Bl Plate [ Pipe (enter diameter if pipe or tube):

PL. 50mm

73 mm and OVER

Base metal P or S-No. to P or S-No.:

P-No.1 to P-No.1

PNo.1 + 156F, 34, 41 + 49

(see note 1)

Filler metal or electrode specification(s) (SFA): 5.18 51

Filler metal or electrode classification(s): ER70S8-3 E7018-1H4

Filler metal F-No.: 6 4 6 -1, 2, 3, 4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A,
Consumables inserts (GTAW or PAW): WITHOUT N.A. WITHOUT - N.A.

Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID N.A. SOLID & METAL CORED - N.A.

Weld deposit "t" for each welding process:

Visual Examination of Completed Weld (QW-302.4):

Process 1:  GTAW 3layers min. [_] Yes B nNo GTAW: 4 mm (see note 2) GTAW: UP to 8 mm
Process2:  SMAW 3layersmin. Bl Yes [] No | SMAW: 46 mm (see note 2) SMAW: ALL
Weld deposit "t" for S.Circ. Arc.(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F efc.): 2G Groove: F-H

Fillet: F-H
Vertical progression (uphill or downhill): N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A. DCEN N.A.
Other: NO NO

RESULTS

SATISFACTORY (See report n°: 4169-0478/F5/Lifting lug VT)

[L] Bendtest; [] Trans.root and face QW-462.3(a);
[ 1 Pipe bend spec.,corrosion-resist. overlay QW-462.5(c);
(] Macro test for fusion QW-462.5(b);

[] Long.root and face QW-462.3(b);  [_] Side bend QW-462.2:
[] Piate bend spec.,corrosion-resist. overlay QW-462.5(d);
1 Macro test for fusion QW-462.5(e).

Type Result

Type Result

Alternative radiographic examination result (QW-191):

SATISFACTORY (See report n°: 4169-0478/F5/Lifting lug UT)

Fillet weld-fracture test (QW-180): NO

Length and percent of defects: NO

Macro examination (QW-184):
Other tests:

SATISFACTORY (note 2) Fillet size (mm):
MAGNETIC PARTICLE - SATISFACTORY (See report n°: 4169-0478/F5/Lifting lug MT)7-

NO Concavity/convexity (mm):

Film or specimens evaluated by: -

Company: Brembana & Rolle S. p»A

Mechanical tests conducted by:

Laboratory test no.: - S

Welding supervised by:

B&R S.p.A. Welding Supervisor

Notes:

)

1) And unassigned metals of similar chemical composition to these metals

Wi
xuB /

\n‘mlun

7
Y2

PANKARY: {2,/7

S;andon

i V.1 We ify that the statements in this record are correct and that the test weld were prepared, welded and tested
[ S )
direments of the Section IX of the ASME Code BPV

in accordaftE WL

Tt FOE65 : PARED BY ALBICKASHG R JPDy . (TALY
150@90 e o

dﬁé g iANDONA' QC&%' YTy

HW

.

QCM: M. GALLI/ Third part inspector: U.BREDA

CHECKED AND APPROVED BY Date

22/08/2019

'b
7y b DATE [ /
-‘f-%z;'-ﬁ‘




RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)
BREMBANAZROLLE
(QW-301 Section IX ASME B.P.V Code) $83 01/19
Welder' s name: SCRAULECH MORENO Identification No.: S83

TEST DESCRIPTION

Identific. of WPS followed:

W06 (joint F5-Support brackets/Job 4169-0477)

B Test coupon [ Production weld

Specificat. of base metal(s):

SA 516 Gr.70 to SA 765 Gr.lV

Thickness(mm): 25

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350)

Welding process(es):
Type (ie:manual,semi-auto) used:

Backing (metal, weld metal,double welded, etc.):
Bl riate [] Pipe (enter diameter if pipe or tube):
Base metal P or S-No. to P or S-No.:

Filler metal or electrode specification(s) (SFA):

Filler metal or electrode classification(s):

Filler metal F-No.:

With or without filler metal (GTAW or PAW):
Consumabiles inserts (GTAW or PAW):

Filler type (solid/metal or flux cored/powder) (GTAW or PAW):

Weld deposit "t" for each welding process:

ACTUAL VALUES RANGE QUALIFIED
GTAW - SMAW GTAW - SMAW
MANUAL MANUAL

WITHOUT - WITH WITH or WITHOUT - WITH

PL. 25mm 73 mm and OVER

P-No.1 to P-No.1 PNo.1 + 156F, 34, 41 + 49

(see note 1)

5.18 5.1
ER70S-3 E7018-1H4
6 4 6 -1, 2, 3, 4 with BACKING
WITH N.A. WITH - N.A.
WITHOUT N.A. WITHOUT - N.A.
BARE SOLID N.A. SOLID & METAL CORED - N.A.

Visual Examination of Completed Weld (QW-302.4):

[ ] Bendtest; [C] Trans.root and face QW-462.3(a);
] Pipe bend spec.,corrosion-resist. overlay QW-462.5(c);
(] Macro test for fusion QW-462.5(b);

Process 1: GTAW 3 layers min. [_] Yes B No GTAW: 4 mm (see note 2) GTAW: UP to 8 mm
Process 22 SMAW 3layersmin. B Yes [ ] No SMAW: 21 mm (see note 2) SMAW: ALL
Weld deposit "t" for S.Circ.Arc.(GMAW-F CAW): N.A. N.A.
Welding position (1G,2G,6G,3F etc.): 2G Groove: F-H

Fillet: F-H
Vertical progression (uphill or downhill): N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A. DCEN N.A.
Other: NO NO

RESULTS

SATISFACTORY (See report n°: 4169-0477/F5/Support brackets VT)

[] Long.root and face QW-462.3(b);  [] Side bend QW-462.2:
[] Plate bend spec.,corrosion-resist. overlay QW-462.5(d);
[ Macro test for fusion QW-462.5(e).

Type Result

Type Result

Alternative radiographic examination result (QW-191):
Fillet weld-fracture test (QW-180): NO

SATISFACTORY (See report n°: 4169-0477/F5/Support brackets UT)

Length and percent of defects: NO

Macro examination (QW-184):

SATISFACTORY (note 2) Fillet size (mm):

Other tests:

NO Concavity/convexity (mm):

°: 4169-0477/F5/Support brackets MT)

Film or specimens evaluated by: -

Company: Brembana & Rolle S.p,A.

Mechanical tests conducted by: -

Laboratory test no.: -

7{’\55‘11!:&

Welding supervised by: B&R S.p.A. Welding Supervisor P
/T8 \
Notes: { ]
1) And unassigned metals of similar chemical composition to these metals \/ \f&;’i/
Wy EANE|
iy E N I\

o7
EW.T.

!
e
ndona in ac

rtify that the statements in thls record are correct and that the test weld were prepared, welded and tested
) the feguirements of the Section IX of the ASME Code BPV /-

ALB! WO D, ITALY
QC P f‘kXGtR M, GALLY

J‘;’-@.1@’ .{Hfarqﬂ

17oo& FPARED BY
d%ﬁ 0620” SANDONA'

SR QCM: M. GALLI/ Third part inspector: U.BREDA

CHECKED AND APPROVED BY Date

16/07/2019

Doz




RECORD OF WELDER PERFORMANCE W.P.Q. No.
QUALIFICATION TESTS (WPQ)

REMBANAR&FOLLE ;

(QW-301 Section IX ASME B.P.V Code) $84 01/22
Welder' s name: LUCATO FABIO o Identification No.: S84
TEST DESCRIPTION
Identific. of WPS followed: ~ WPS S84 01/22 @ Test coupon [ Production weld
Specificat. of base metal(s): SA 333Gr.6 Thickness(mm): 13.5

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW GTAW
Type (ie:manual,semi-auto) used: B MANUAL MANUAL
Backing (metal, weld metal,double welded, etc.): ~__WITHOUT WITH or WITHOUT
(] Plate I Pipe (enter diameter if pipe or tube): 114.3 mm (4") 73 mm (2"7/8) and OVER
Base metal P or S-No. to P or S-No.: i P-No.1 to P-No.1 PNo.1 + 15F, 34, 41 + 49
(see note 1)
Filler metal or electrode specification(s) (SFA); B 5.18
Filler metal or electrode classification(s): ER70S-3
Filler metal F-No.: B 6 6
With or without filler metal (GTAW or PAW): WITH WITH
Consumables inserts (GTAW or PAW): WITHOUT WITHOUT
Filler type (sclid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID SOLID & METAL CORED
Weld deposit "t" for each welding process: I
Process 1:  GTAW 3layersmin. [l Yes [] No GTAW: 13,5 mm GTAW: UP to 27 mm
Process2:  3layersmin.[] Yes [] No
Weld deposit "t" for S.Circ.Arc. (GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F etc.): 2G Groove: F-H
Fillet: F-H
Vertical progression (uphill or downt N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW); WITHOUT WITH or WITHOQUT
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW)] N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN DCEN
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (See report n°: S84 01-22/VT)
[ Bendtest [] Trans.rootand face QW-462.3(a); [_] Long.root and face QW-462. 3(b); [] Side bend QW-462.2;
] Pipe bend spec.,corrosion-resist. overlay QW-462.5(c); (] Plate bend spec.,corrosion-resist. overlay QW-462.5(d);
[] Macro test for fusion QW-462. 5(b), [T Macro test for fusion QW-462. 5(e).
Type Result Type Result
Alternative radiographic examination result (QW-191): UT SATISFACTORY (See report n°: S84 01-22/UT)
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO
Macro examination (QW-184): ) NO Fillet size (mm): NO,, Concavity/convexity (mm): ~ NO
Other tests: MT SATISFACTORY (See report n°: S84 01- -22/MT)
Film or specimens evaluated by: Q.C. Manager_ Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: / Laboratory test no.: /
Welding supervised by: B&R S.p.A. Welding Supervisor
ILROA varificalion itd 3 6684 £3
Notes: I Witnes: e@é‘f siiorsd K1 Revieweg | HRGG
1) And unassigned metals of similar chemical composition to these metals QIANLUCA CESTAR

/x*@?@\ »fsﬁm ACLER - Y /

e STl S

W¢g ?emfy t?@?(he?s’i%ite%e %mhls record are correct and that the test weld were prep"aré”d”Wé ' and tested ™/
n

ith the requirements of the Section IX of the ASME Code BPV
PREPARE] CHECKED AND APP, BY Date
A. M. GALLI ( _01.04.2022




ldentific. of WPS followed:

RECORD OF WELDING OPERATOR PERFORMANCE W.0P.Q. No.
BREMBANASROLLE QUALIF!CAT!ON TESTS (WOPQ)
(QW-301 Section IX ASME B.P.V Code) S88 01422
Welder' s name: ____ CIOBANU VALENTIN Identification No.: sss N
TEST DESCRIPTION

W01 (Job 4261 joint L4A)

_ [ Testcoupon B Production weld

Specificat. of base metal(s): SA 516 Gr.70

Base metal P or S-No.: P T
Bl Piate [] Pipe (enter diameter if pipe or tube):
Filler metal (SFA) specification:

_P-No.1 to base metal P or §-No.:

A

Thickness(mm): 1058 o
_P-No.1 Position (266G 3Fetc): G
Filler metal or electrode classification: TTEHiZK

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1)

Type of welding (Automatic):
Welding process:

ACTUAL VALUES RANGE QUALIFIED

Filler metal (EBW or LBW):
Type of laser for LBW (Co2 to YAG, efc.):

Continuos drive or inertia welding (FW):
Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION

LIMITS WHEN USING MACHINE WELDING EQUIPMENT

[ ] Bendtest; [ Trans.root and face QW-462 3(a);
["1 Pipe bend spec..corrosion-resist.overlay QW-462.5(c);
(] Macro test for fusion QW-462.5(b);

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE B
Welding process: SAW SAW
Direct or remote visual control; DIRECT DIRECT
Automatic arc voltage control (GTAW): N.A, N.A.
Automatic joint tracking: WITHOUT WITH OR WITHOUT
Welding position (2G, 6G, 3F, efc.): 16 F
Consumable inserts (GTAW or PAW): N.A, N.A. B
Backing (metal, weld metal, etc.): WITH WITH
Single or multiple passes per side: MULTIPASS SINGLE AND MULTIPASS
Other: NO NO

RESULTS

Visual Examination of Completed Weld (QW-302.4): SATISFACTORY

"] Long.root and face QW-462.3(b); [T] side bend QW-462.2;
[] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
(] Macro test for fusion QW-462.5(e).

Type Result

Type Result

Alternative radiographic examination resuit (QW-191):

UT SATISFACTORY (See report n°: 4261-UTIL4A)

Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO o
Macro examination (QW-184): NO Fillet size (mm): __ NO _ Concavity/convexity (mm): ~_NO
Other tests: NO
Film or specimens evaluated by: Welding Engineer ___ Company: Brembana & Rolle S.p.A. )
Mechanical tests conducted by: Laboratory test no.: /AN L
Welding supervised by: B&R S.p.A. Welding Supervisor / /
BUREAU VERITAS ITALIA WELSING 4 4 i
Notes: =1
IT FiLE:
: : - BDATE — —
o4 i3] W ESSED. L] REVIEW.
Ao&_\ni&m@% LTN o) 5 -
We certify that {h&/stAToH his record are correct and tf %Mé'% re prepared, welded and tested
E[nAcEREaRRe Wilhthe requirements of the $ elion S BHBASME Code BPV
PREPAREDI %&' Vigs CHECKED ANDAPPROVED BY Date
A. SANDONA o\ é* UM GALLI / 15.11.2022
e




RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.
QUALIFICATION TESTS (WOPQ)

BREMBANASZROLLE

(QW-301 Section IX ASME B.P.V Code) S90 01/19
Welder' s name: MELATO TIZIANO ldentification No.: S90
TEST DESCRIPTION
identific. of WPS followed: pWPS 54/19 (reference PQR 54/19) (] Test coupon [_] Production weld
Specificat. of base metali(s): SA 533 Gr.B Cl.2 - SA 516 Gr.70 Thickness(mm): 43
Base metal P or S-No.: ~_P-No.3 tobase metal P or S-No.: ~ P-No.1 Position (2G,6G,3F etc.): 16
B Piate [] Pipe (enter diameter if pipe or tube): /
Filler metal (SFA) specification: 517 Filler metal or electrode classification: EH12K

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT

WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED

Type of welding (Automatic):

Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW (Co2 to YAG, etc.):

Continuos drive or inertia welding (FW):

Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: SAW SAW
Direct or remote visual control: DIRECT DIRECT
Automatic arc voltage control (GTAW): N.A. N.A.
Automatic joint tracking: WITHOUT WITH OR WITHOUT
Welding position (2G, 6G, 3F, etc.): 1G F
Consumable inserts (GTAW or PAW): N.A. N.A.
Backing (metal, weld metal, etc.): WITH WITH
Single or multiple passes per side: MULTIPASS SINGLE AND MULTIPASS
@ Limits: PLATE 73 mm and OVER
Other:
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY (See report n°: PQR 54/19 VT)
[] Bendtest; [] Trans.rootand face QW-462.3(a); [_] Long.root and face QW-462.3(b); [l Side bend QW-462.2;
1 Pipe bend spec.,corrosion-resist.overlay QW-462.5(c); (] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
(1 Macro test for fusion QW-462.5(b); ] Macro test for fusion QW-462.5(e).
Type Result Type Result
SIDE BEND SATISFACTORY (note 1)
SIDE BEND SATISFACTORY (note 1)
SIDE BEND SATISFACTORY (note 1)
SIDE BEND SATISFACTORY (note 1)
Alternative radiographic examination result (QW-191): SATISFACTORY (See report n°: PQR 54/19 UT)
Fillet weld-fracture test (QW-180): NO Length and percent of defects: NO 7
Macro examination (QW-184).  SATISFACTORY (note 1) Fillet size (mm): ~NO  Concavity/convexity (mm):  NO
Other tests: MAGNETIC PARTICLE - SATISFACTORY (See report n°: PQR 54/19 MT)
Film or specimens evaluated by: B&R QCM / Third part inspector Company: Brembana & Rolie S.p.A.
Mechanical tests conducted by: Sigma Tre Lab Laboratory test no.: 1464 7
Welding supervised by: B&R S.p.A. Welding Supervisor / Third part inspector 25 o
/Au“f
Notes:
1) Mechanical tests performed by Sigma Tre Lab (See Laboratory Test Report n° 1907852 - 1907853) L]
instity \\/UB /
< ~9)
LYWE. c@@\that the statemer;ts«m{ -record-are correct and that the test weld were prepared, welded and tested
A. Sandona in accordd# #h e reduairements of the Section IX of the ASME Code BPV
PARED BY 7 CHECKED AND APPROVED BY Date
- 3 DONA' B&R QCM: M. GALL!/ Third part inspector: U BREDA 30/08/2019
AN Wwwh@y DATE / f P,




RECORD OF WEL.DER PERFORMANCE W.P.Q. No.
| QUALIFICATION TESTS (WPQ)
BREMBANAZROLLE |
HE (QW-301 Section IX ASME B.P.V Code) 59101118
Welder' s name: DONA' ANDREA Identification No.: S91

Identific. of WPS followed:

W01 (Job 4178 reference joint L.1)

TEST DESCRIPTION
B Test coupon

Specificat. of base metal(s):

SA 516 Gr.70

Thickness(mm):

[ Production weld

20

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual,semi-auto) used: MANUAL MANUAL
Backing (metal, weld metal,double welded, etc.): WITHOUT - WITH WITH or WITHOUT - WITH
Bl Piate [ Pipe (enter diameter if pipe or tube): PLATE 73 mm and OVER
Base metal P or S-No. to P or S-No.: P-No.1 to P-No.1 PNo.1 + 15F, 34, 41 = 49
(see note 1)
Filler metal or electrode specification(s) (SFA): 5.18 5.1
Filler metal or electrode classification(s): ER70S-6 E7018-1H4
Filler metal F-No.: 6 4 6 -1, 2, 3,4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A,
Consumables inserts (GTAW or PAW): WITHOUT N.A. WITHOUT - N.A.
Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID N.A. SOLID & METAL CORED - N.A.
Weld deposit "t" for each welding process:
Process 1: _ GTAW 3 layers min. [_] Yes B no GTAW: 2 mm GTAW: UP to 4 mm
Process 2. SMAW 3layersmin. Bl Yes [] No SMAW: 5 mm SMAW: UP to 10 mm
Weld deposit "t" for S.Circ. Arc.(GMAW-FCAW): N.A, N.A.
Welding position (1G,2G,6G,3F etc.): 1G Groove: F
Fillet: F
Vertical progression (uphill or downt N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW): WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW) N.A, N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A. DCEN N.A.
Other: NO NO
RESULTS

Visual Examination of Completed Weld (QW-302.4):

SATISFACTORY (See report n°: PQR 96/18 VT)

(] Bendtest; [] Trans.root and face QW-462.3(a);
[] Pipe bend spec.,corrosion-resist. overlay QW-462.5(c);
] Macro test for fusion QW-462.5(b);

[] Long.root and face QW-462.3(b); Bl Side bend QW-462.2;
[] Plate bend spec.,corrosion-resist. overlay QW-462.5(d);
[ Macro test for fusion QW-462.5(e).

Type Result Type Result
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)

Alternative radiographic examinati
Fillet weld-fracture test (QW-180):
Macro examination (QW-184):

ion result (QW-191):

SATISFACTORY (note 2) Fillet size (mm):

SATISFACTORY (See report n°; PQR 96/18 RT)

NO Length and percent of defects: NO

NO Concavity/convexity (mm):

Other tests:

MAGNETIC PARTICLE - SATISFACTORY (See report n°: PQR 96/18 MT)

Film or specimens evaluated by:
Mechanical tests conducted by:
Welding supervised by:

B&R QCM / Third part inspector Company: Brembana & Rolle S.p. A.

] Laboratory test| qoc vil's Rogister

\mrv

B&R S.p.A. Weldin Superwsor

xJEci!'CQ BT

Notes:

1) And unassigned metals of similar chemical composition to these metals

. g ;,

2) Mechanical tests performed W r... Element Group (See Laboratory TestRepS"ran '1%?5@9—’1 )~~-- N ia:
> A\ /
We certify that the &fatemeits'in thi§ztecord are correct and that the test weld were prepared, welded :7hd tested
in-B ;(ﬁ%q 8MWith requirements of the Section IX of the ASME Code BPV
PREPARED B % oy [ CHECKED AND APPROVED BY Date
A. SANDNA' \% B&R QCM: M. GALL!/ Third part inspector: U.BREDA 14/12/2018
A




: RECORD OF WELDING OPERATOR PERFORMANCE W.0.P.Q. No.
BREMBANAZROLLE | QUALIFICATION TESTS (WOPQ)
, j (QW-301 Section IX ASME B.P.V Code) $91 02/18
Welder' s name: DONA' ANDREA ldentification No.: S91
TEST DESCRIPTION
ldentific. of WPS followed: W01 (Job 4178 reference joint L1) B Test coupon (1 Production weld

Specificat. of base metal(s): SA 516 Gr.70 Thickness(mm): 20
Base metal P or S-No.: P-No.1 to base metal P or S-No.: _P-No.1 Position (2G,6G,3Fetc) 16
B Pate [ Pipe (enter diameter if pipe or tube): I
Filler metal (SFA) specification: 517 Filler metal or electrode classification: EH12K
TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING AUTOMATIC WELDING EQUIPMENT
WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED
Type of welding (Automatic):
Welding process:
Filler metal (EBW or LBW);
Type of laser for LBW (Co2 to YAG, etc.):
Continuos drive or inertia welding (FW): i
Vacuum or out of vacuum (EBW):
TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT
WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: SAW SAW
Direct or remote visual control: DIRECT DIRECT
Automatic arc voltage control (GTAW): N.A. N.A,
Automatic joint tracking: WITHOUT WITH OR WITHOUT
Welding position (2G, 6G, 3F, etc.): 1G F
Consumable inserts (GTAW or PAW): N.A. N.A.
Backing (metal, weld metal, etc.): WITH WITH
Single or mulitiple passes per side: MULTIPASS SINGLE AND MULTIPASS
@ Limits: PLATE 73 mm and OVER
Other:
RESULTS

Visual Examination of Completed Weld (QW-302.4):

SATISFACTORY (See report n°: PQR 96/18 VT)

[_] Bendtest; [] Trans.root and face QW-462.3(a):
(] Pipe bend spec. corrosion-resist. overlay QW-462.5(c);
[] Macro test for fusion QW-462.5(b);

[] Long.root and face QW-462.3(b); [ Side bend QW-462.2:
[C] Plate bend spec.,corrosion-resist.overlay QW-462.5(d);
(] Macro test for fusion QW-462.5(e).

Type Result Type ; ]
SIDE BEND SATISFACTORY (note 1) Lieyas Wr‘“’*m vericalivn
SIDE BEND SATISFACTORY (note 1) M%rco B
SIDE BEND SATISFACTORY (note 1) thosee Jyaaaa 7]
SIDE BEND SATISFACTORY (note 1) é//,J, [T

Alternative radiographic examination result (QW-191):

~ate \l/\v‘\l /U,( L4
SATISFACTORY (See report n°: PQR 9 I18 RT)

IR

Fillet weld-fracture test (QW-180): NO Length and percent of defects: ; / NO
[Macro examination (QW-184): SATISFACTORY (note 1) Fillet size (mm): NO Concawty/convexr /(mmy: __NO
Other tests: MAGNETIC PARTICLE - SATISFACTORY (See r report n°: PQR 96/1’8 T)

Film or specimens evaluated by: B&R QCM/ Third part inspector Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: 1 Laboratory test no.: /

Welding supervised by: B&R $.p.A. Welding Supervisor

Notes:
1) Mechanical tests performed by C.T.R. s.r.I. Element Group (See Laboratory Test Report n° 183549-1)
/ %\mshtu:.,
We certify that the r(s' n&éﬁsﬁﬁm mbﬂ} ecord are correct and that the test weld were prepared, welded and tested
i ;t € requirements of the Section IX of the ASME Code BPV
PREPARED BY CHECKED AND APPROVED BY Date
A. SANDNA' B&R QCM: M. GALL!/ Third part inspector: U.BREDA 14/12/2018

3 HﬁW\I
k‘ 15%2017
P,
Y %
AT




‘ RECORD OF WELDER PERFORMANCE W.P.Q. No.
] QUALIFICATION TESTS (WPQ)
BREMBANA&ROLLE |
| (QW-301 Section IX ASME B.P.V Code) S92 04/19
Welder' s name: BONGOU JEAN Identification No.: S92

Identific. of WPS followed:

TEST DESCRIPTION

PWPS 53/19 (reference PQR 53/19)

B Test coupon

Specificat. of base metal(s):

SA 533 Gr.B Cl.2 - SA 516 Gr.60

Thickness(mm):

[ Production weld
35

TESTING CONDITIONS AND QUALIFICATION LIMITS

WELDING VARIABLES (QW-350) ACTUAL VALUES RANGE QUALIFIED
Welding process(es): GTAW - SMAW GTAW - SMAW
Type (ie:manual,semi-auto) used: MANUAL MANUAL

Backing (metal, weld metal,double welded, etc.):

WITHOUT - WITH

WITH or WITHOUT - WITH

BB Plate [ Pipe (enter diameter if pipe or tube):

PL. 35mm

73 mm and OVER

Base metal P or S-No. to P or S-No.:

P-No.1 to P-No.3

PNo.1 + 15F, 34, 41 + 49

(see note 1)

Filler metal or electrode specification(s) (SFA): 5.18 5.1

Filler metal or electrode classification(s): ER70S-3 E7018-1H4

Filler metal F-No.: 6 4 6 -1, 2, 3, 4 with BACKING
With or without filler metal (GTAW or PAW): WITH N.A. WITH - N.A.
Consumables inserts (GTAW or PAW): WITHOUT N.A. WITHOUT - N.A.

Filler type (solid/metal or flux cored/powder) (GTAW or PAW): BARE SOLID N.A. SOLID & METAL CORED - N.A.

Weld deposit "t" for each welding process:

Process 1: ~ GTAW  3iayers min. [_] Yes B No GTAW: 3 mm (see note 2) GTAW: UP to6 mm
Process 2. SMAW _3layersmin. Bl Yes [] No | SMAW: 32 mm (see note 2) SMAW: ALL
Weld deposit "t" for S.Circ.Arc.(GMAW-FCAW): N.A. N.A.
Welding position (1G,2G,6G,3F etc.): 1G Groove: F

Fillet: F
Vertical progression (uphill or downhill): N.A. N.A.
Type of fuel gas (OFW): N.A. N.A.
Inert gas backing (GTAW or PAW or GMAW-FCAW); WITHOUT - N.A. WITH or WITHOUT - N.A.
Transfer mode (spray/globular or pulse to short)(GMAW-FCAW) N.A. N.A.
GTAW current type/polarity (AC, DCEP, DCEN): DCEN N.A. DCEN N.A.
Other: NO NO

RESULTS

Visual Examination of Completed Weld (QW-302.4);

SATISFACTORY (See report n°: PQR 53/19 VT)

[1 Bendtest; [] Trans.root and face QW-462. 3(a);
[] Pipe bend spec., corrosion-resist. overlay QW-462 5(c);
[ Macro test for fusion QW-462.5(b);

(] Long.root and face QW-462.3(b); Bl Side bend QW-462.2:
L] Plate bend spec.,corrosion-resist. overlay QW-462.5(d);
[ Macro test for fusion QW-462.5(e).

Type Result Type Result
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)
SIDE BEND SATISFACTORY (note 2)

Macro examination (QW-184):

Alternative radiographic examination result (QW-191):
Filiet weld-fracture test (QW-180):
SATISFACTORY (note 2) Fillet size (mm):

SATISFACTORY (See report n°: PQR 53/19 UT)

NO Length and percent of defects: NO

NO Concawty/convexny {mm):

Other tests:

MAGNETIC PARTICLE - SATISFACTORY (See report n°: PQR 53/19 MT)

Film or specimens evaluated by:
Mechanical tests conducted by:
Welding supervised by:

B&R QCM / Third part inspector Company: Brembana & Rolle S.p.A.

Sigma Tre Lab Laboratory test no.: 1464

B&R S.p.A. Welding Supervisor / Third part inspector , f

Notes:

1) And unassigned metals of similar chemical composition to these metals

2) Mechanical tests performed by Sigma Tre Lab (

ee-Laboratory Test Report n° 1908478 - 1908479
S %*ﬁf i —

We certufy that the S;ZW&‘ record|arg-cortes ﬁﬁéﬁthe test weld were prepared, welded and/tested
rdgawegw e req Jlrem nts of the Segtion IX of the ASME Code BPV
Candona oA OHECKED AND APPROVED BY Date
28/08/2019

/;{v A ,

PREP BY ‘OHECKED A
x} IT/IWT/17()0€5A | B&RQCM: M. GALLI/ Third part inspector: U.BREDA
=/

E&EC@EG&ZUW

4

\w\,\
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RECORD OF WELDING OPERATOR PERFORMANCE W.OPQ. No

BREMBANA &ROLLEJ QUALIFICATION TESTS (WOPQ)
(QW-301 Section IX ASME B.P.V Code) S10001/22
Welder' s name: -~ MIOTTODENNIS lIdentification No.: $100 -
TEST DESCRIPTION
Identific. of WPS followed: ‘ W01 (Job 4261 joint L1A) [ Test coupon B Production weld
Specificat. of base metal(s): ___SAS18Gr70 Thickness(mm): 108 -
Base metal P or S-No.: _P-No.1 tobase metal P or S-No.: _P-No.1_Position 2G,6G3Fetc): 1 G ]
B8 Piate [ Pipe (enter diameter if ppeortube.  __ __ T
Filler metal (SFA) specification: ) 517 Filler metal or electrode classification: - EH12K

TESTING CONDITIONS AND QUALIFICATION LINITS WHEN USING AUTOMATIC WELDING EQUIPMIENT

WELDING VARIABLES (QW-361.1) ACTUAL VALUES RANGE QUALIFIED

Type of welding (Automatic):

Welding process:

Filler metal (EBW or LBW):

Type of laser for LBW (Co2 to YAG, efc.):
Continuos drive or inertia welding (FW):
Vacuum or out of vacuum (EBW):

TESTING CONDITIONS AND QUALIFICATION LIMITS WHEN USING MACHINE WELDING EQUIPMENT

WELDING VARIABLES (QW-361.2) ACTUAL VALUES RANGE QUALIFIED
Type of welding (machine): MACHINE MACHINE
Welding process: N SAW ] SAW
Direct or remote visual controt: DIRECT DIRECT
Automatic arc voltage control (GTAW): N.A. N.A.
Automatic joint tracking: WITHOUT WITH OR WITHOUT
Welding position (2G, 8G, 3F, etc.); 1G F
Consumable inserts (GTAW or PAW): ) N.A. N.A. )
Backing (metal, weld metal, etc.): 3 WITH WITH
Single or multiple passes per side: ' MULTIPASS SINGLE AND MULTIPASS
Other: NO NO
RESULTS
Visual Examination of Completed Weld (QW-302.4): SATISFACTORY
[] Bendtest; [_] Trans.rootand face QW-462.3(a);  [] Long.root and face QW-462.3(b): [ ] Side bend QW-462.2;
(1 Pipe bend spec.,corrosion-resist.overtay QW-462.5(c); (] Plate bend spec. corrosion-resist.overlay QW-462.5(d);
[J Macro test for fusion QW-462.5(b); 1 Macro test for fusion QW-462.5(e).
Type Result Type Result
Alternative radiographic examination result (QW-191): __UT SATISFACTORY (See report n°: 4261-UTIL1A)
Fillet weld-fracture test (Qw-180). NO Length and percent of defects: NO
Macro examination (QW-184): NO Fillet size (mm): NO __ Concavity/convexity (mm): __NO
Other tests: NO ) _
Film or specimens evaluated by: Welding Engineer Company: Brembana & Rolle S.p.A.
Mechanical tests conducted by: Laboratory test no.. A
Welding supervised by: B&R S.p.A. Welding Supervisor [/
BUREAU VERITAS ITAUA WELOING
Notes: A‘——:
T FILE:
@ﬁ‘fi‘%}: - : WITNESSED 2} RN e —
We certiff/ fdt tgssBtemghts in this record are correct and thgt—:hg;ggst—we!e—were prepared, welded and tested
i rddnce with the requirements of the SERHBTLR %VIE Cade BPV
PREPA = CHECKED=# =] BY Date

.20.10.2022
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