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Joint detail 
Dettaglio saldatura 

WPS: Welding 
procedure 

specification 

WPS Range                
thk. / d. mm 

PQR: Procedure Qualification 
Record  Qualifiche 

Procedimenti di saldatura 
PN   with   PN 

Gruppo con Gruppo 

W8 24003-01 5÷12 / ≥150 P425-AS+P415-AS Group 1 to Group 1 

W11 24003-02 5÷12 / ≥150 P425-AS+P415-AS Group 1 to Group 1 

W12 24003-03 5÷25 / ≥60,3 P425-AS Group 1 to Group 1 

W18 24003-04 5÷25 / ≥60,3 P425-AS Group 1 to Group 1 

W18a 24003-05 5÷25,4 / ≥33,4 P423-AS Group 1 to Group 1 

W21 24003-06 5÷25 / ≥60,3 P425-AS Group 1 to Group 1 

W59 24003-07 5÷21 / ≥150 P425-AS Group 1 to Group 1 

W61 24003-08 5÷21 / ≥150 P425-AS Group 1 to Group 1 

    

    

    
 Comment: Please assign a unique progressive weld number without gaps 

Reply: The number cannot be changed to progressive without gap because as for the CAMPI Quality System each welding detail 
number corresponds to a very specific type of coupling uniquely recognized both by the technical department and by the Production 

of the CAMPI company. Changing that number could be confusing 
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WKF & Weld Map / Mappa delle saldature 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 



 
 
 

C.A.M.P.I. Srl 
Ferrara - Italy 

PLANT: HOLLANDE KUST NOORD WIND PARK – Netherlands WELDING KEY FORM N° 
24003-WD-01 

CLIENTE / CUSTOMER: Rosetti Marino S.p.A. COMMESSA N° / JOB N° 
24003 

ACQUIRENTE / PURCHASER: Crosswind P.O.No: 1724000163 

For Location of Welded Joints See Attached Sketch 
Per le posizioni delle saldature vedere il disegno allegato 

 
(1)= N°2 production test coupon (500mm X 300mm) shall be prepared and attached to the vessel during the 
longitudinal welds, base material of the same heat number of the shell shall be used 
(1)= Devono essere preparati n°2 talloni di Produzione(500mm X 300mm) saranno attaccati al sebatoio durante la fase 
di saldatura della Longitudinale del mantello, il materiale deve essere della stessa colata della lamiera del mantello 
 
 (2)= UT examination shall be performed before the PWHT on the Butt weld joint with thickness ≥10mm / Il controllo 
UT sarà effettuato sui giunti di testa con spessore ≥ a 10mm 
 
This format shall be issued for each item - The Manufacturer shall show the required informations on the relevant areas - The WKF shall be approved 
or commented by AIA/CLIENT - In case of comments it shalle be revised by the Manufacturer and reissued for final approval. 

Part. Material with material RT 
(%) 

UT 
(%) 

PT/MT 
(%) 

KV 
(J) 

MDMT 
°C 

Hardness 
(HV) 

P.W.H.T. 
(°C/H) Note 

W8 SA-516Gr.60/70N+ SA-516Gr.60/70N 10 100 (2) 100 / -29 235 Max Yes  
W11 SA-516Gr.60/70N+ SA-516Gr.60/70N 10 100 (2) 100 / -29 235 Max Yes PTC(1) 
W12 SA-333Gr.6+ SA-350LF2 10 100 (2) 100 / -29 235 Max Yes  
W18 SA-516Gr.60/70N+ SA-333Gr.6 / / 100 / -29 235 Max Yes ≥ NPS2½ 

W18a SA-516Gr.60/70N+ SA-350LF2 / / 100 / -29 235 Max Yes < NPS2½ 
W21 SA-516Gr.60/70N+ SA-333Gr.6 / / 100 / -29 235 Max Yes  
W59 SA-516Gr.60/70N+ SA-516Gr.60/70N / / 100 / -29 / Yes  
W61 SA-516Gr.60/70N+ SA-516Gr.60/70N / / 100 / -29 / Yes  

          
          

 For the range on the WPS see Sheet 4 
          
          

          

APPLICABLE WPS-PQR FORMING DATA          

Part. Jonts WPS PQR Descr. Thk (1) 
A           F 

% 
(2) 

Type 
Hot    Cold 

H.T. 
(3) 

Coup 
(4) 

W8 BUTT WELD 24003-01 P425-AS+P415-AS Ellipsodail 
Head 2:1 

10     
mm 

8    
mm   X N X 

W11 BUTT WELD 24003-02 P425-AS+P415-AS         
W12 BUTT WELD 24003-03 P425-AS  
W18 BUTT WELD 24003-04 P425-AS  

W18a BUTT WELD 24003-05 P423-AS 1) A = Actual (thk. before forming)  F = final (thk. after forming) 

W21 BUTT WELD 24003-06 P425-AS 2) Fiber elongation (see ASME VIII div. I-UCS 85) 

W59 FILLET WELD 24003-07 P425-AS 3) Heat treatment after forming shall be specified and shown as: 

W61 FILLET WELD 24003-08 P425-AS N = Normalizing; QT = Quenched and tempered 

    Nt = Normalized and tempered ; etc. 

    4) Acc. To ASMVE VIII div. I-UCS 85 coupons shall be subjected to 

    simulated heat treatments including any intermediate and/or final  

    heat treatment, if any. 

     

     

ITEM: V-43001  2 Up dated 20-December-2024  
 1 Up dated 04-September-2024  

SN: 24-003 N° DWG: 24003-VE-10  0 For Review 08-May-2024  
Rev Description Date Appr. 
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WPS: Welding procedure specification 
 Specifiche di saldatura 



C.A.M.P.I. srl 
Ferrara (Italy) 

WELDING PROCEDURE 
SPECIFICATION (WPS) 

(QW 482) 

WPS-N.     24003-01_ Rev. 1 
Date:    04/09/2024 
Supp. PQR N.   P425-AS & P415-AS                    

 

 Welding Process(es) a)           GTAW                   b) __  GMAW          c) __SAW    _ 
Type(s) a) _____Manual    b)    _ Semiautomatic        c) __Machine___ 
Joints (QW-402)  

Joint design _ BW: V groove weld butt joint (see sketch) 
Backing ____ GTAW (No)    GMAW (Yes) _ SAW (Yes) ___ 
Backing material (Type) _____WELD METAL  _______________ 
 Metal Non fusing metal _________________ 
 Non metallic Other __________________________ 
Base metal (QW-403) 
P-No. _1_ Gr. No. _1/2_ to P-No. _1_ Gr. No. _1/2_ 
Spec. type & grade                    SA-516 Gr.60/70N 
to spec. type & grade                 SA-516 Gr.60/70N 
Chem. anal. & mech. prop. _____________________________ 
to Chem. Anal. & Mech. Prop. ___________________________ 
Thickness range  
Base metal (mm): Groove: 5÷12mm         Fillet: All 
Pipe dia.:   Groove: >150mm Fillet: All 
Other: 

Joint Design 
 Disegno giunto  

W8 
 

 
 

A:3÷5mm - B:1,5±1mm   
a°:60±5 - S:8/10mm 

Welding Sequences 
sequenze saldatura 

 
 

 

 

FILLER METALS (QW-404) a) b) c) GAS (QW-408) Percent Composition 
Spec. No. (SFA) 5.28 5.36 5.17  Gas(es) Mixture Flow rate  

AWS No. (Class) ER80S-
Ni1 

E71T15-
M21A6-CS1-

H4 
EH12K Plasma    l/min 

F-No. 6 6 6 Shielding  (a) Ar 99,997% 9÷11 l/min 
A-No. 10 1 1 Shielding (b) Ar+CO2 92%+8% 14÷16 l/min 
Size of filler metal (mm) 2,4 mm 1,2 mm 2,4 Trailing    l/min 

F.M. Trade Name Carborod 
Ni1 

Diamondspark   
54 MC L50M Backing NO N.A. N.A. l/min 

Manufacturer Lincoln Boehler Lincoln Other:  
Max Weld Metal Thk. 
Thickness Groove: 2 mm 2 mm Max 6 mm ELECTRICAL CHARACTERISTICS (QW-409) 

Current:                                                 a)-b)-c) DC 
Fillet:  All All / Polarity:                                                 a) SP / b)-c) RP  
Flux Trade Name / / P230 Mode of Metal Transfer for GMAW:     Pulsed 
Manufacturer / / Lincoln Tungsten Electrode Type & Size          SFA 5.12 EWLa-2 
Electr.-Flux (Class) / / F48P5-EH12K Electrode wire feed speed range           / 
Other a): QW404.23: Solid wire – QW 404.22: No – QW404.14: With Filler 
Metal 

TECHNIQUE (QW-410) 
String or Weave Bead                         STRING & WEAVE 

POSITIONS (QW-405) Orifice or Gas Cup Size                      11/16 mm 
Position(s) of groove or fillet               All Initial & Interpass Cleaning                 GRINDING 
Welding Progression:                         / Stick out:                                              12÷14mm 
Other: Method of Back Gouging                       /    
PREHEAT (QW-406) Oscillation: Amplitude                            / 
Preheat Temp.                                  15°C                       Frequency                       / 

Interpass Temp.         300°C Contact Tube to Work Distance GMAW 15÷20mm  
SAW 25÷28mm 

Preheat maintenance  Multipass or Single Pass (per side)      MULTI 
POSTWELD HEAT TREATMENT (QW-407) Single or Multiple Electrodes                Single 
Temp. Range 610±10°C Other 
Time Range 60 minutes Peening no permitted  
Heat rate:  Max 80°C/h – above 300°C  ▀ t Pass < 1/2”     � Sup. powder     �  Alloy elements 
Cool rate: Max 80°C/h– above 300°C and cooled in still air a):QW410.64 N.A. and QW410.11:No ;  b): QW410.64 No 

Weld 
pass(es) 
or layers 

Welding 
process(es) 

Filler metal Current 
Volt 

Range 
10% 

Travel 
Speed Range 

(mm/min) 
10% 

Other 
Max HEAT IMPUT 

(KJ/mm) 
AWS Class  

or Trade Name 
Size/Dia 

(mm) 

Type & 
polarity 

Amp. 
Range 
10% 

1 GTAW ER80S-Ni1 2,4 DC-SP 146 9,1 78 1,02 
2 GMAW Diamondspark 54 MC 1,2 DC-RP 220 22,5 340 0,87 
3 SAW L50M 2,4 DC-RP 340 26,8 600 0,911 
4-n SAW L50M 2,4 DC-RP 340 26,8 600 0,911 
 1’ GMAW Diamondspark 54 MC 1,2 DC-RP 220 22,5 340 0,87 
 where accessible, a back side weld with GMAW process / dove accessibile ripresa a rovescio con GMAW 

Impiegare saldatori con qualifica / Qualified welders or welding operator: ASME IX 
Preparato da / Prepared by 

 

Accettato per la qualifica 
Accepted as ready for qualification 

 

Approvato da Ispettore Autorizzato 
Approved by Authorized Inspector 

Exhibit   7-1 Rev. 0 1 2 3 4 5  
 



C.A.M.P.I. srl 
Ferrara (Italy) 

WELDING PROCEDURE 
SPECIFICATION (WPS) 

(QW 482) 

WPS-N.     24003-02_ Rev. 1 
Date:    04/09/2024 
Supp. PQR N.   P425-AS & P415-AS                    

 

 Welding Process(es) a)           GTAW                   b) __  GMAW          c) __SAW    _ 
Type(s) a) _____Manual    b)    _ Semiautomatic        c) __Machine___ 
Joints (QW-402)  

Joint design _ BW: V groove weld butt joint (see sketch) 
Backing ____ GTAW (No)    GMAW (Yes) _ SAW (Yes) ___ 
Backing material (Type) _____WELD METAL  _______________ 
 Metal Non fusing metal _________________ 
 Non metallic Other __________________________ 
Base metal (QW-403) 
P-No. _1_ Gr. No. _1/2_ to P-No. _1_ Gr. No. _1/2_ 
Spec. type & grade                    SA-516 Gr.60/70N 
to spec. type & grade                 SA-516 Gr.60/70N 
Chem. anal. & mech. prop. _____________________________ 
to Chem. Anal. & Mech. Prop. ___________________________ 
Thickness range  
Base metal (mm): Groove: 5÷12mm         Fillet: All 
Pipe dia.:   Groove: >150mm Fillet: All 
Other: 

Joint Design 
 Disegno giunto  

W11 
 

 
 

A:3÷5mm - B:1,5±1mm   
a°:60±5 - S:10mm 

Welding Sequences 
sequenze saldatura 

 
 

 

FILLER METALS (QW-404) a) b) c) GAS (QW-408) Percent Composition 
Spec. No. (SFA) 5.28 5.36 5.17  Gas(es) Mixture Flow rate  

AWS No. (Class) ER80S-
Ni1 

E71T15-
M21A6-CS1-

H4 
EH12K Plasma    l/min 

F-No. 6 6 6 Shielding  (a) Ar 99,997% 9÷11 l/min 
A-No. 10 1 1 Shielding (b) Ar+CO2 92%+8% 14÷16 l/min 
Size of filler metal (mm) 2,4 mm 1,2 mm 2,4 Trailing    l/min 

F.M. Trade Name Carborod 
Ni1 

Diamondspark   
54 MC L50M Backing NO N.A. N.A. l/min 

Manufacturer Lincoln Boehler Lincoln Other:  
Max Weld Metal Thk. 
Thickness Groove: 2 mm 2 mm Max 6 mm ELECTRICAL CHARACTERISTICS (QW-409) 

Current:                                                 a)-b)-c) DC 
Fillet:  All All / Polarity:                                                 a) SP / b)-c) RP  
Flux Trade Name / / P230 Mode of Metal Transfer for GMAW:     Pulsed 
Manufacturer / / Lincoln Tungsten Electrode Type & Size          SFA 5.12 EWLa-2 
Electr.-Flux (Class) / / F48P5-EH12K Electrode wire feed speed range           / 
Other a): QW404.23: Solid wire – QW 404.22: No – QW404.14: With Filler 
Metal 

TECHNIQUE (QW-410) 
String or Weave Bead                         STRING & WEAVE 

POSITIONS (QW-405) Orifice or Gas Cup Size                      11/16 mm 
Position(s) of groove or fillet               All Initial & Interpass Cleaning                 GRINDING 
Welding Progression:                         / Stick out:                                              12÷14mm 
Other: Method of Back Gouging                       /    
PREHEAT (QW-406) Oscillation: Amplitude                            / 
Preheat Temp.                                  15°C                       Frequency                       / 

Interpass Temp.         300°C Contact Tube to Work Distance GMAW 15÷20mm  
SAW 25÷28mm 

Preheat maintenance  Multipass or Single Pass (per side)      MULTI 
POSTWELD HEAT TREATMENT (QW-407) Single or Multiple Electrodes                Single 
Temp. Range 610±10°C Other 
Time Range 60 minutes Peening no permitted  
Heat rate:  Max 80°C/h – above 300°C  ▀ t Pass < 1/2”     � Sup. powder     �  Alloy elements 
Cool rate: Max 80°C/h– above 300°C and cooled in still air a):QW410.64 N.A. and QW410.11:No ;  b): QW410.64 No 

Weld 
pass(es) 
or layers 

Welding 
process(es) 

Filler metal Current 
Volt 

Range 
10% 

Travel 
Speed Range 

(mm/min) 
10% 

Other 
Max HEAT IMPUT 

(KJ/mm) 
AWS Class  

or Trade Name 
Size/Dia 

(mm) 

Type & 
polarity 

Amp. 
Range 
10% 

1 GTAW ER80S-Ni1 2,4 DC-SP 146 9,1 78 1,02 
2 GMAW Diamondspark 54 MC 1,2 DC-RP 220 22,5 340 0,87 
3 SAW L50M 2,4 DC-RP 340 26,8 600 0,911 
4-n SAW L50M 2,4 DC-RP 340 26,8 600 0,911 

         
 1’  GMAW Diamondspark 54 MC 1,2 DC-RP 220 22,5 340 0,87 

Impiegare saldatori con qualifica / Qualified welders or welding operator: ASME IX 
Preparato da / Prepared by 

 

Accettato per la qualifica 
Accepted as ready for qualification 

 

Approvato da Ispettore Autorizzato 
Approved by Authorized Inspector 

Exhibit   7-1 Rev. 0 1 2 3 4 5  
 



C.A.M.P.I. srl 
Ferrara (Italy) 

WELDING PROCEDURE 
SPECIFICATION (WPS) 

(QW 482) 

WPS-N.     24003-03_ Rev. 0 
Date:    08/05/2024 
Supp. PQR N.   P425-AS                        

 

 Welding Process(es) a)           GTAW                   b) __  GMAW          c) __                        _ 
Type(s) a) _____Manual    b)    _ Semiautomatic        c) _                    ____ 
Joints (QW-402)  

Joint design _ BW: V groove weld butt joint (see sketch) 
Backing ____ GTAW (No)    GMAW (Yes) _ ___ 
Backing material (Type) _____WELD METAL  _______________ 
 Metal Non fusing metal _________________ 
 Non metallic Other __________________________ 
Base metal (QW-403) 
P-No. _1_ Gr. No. _2_ to P-No. _1_ Gr. No. _1_ 
Spec. type & grade                    SA-350 LF2 
to spec. type & grade                 SA-333 Gr.6 
Chem. anal. & mech. prop. _____________________________ 
to Chem. Anal. & Mech. Prop. ___________________________ 
Thickness range  
Base metal (mm): Groove: 5÷25mm         Fillet: All 
Pipe dia.:   Groove: >60,3mm Fillet: All 
Other: 

Joint Design 
 Disegno giunto  

W12 
 

 
 

A:3±1mm – B:1,5±1mm  
a°:75±2,5 - 

S:7,62÷12,7mm 

Welding Sequences 
sequenze saldatura 

 
 

 

FILLER METALS (QW-404) a) b) c) GAS (QW-408) Percent Composition 
Spec. No. (SFA) 5.28 5.36   Gas(es) Mixture Flow rate  

AWS No. (Class) ER80S-Ni1 E71T15-M21A6-
CS1-H4  Plasma    l/min 

F-No. 6 6  Shielding  (a) Ar 99,997% 9÷11 l/min 
A-No. 10 1  Shielding (b) Ar+CO2 92%+8% 14÷16 l/min 
Size of filler metal (mm) 2,4 mm 1,2 mm  Trailing    l/min 

F.M. Trade Name Carborod Ni1 Diamondspark      
54 MC  Backing NO N.A. N.A. l/min 

Manufacturer Lincoln Boehler  Other:  
Max Weld Metal Thk. 
Thickness Groove: 2 mm Max 11 mm  ELECTRICAL CHARACTERISTICS (QW-409) 

Current:                                                 DC 
Fillet:  All All  Polarity:                                                 a) SP / b) RP  
Flux Trade Name / /  Mode of Metal Transfer for GMAW:     Pulsed 
Manufacturer / /  Tungsten Electrode Type & Size          SFA 5.12 EWLa-2 
Electr.-Flux (Class) / /  Electrode wire feed speed range           / 
Other a): QW404.23: Solid wire – QW 404.22: No – QW404.14: With Filler 
Metal 

TECHNIQUE (QW-410) 
String or Weave Bead                         STRING & WEAVE 

POSITIONS (QW-405) Orifice or Gas Cup Size                      11/16 mm 
Position(s) of groove or fillet               All Initial & Interpass Cleaning                 GRINDING 
Welding Progression:                         / Stick out:                                              12÷14mm 
Other: Method of Back Gouging                       /    
PREHEAT (QW-406) Oscillation: Amplitude                            / 
Preheat Temp.                                  15°C                       Frequency                       / 
Interpass Temp.         300°C Contact Tube to Work Distance GMAW 15÷20mm               
Preheat maintenance  Multipass or Single Pass (per side)      MULTI 
POSTWELD HEAT TREATMENT (QW-407) Single or Multiple Electrodes                Single 
Temp. Range 610±10°C Other 
Time Range 60 minutes Peening no permitted  
Heat rate:  Max 80°C/h – above 300°C  ▀ t Pass < 1/2”     � Sup. powder     �  Alloy elements 
Cool rate: Max 80°C/h– above 300°C and cooled in still air a):QW410.64 N.A. and QW410.11:No ;  b): QW410.64 No 

Weld 
pass(es) 
or layers 

Welding 
process(es) 

Filler metal Current 
Volt 

Range 
10% 

Travel 
Speed Range 

(mm/min) 
10% 

Other 
Max HEAT IMPUT 

(KJ/mm) 
AWS Class  

or Trade Name 
Size/Dia 

(mm) 

Type & 
polarity 

Amp. 
Range 
10% 

1 GTAW ER80S-Ni1 2,4 DC-SP 146 9,1 78 1,02 
2 GMAW Diamondspark 54 MC 1,2 DC-RP 220 22,5 340 0,87 
3 GMAW Diamondspark 54 MC 1,2 DC-RP 230 22,5 340 0,91 

4-n GMAW Diamondspark 54 MC 1,2 DC-RP 230 22,5 340 0,91 
         

Impiegare saldatori con qualifica / Qualified welders or welding operator: ASME IX 
Preparato da / Prepared by 

 

Accettato per la qualifica 
Accepted as ready for qualification 

 

Approvato da Ispettore Autorizzato 
Approved by Authorized Inspector 

Exhibit   7-1 Rev. 0 1 2 3 4 5  
 



C.A.M.P.I. srl 
Ferrara (Italy) 

WELDING PROCEDURE 
SPECIFICATION (WPS) 

(QW 482) 

WPS-N.     24003-04_ Rev. 0 
Date:    08/05/2024 
Supp. PQR N.   P425-AS                        

 

 Welding Process(es) a)           GTAW                   b) __  GMAW          c) __                        _ 
Type(s) a) _____Manual    b)    _ Semiautomatic        c) _                    ____ 
Joints (QW-402)  

Joint design _ BW: V groove weld butt joint (see sketch) 
Backing ____ GTAW (No)    GMAW (Yes) _ ___ 
Backing material (Type) _____WELD METAL  _______________ 
 Metal Non fusing metal _________________ 
 Non metallic Other __________________________ 
Base metal (QW-403) 
P-No. _1_ Gr. No. _1/2_ to P-No. _1_ Gr. No. _1/2_ 
Spec. type & grade                    SA-350 LF2/SA-333 Gr.6 
to spec. type & grade                 SA-516 Gr.60/70N 
Chem. anal. & mech. prop. _____________________________ 
to Chem. Anal. & Mech. Prop. ___________________________ 
Thickness range  
Base metal (mm): Groove: 5÷25mm         Fillet: All 
Pipe dia.:   Groove: >60,3mm Fillet: All 
Other: 

Joint Design 
 Disegno giunto  

W18 

 
A:2÷5mm – B:2±1mm 
a°:45°±5 - S:8÷10 mm    

S1:7,62÷12,7mm 

Welding Sequences 
sequenze saldatura 

 
 

 

FILLER METALS (QW-404) a) b) c) GAS (QW-408) Percent Composition 
Spec. No. (SFA) 5.28 5.36   Gas(es) Mixture Flow rate  

AWS No. (Class) ER80S-Ni1 E71T15-M21A6-
CS1-H4  Plasma    l/min 

F-No. 6 6  Shielding  (a) Ar 99,997% 9÷11 l/min 
A-No. 10 1  Shielding (b) Ar+CO2 92%+8% 14÷16 l/min 
Size of filler metal (mm) 2,4 mm 1,2 mm  Trailing    l/min 

F.M. Trade Name Carborod Ni1 Diamondspark      
54 MC  Backing NO N.A. N.A. l/min 

Manufacturer Lincoln Boehler  Other:  
Max Weld Metal Thk. 
Thickness Groove: 2 mm Mas 11 mm  ELECTRICAL CHARACTERISTICS (QW-409) 

Current:                                                 DC 
Fillet:  All All  Polarity:                                                 a) SP / b) RP  
Flux Trade Name / /  Mode of Metal Transfer for GMAW:     Pulsed 
Manufacturer / /  Tungsten Electrode Type & Size          SFA 5.12 EWLa-2 
Electr.-Flux (Class) / /  Electrode wire feed speed range           / 
Other a): QW404.23: Solid wire – QW 404.22: No – QW404.14: With Filler 
Metal 

TECHNIQUE (QW-410) 
String or Weave Bead                         STRING & WEAVE 

POSITIONS (QW-405) Orifice or Gas Cup Size                      11/16 mm 
Position(s) of groove or fillet               All Initial & Interpass Cleaning                 GRINDING 
Welding Progression:                         / Stick out:                                              12÷14mm 
Other: Method of Back Gouging                       /    
PREHEAT (QW-406) Oscillation: Amplitude                            / 
Preheat Temp.                                  15°C                       Frequency                       / 
Interpass Temp.         300°C Contact Tube to Work Distance GMAW 15÷20mm               
Preheat maintenance  Multipass or Single Pass (per side)      MULTI 
POSTWELD HEAT TREATMENT (QW-407) Single or Multiple Electrodes                Single 
Temp. Range 610±10°C Other 
Time Range 60 minutes Peening no permitted  
Heat rate:  Max 80°C/h – above 300°C  ▀ t Pass < 1/2”     � Sup. powder     �  Alloy elements 
Cool rate: Max 80°C/h– above 300°C and cooled in still air a):QW410.64 N.A. and QW410.11:No ;  b): QW410.64 No 

Weld 
pass(es) 
or layers 

Welding 
process(es) 

Filler metal Current 
Volt 

Range 
10% 

Travel 
Speed Range 

(mm/min) 
10% 

Other 
Max HEAT IMPUT 

(KJ/mm) 
AWS Class  

or Trade Name 
Size/Dia 

(mm) 

Type & 
polarity 

Amp. 
Range 
10% 

1 GTAW ER80S-Ni1 2,4 DC-SP 146 9,1 78 1,02 
2 GMAW Diamondspark 54 MC 1,2 DC-RP 220 22,5 340 0,87 
3 GMAW Diamondspark 54 MC 1,2 DC-RP 230 22,5 340 0,91 

4-n GMAW Diamondspark 54 MC 1,2 DC-RP 230 22,5 340 0,91 
1’ - If accessible, a back side weld with GMAW process is admitted / se accessibile la ripresa a rovescio con metodo 

GMAW è ammessa 
Impiegare saldatori con qualifica / Qualified welders or welding operator: ASME IX 

Preparato da / Prepared by 

 

Accettato per la qualifica 
Accepted as ready for qualification 

 

Approvato da Ispettore Autorizzato 
Approved by Authorized Inspector 

Exhibit   7-1 Rev. 0 1 2 3 4 5  
 



 

C.A.M.P.I. srl 
Ferrara (Italy) 

WELDING PROCEDURE 
SPECIFICATION (WPS) 

(QW 482) 

WPS-N.     24003-05_ Rev. 0 
Date:    08/05/2024 
Supp. PQR N.   P423-AS                        

 

 Welding Process(es) a)             GTAW                    b) __  SMAW              _ c) ________ 
Type(s) a) _____Manual b)  __ Manual         c) _____ 
Joints (QW-402)  

Joint design _ BW: V groove weld butt joint  (see sketch)_ 
Backing ____SMAW_ (Yes) ____GTAW_ (No) __ ___ 
Backing material (Type) _____WELD METAL  _______________ 
 Metal Non fusing metal _________________ 
 Non metallic Other __________________________ 
Base metal (QW-403) 
P-No. _1_ Gr.No. _2_ to P-No. _1_ Gr. No. _1/2_ 
Spec. type & grade  _________SA-350 LF2    
to spec. type & grade _______  SA-516 Gr.60/70N    
Chem. anal. & mech. prop. _____________________________ 
to Chem. Anal. & Mech. Prop. ___________________________ 
Thickness range  
Base metal (mm/inches):Groove 5÷25,4mm _  Fillet ___All___ 
Pipe dia.:   Groove : ≥33,4 Fillet _All___ 
Other: 

Joint Design 
 Disegno giunto 

 W18a 
 

 
A:3÷5mm – B:2±1mm 
a°:45°±5 - S:8÷10 mm     

S1:12,7mm 

Welding Sequences 
sequenze saldatura 

 
 

 

FILLER METALS (QW-404) a) b) c) GAS (QW-408) Percent Composition 
Spec. No. (SFA) 5.28 5.1   Gas(es) Mixture Flow rate  
AWS No. (Class) ER80S-Ni1 E7018-1 H4  Plasma    l/min 
F-No. 6 4  Shielding  (a) Ar 99,997% 13÷15 l/min 
A-No. 10 1  Shielding (b)    l/min 
Size of filler metal 2,4 mm 3,2/4,0 mm  Trailing    l/min 
F.M. Trade Name Carborod Ni1 TENAX 35S  Backing NO N.A. N.A. l/min 
Manufacturer Lincoln Lincoln  Other:  
Weld Metal Thickness 
Thickness Groove: 2 mm Max 16 mm  ELECTRICAL CHARACTERISTICS (QW-409) 

Current:                                                 DC 

Fillet: All All  Polarity:                                                 RP
   

Flux Trade Name /   Mode of Metal Transfer for GMAW:     / 
Manufacturer /   Tungsten Electrode Type & Size          SFA 5.12 EWTh-2 
Electr.-Flux (Class) /   Electrode wire feed speed range           / 
Other a):QW404.23: Solid wire – QW 404.22: No –QW404.14:With Filler 
Metal 

TECHNIQUE (QW-410) 
String or Weave Bead                            STRING & WEAVE 

POSITIONS (QW-405) Orifice or Gas Cup Size                         16 mm 
Position(s) of groove or fillet               Flat (1G) Initial & Interpass Cleaning                   GRINDING 
Welding Progression:                         / Stick out:                                                12÷14mm 
Other: Method of Back Gouging                       /    
PREHEAT (QW-406) Oscillation: Amplitude 
Preheat Temp.                                  >15°C                           Frequency 
Interpass Temp.         Max 300°C   Contact Tube to Work Distance              / 
Preheat maintenance  Multipass or Single Pass (per side)        MULTI 
POSTWELD HEAT TREATMENT (QW-407) Single or Multiple Electrodes                   N.A. 
Temp. Range 610±10°C Other 
Time Range 60 minutes Peening no permitted  

Heat rate:  Max 80°C/h – above 300°C  ▀ t Pass < 1/2”     � Sup. powder     �  Alloy elements
  

Cool rate: Max 80°C/h– above 300°C and cooled in still air a):QW410.64 N.A. and QW410.11:No – b): QW410.64 No 

Weld 
pass(es) 
or layers 

Welding 
process(es) 

Filler metal Current Volt Travel  

AWS Class  
or Trade Name 

Size/Dia 
(mm) 

Type & 
polarity 

Amp. 
Range 
10% 

Range 
 

10% 

Speed Range 
(mm/min) 
10% 

Other 
HEAT IMPUT KJ/mm 

1 GTAW ER80S-Ni1 2,4 DC-SP 146 14,2 73 1,71 
2 SMAW E7018-1 H4 3,2 DC-RP 118 22,5 123 1,3 

3-n SMAW E7018-1 H4 3,2 DC-RP 120 22,5 125 1,32 
4-n SMAW E7018-1 H4 4,0 DC-RP 160 24,5 90 2,61 

1’ - If accessible, a back side weld with SMAW process is admitted / se accessibile la ripresa a rovescio con metodo 
SMAW è ammessa 

Impiegare saldatori con qualifica / Qualified welders or welding operator: ASME IX 
Preparato da / Prepared by 

 

Accettato per la qualifica 
Accepted as ready for qualification 

 

Approvato da Ispettore Autorizzato 
Approved by Authorized Inspector 

Exhibit   7-1 Rev. 0 1 2 3 4 5  
 



C.A.M.P.I. srl 
Ferrara (Italy) 

WELDING PROCEDURE 
SPECIFICATION (WPS) 

(QW 482) 

WPS-N.     24003-06_ Rev. 0 
Date:    08/05/2024 
Supp. PQR N.   P425-AS                        

 

 Welding Process(es) a)           GTAW                   b) __  GMAW          c) __                        _ 
Type(s) a) _____Manual    b)    _ Semiautomatic        c) _                    ____ 
Joints (QW-402)  

Joint design _ BW: V groove weld butt joint (see sketch) 
Backing ____ GTAW (No)    GMAW (Yes) _ ___ 
Backing material (Type) _____WELD METAL  _______________ 
 Metal Non fusing metal _________________ 
 Non metallic Other __________________________ 
Base metal (QW-403) 
P-No. _1_ Gr. No. _1_ to P-No. _1_ Gr. No. _1/2_ 
Spec. type & grade                    SA-333 Gr.6 
to spec. type & grade                 SA-516 Gr.60/70N 
Chem. anal. & mech. prop. _____________________________ 
to Chem. Anal. & Mech. Prop. ___________________________ 
Thickness range  
Base metal (mm): Groove: 5÷25mm         Fillet: All 
Pipe dia.:   Groove: >60,3mm Fillet: All 
Other: 

Joint Design 
 Disegno giunto  

W21 

 
A:3÷5mm - B:8±3mm     

a°:45±5 – S/S2:8÷10mm  
S1:12,7mm 

Welding Sequences 
sequenze saldatura 

 
 

 

FILLER METALS (QW-404) a) b) c) GAS (QW-408) Percent Composition 
Spec. No. (SFA) 5.28 5.36   Gas(es) Mixture Flow rate  

AWS No. (Class) ER80S-Ni1 E71T15-M21A6-
CS1-H4  Plasma    l/min 

F-No. 6 6  Shielding  (a) Ar 99,997% 9÷11 l/min 
A-No. 10 1  Shielding (b) Ar+CO2 92%+8% 14÷16 l/min 
Size of filler metal (mm) 2,4 mm 1,2 mm  Trailing    l/min 

F.M. Trade Name Carborod Ni1 Diamondspark      
54 MC  Backing NO N.A. N.A. l/min 

Manufacturer Lincoln Boehler  Other:  
Max Weld Metal Thk. 
Thickness Groove: 2 mm Mas 11 mm  ELECTRICAL CHARACTERISTICS (QW-409) 

Current:                                                 DC 
Fillet:  All All  Polarity:                                                 a) SP / b) RP  
Flux Trade Name / /  Mode of Metal Transfer for GMAW:     Pulsed 
Manufacturer / /  Tungsten Electrode Type & Size          SFA 5.12 EWLa-2 
Electr.-Flux (Class) / /  Electrode wire feed speed range           / 
Other a): QW404.23: Solid wire – QW 404.22: No – QW404.14: With Filler 
Metal 

TECHNIQUE (QW-410) 
String or Weave Bead                         STRING & WEAVE 

POSITIONS (QW-405) Orifice or Gas Cup Size                      11/16 mm 
Position(s) of groove or fillet               All Initial & Interpass Cleaning                 GRINDING 
Welding Progression:                         / Stick out:                                              12÷14mm 
Other: Method of Back Gouging                       /    
PREHEAT (QW-406) Oscillation: Amplitude                            / 
Preheat Temp.                                  15°C                       Frequency                       / 
Interpass Temp.         300°C Contact Tube to Work Distance GMAW 15÷20mm               
Preheat maintenance  Multipass or Single Pass (per side)      MULTI 
POSTWELD HEAT TREATMENT (QW-407) Single or Multiple Electrodes                Single 
Temp. Range 610±10°C Other 
Time Range 60 minutes Peening no permitted  
Heat rate:  Max 80°C/h – above 300°C  ▀ t Pass < 1/2”     � Sup. powder     �  Alloy elements 
Cool rate: Max 80°C/h– above 300°C and cooled in still air a):QW410.64 N.A. and QW410.11:No ;  b): QW410.64 No 

Weld 
pass(es) 
or layers 

Welding 
process(es) 

Filler metal Current 
Volt 

Range 
10% 

Travel 
Speed Range 

(mm/min) 
10% 

Other 
Max HEAT IMPUT 

(KJ/mm) 
AWS Class  

or Trade Name 
Size/Dia 

(mm) 

Type & 
polarity 

Amp. 
Range 
10% 

1 GTAW ER80S-Ni1 2,4 DC-SP 146 9,1 78 1,02 
2 GMAW Diamondspark 54 MC 1,2 DC-RP 220 22,5 340 0,87 
3 GMAW Diamondspark 54 MC 1,2 DC-RP 230 22,5 340 0,91 

4-n GMAW Diamondspark 54 MC 1,2 DC-RP 230 22,5 340 0,91 
1’ - If accessible, a back side weld with GMAW process is admitted / se accessibile la ripresa a rovescio con metodo 

GMAW è ammessa 
Impiegare saldatori con qualifica / Qualified welders or welding operator: ASME IX 

Preparato da / Prepared by 

 

Accettato per la qualifica 
Accepted as ready for qualification 

 

Approvato da Ispettore Autorizzato 
Approved by Authorized Inspector 

Exhibit   7-1 Rev. 0 1 2 3 4 5  
 



C.A.M.P.I. srl 
Ferrara (Italy) 

WELDING PROCEDURE 
SPECIFICATION (WPS) 

(QW 482) 

WPS-N.     24003-07_ Rev. 0 
Date:    08/05/2024 
Supp. PQR N.   P425-AS                        

 

 Welding Process(es) a)             GMAW                    b) __                _ c) ________ 
Type(s) a) _____Semiautomatic b)  __        c) _____ 
Joints (QW-402)  

Joint design _ FW: fillet weld  (see sketch)_ 
Backing ____GMAW_____ (Yes) ________ (No) __   ___ 
Backing material (Type) _____BASE METAL  _______________ 
 Metal Non fusing metal _________________ 
 Non metallic Other __________________________ 
Base metal (QW-403) 
P-No. _1_ Gr.No. _1/2_ to P-No. _1_ Gr. No. _1/2_ 
Spec. type & grade  _________SA-516 Gr.60/70N    
to spec. type & grade _______  SA-516 Gr.60/70N     
Chem. anal. & mech. prop. _____________________________ 
to Chem. Anal. & Mech. Prop. ___________________________ 
Thickness range  
Base metal (mm/inches):Groove 5÷21mm _          Fillet ___All___ 
Pipe dia.:   Groove :>150mm Fillet _All___ 
Other: 

Joint Design 
 Disegno giunto 

W59 
 

 
 

S:8÷10mm - S1:5÷20mm  
A: 0÷1mm 

 

Welding Sequences 
sequenze saldatura 

 
All fillet welds (if no different 

indication on the drawing) shall 
be continuous type with a (tc) 
0,7 of the thinner of the plate 

welded together 
TUTTE LE SALDATURE 

DOVRANNO ESSERE CONTINUE 
CON UN ALTEZZA DI GOLA a (tc) 

DI 0,7 DELLO SPESSORE PIU' 
PICCOLO DA SALDARE, SE NON 
DIVERSAMENTE INDICATO SUL 

DISEGNO 
FILLER METALS (QW-404) a) b) c) GAS (QW-408) Percent Composition 
Spec. No. (SFA) 5.36    Gas(es) Mixture Flow rate  

AWS No. (Class) E70T15-M21A8-
CS1-H4   Plasma    l/min 

F-No. 6   Shielding  (a) Ar+CO2 92%+8% 13÷15 l/min 
A-No. 1   Shielding (b)    l/min 
Size of filler metal 1,2 mm   Trailing    l/min 
F.M. Trade Name Diamondspark       

54 MC   Backing NO N.A. N.A. l/min 
Manufacturer Boehler   Other:  
Weld Metal Thickness 
Thickness Groove: /   ELECTRICAL CHARACTERISTICS (QW-409) 

Current:                                                 DC 
Fillet: All   Polarity:                                                 RP  

Flux Trade Name /   Mode of Metal Transfer for GMAW:     PULSED ARC 
Manufacturer /   Tungsten Electrode Type & Size            / 
Electr.-Flux (Class) /   Electrode wire feed speed range           / 

Other: a):QW 404.23 Metal cored , QW 404.24 : NO - QW 404.27 : NO TECHNIQUE (QW-410) 
String or Weave Bead                            STRING & WEAVE 

POSITIONS (QW-405) Orifice or Gas Cup Size                         16 mm 
Position(s) of groove or fillet               Flat (1G) Initial & Interpass Cleaning                   GRINDING 
Welding Progression:                         / Stick out:                                                12-14mm 
Other: Method of Back Gouging                       /    
PREHEAT (QW-406) Oscillation: Amplitude 
Preheat Temp.                                  >15°C                           Frequency 
Interpass Temp.         Max 300°C   Contact Tube to Work Distance              15÷20mm 
Preheat maintenance  Multipass or Single Pass (per side)        MULTI 
POSTWELD HEAT TREATMENT (QW-407) Single or Multiple Electrodes                   N.A. 
Temp. Range 610±10°C Other 
Time Range 60 minutes Peening no permitted  
Heat rate:  Max 80°C/h – above 300°C  ▀ t Pass < 1/2”     � Sup. powder     �  Alloy elements 
Cool rate: Max 80°C/h– above 300°C and cooled in still air Other: QW 410.64 : N.A. 

Weld 
pass(es) 
or layers 

Welding 
process(es) 

Filler metal Current 
Volt 

Range 
10% 

Travel  

AWS Class  
or Trade Name 

Size/Dia 
(mm) 

Type & 
polarity 

Amp. 
Range 
10% 

Speed Range 
(mm/min) 
10% 

Other 
HEAT IMPUT KJ/mm 

1-1’ GMAW Diamondspark 54 MC 1,2 DC-RP 140 19,5 195 0,84 
2-2’ GMAW Diamondspark 54 MC 1,2 DC-RP 200 21,5 205 1,258 

3/3’-n/n’ GMAW Diamondspark 54 MC 1,2 DC-RP 230 22,5 340 0,91 
Impiegare saldatori con qualifica / Qualified welders or welding operator: ASME IX 

Preparato da / Prepared by 

 

Accettato per la qualifica 
Accepted as ready for qualification 

 

Approvato da Ispettore Autorizzato 
Approved by Authorized Inspector 

Exhibit   7-1 Rev. 0 1 2 3 4 5  
 



C.A.M.P.I. srl 
Ferrara (Italy) 

WELDING PROCEDURE 
SPECIFICATION (WPS) 

(QW 482) 

WPS-N.     24003-08_ Rev. 0 
Date:    08/05/2024 
Supp. PQR N.   P425-AS                        

 

 Welding Process(es) a)             GMAW                    b) __                _ c) ________ 
Type(s) a) _____Semiautomatic b)  __        c) _____ 
Joints (QW-402)  

Joint design _ FW: fillet weld  (see sketch)_ 
Backing ____GMAW_____ (Yes) ________ (No) __   ___ 
Backing material (Type) _____BASE METAL  _______________ 
 Metal Non fusing metal _________________ 
 Non metallic Other __________________________ 
Base metal (QW-403) 
P-No. _1_ Gr.No. _1/2_ to P-No. _1_ Gr. No. _1/2_ 
Spec. type & grade  _________SA-516 Gr.60/70N    
to spec. type & grade _______  SA-516 Gr.60/70N     
Chem. anal. & mech. prop. _____________________________ 
to Chem. Anal. & Mech. Prop. ___________________________ 
Thickness range  
Base metal (mm/inches):Groove 5÷21mm _          Fillet ___All___ 
Pipe dia.:   Groove :>150mm Fillet _All___ 
Other: 

Joint Design 
 Disegno giunto 

 W61 
 

 
 

S:5÷10mm - S1:5÷10mm  
 

Welding Sequences 
sequenze saldatura 

 
All fillet welds (if no different 

indication on the drawing) shall 
be continuous type with a (tc) 
0,7 of the thinner of the plate 

welded together 
TUTTE LE SALDATURE 

DOVRANNO ESSERE CONTINUE 
CON UN ALTEZZA DI GOLA a (tc) 

DI 0,7 DELLO SPESSORE PIU' 
PICCOLO DA SALDARE, SE NON 
DIVERSAMENTE INDICATO SUL 

DISEGNO 
FILLER METALS (QW-404) a) b) c) GAS (QW-408) Percent Composition 
Spec. No. (SFA) 5.36    Gas(es) Mixture Flow rate  

AWS No. (Class) E70T15-M21A8-
CS1-H4   Plasma    l/min 

F-No. 6   Shielding  (a) Ar+CO2 92%+8% 13÷15 l/min 
A-No. 1   Shielding (b)    l/min 
Size of filler metal 1,2 mm   Trailing    l/min 
F.M. Trade Name Diamondspark       

54 MC   Backing NO N.A. N.A. l/min 
Manufacturer Boehler   Other:  
Weld Metal Thickness 
Thickness Groove: /   ELECTRICAL CHARACTERISTICS (QW-409) 

Current:                                                 DC 
Fillet: All   Polarity:                                                 RP  

Flux Trade Name /   Mode of Metal Transfer for GMAW:     PULSED ARC 
Manufacturer /   Tungsten Electrode Type & Size            / 
Electr.-Flux (Class) /   Electrode wire feed speed range           / 

Other: a):QW 404.23 Metal cored , QW 404.24 : NO - QW 404.27 : NO TECHNIQUE (QW-410) 
String or Weave Bead                            STRING & WEAVE 

POSITIONS (QW-405) Orifice or Gas Cup Size                         16 mm 
Position(s) of groove or fillet               Flat (1G) Initial & Interpass Cleaning                   GRINDING 
Welding Progression:                         / Stick out:                                                12-14mm 
Other: Method of Back Gouging                       /    
PREHEAT (QW-406) Oscillation: Amplitude 
Preheat Temp.                                  >15°C                           Frequency 
Interpass Temp.         Max 300°C   Contact Tube to Work Distance              15÷20mm 
Preheat maintenance  Multipass or Single Pass (per side)        MULTI 
POSTWELD HEAT TREATMENT (QW-407) Single or Multiple Electrodes                   N.A. 
Temp. Range 610±10°C Other 
Time Range 60 minutes Peening no permitted  
Heat rate:  Max 80°C/h – above 300°C  ▀ t Pass < 1/2”     � Sup. powder     �  Alloy elements 
Cool rate: Max 80°C/h– above 300°C and cooled in still air Other: QW 410.64 : N.A. 

Weld 
pass(es) 
or layers 

Welding 
process(es) 

Filler metal Current 
Volt 

Range 
10% 

Travel  

AWS Class  
or Trade Name 

Size/Dia 
(mm) 

Type & 
polarity 

Amp. 
Range 
10% 

Speed Range 
(mm/min) 
10% 

Other 
HEAT IMPUT KJ/mm 

1 GMAW Diamondspark 54 MC 1,2 DC-RP 140 19,5 195 0,84 
2 GMAW Diamondspark 54 MC 1,2 DC-RP 200 21,5 205 1,258 

3-n’ GMAW Diamondspark 54 MC 1,2 DC-RP 230 22,5 340 0,91 
Impiegare saldatori con qualifica / Qualified welders or welding operator: ASME IX 

Preparato da / Prepared by 

 

Accettato per la qualifica 
Accepted as ready for qualification 

 

Approvato da Ispettore Autorizzato 
Approved by Authorized Inspector 

Exhibit   7-1 Rev. 0 1 2 3 4 5  
 



 
 
 

C.A.M.P.I. Srl 
Ferrara - Italy 

Welding Document                                                          
for 

HYDROGEN VENT TO K.O. DRUM 
SERIAL No: 24-003 
ITEM No: V-43001 

Doc. No: 24003-WD-01 
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On 
16-Jannuary-2025 

 
 
 
 
 
 
 
 
 

SECTION 4 
 
 
 
 
 

PQR: Procedure Qualification Record  
 Qualifiche Procedimenti di saldatura 

 
-PQR P415-AS + Approval QP-AT-ITA-24-00164-rev.0 
-PQR P423-AS + Approval QP-AT-ITA-24-00165-rev.0 
-PQR P425-AS + Approval QP-AT-ITA-24-00166-rev.0 
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PERMANENT JOINING PROCEDURE 
APPROVAL CERTIFICATE 

 

CERTIFICATO  DI APPROVAZIONE DELLE GIUNZIONI PERMANENTI  
 

N° QP-AP-ITA-24-00164-rev.0 
 

MANUFACTURER 
FABBRICANTE 

C.A.M.P.I. rsl – Ferrara Italy 

PJPQR IN APPROVAL N°  
NO DELLA QUALIFICA IN APPROVAZIONE   

PQR No. P415-AS Rev. 0 

REFERENCE STANDARD OF PQR IN APPROVAL 
NORMA DI RIFERIMENTO QUALIFICA IN APPROVAZIONE 

ASME Sect. IX 

THIRD PART RECOGNIZED  OR BODY  
TERZA PARTE RICONOSCIUTA O ORGANISMO 

Bureau Veritas Italia 

TEST IN PQR EQUIVALENT TO TEST AS PER HARMONIZED 

STANDARD 
TEST EFFETTUATI IN PQR SONO EQUIVALENTI COME PER 

NORMA ARMONIZZATA 

Yes / Si    
No / No               

 
  

  
(Supplementary test required)               

SUPPLEMENTED BY 
RIFERIMENTO DI EVENTUALI PROVE COMPLEMETARI 

N.A. 

COMPLEMENTARY TEST(S) PERFORMED IN PRESENCE OF 
PROVE COMPLEMENTARI REALIZZATE IN PRESENZA DI 

N.A. 

 

BUREAU VERITAS ITALIA S.P.A. NOTIFIED BODY NR 1370 
BUREAU VERITAS ITALIA  S.P.A. ORGANISMO NOTIFICATO N°1370 

OFFICE LOCATION /AGENZIA DI : MILAN - ITALY   
  

 

 

CERTIFIES THAT THE PERMANENT JOINING PROCEDURE QUALIFICATION RECORD, POSSIBLY 

COMPLETED BY SUPPLEMENTARY TESTS, COMPLIES WITH THE ESSENTIAL SAFETY 

REQUIREMENTS STATED BY 2014/68/UE DIRECTIVE - APPENDIX 1- § 3.1.2. 
CERTIFICA CHE LA QUALIFICA DI ASSEMBLAGGIO PERMANENTE,  COMPLETATO DA EVENTUALI PROVE COMPLEMENTARI, SODDISFA LE 

ESIGENZE ESSENZIALI DI SICUREZZA DELLA DIRETTIVA 2014/68/UE DIRECTIVE - ALLEGATO1 - § 3.1.2. 
 

Observations :    All tests are equivalent to the requirements of harmonized standard EN ISO 15614-1 

OSSERVAZIONI  : 

NAME / Nome DATE/ Data VISA / Firma STAMP / Timbro 
 

Gabriele Fracassi 
 

 

16/09/2024 

  

OTHER IDENTIFICATION (AS NECESSARY)  
ALTRE IDENTIFICAZIONI (SE NECESSARIE) 

: IT FILE 23.SF.7028064.138 Chrono No. P16344/24/GF/gf  PAGE 1/1 

 

Attachment : Approved document  & Supplementary test certificate (if required) 
ALLEGATO : DOCUMENTO APPROVATO & CERTIFICATO PROVE SUPPLEMENTARI (SE RICHIESTO) 
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PERMANENT JOINING PROCEDURE 
APPROVAL CERTIFICATE 

 

CERTIFICATO  DI APPROVAZIONE DELLE GIUNZIONI PERMANENTI  
 

N° QP-AP-ITA-24-00165-rev.0 
 

MANUFACTURER 
FABBRICANTE 

C.A.M.P.I. rsl – Ferrara Italy 

PJPQR IN APPROVAL N°  
NO DELLA QUALIFICA IN APPROVAZIONE   

PQR No. P423-AS Rev. 0 

REFERENCE STANDARD OF PQR IN APPROVAL 
NORMA DI RIFERIMENTO QUALIFICA IN APPROVAZIONE 

ASME Sect. IX 

THIRD PART RECOGNIZED  OR BODY  
TERZA PARTE RICONOSCIUTA O ORGANISMO 

Bureau Veritas Italia 

TEST IN PQR EQUIVALENT TO TEST AS PER HARMONIZED 

STANDARD 
TEST EFFETTUATI IN PQR SONO EQUIVALENTI COME PER 

NORMA ARMONIZZATA 

Yes / Si    
No / No               

 
  

  
(Supplementary test required)               

SUPPLEMENTED BY 
RIFERIMENTO DI EVENTUALI PROVE COMPLEMETARI 

N.A. 

COMPLEMENTARY TEST(S) PERFORMED IN PRESENCE OF 
PROVE COMPLEMENTARI REALIZZATE IN PRESENZA DI 

N.A. 

 

BUREAU VERITAS ITALIA S.P.A. NOTIFIED BODY NR 1370 
BUREAU VERITAS ITALIA  S.P.A. ORGANISMO NOTIFICATO N°1370 

OFFICE LOCATION /AGENZIA DI : MILAN - ITALY   
  

 

 

CERTIFIES THAT THE PERMANENT JOINING PROCEDURE QUALIFICATION RECORD, POSSIBLY 

COMPLETED BY SUPPLEMENTARY TESTS, COMPLIES WITH THE ESSENTIAL SAFETY 

REQUIREMENTS STATED BY 2014/68/UE DIRECTIVE - APPENDIX 1- § 3.1.2. 
CERTIFICA CHE LA QUALIFICA DI ASSEMBLAGGIO PERMANENTE,  COMPLETATO DA EVENTUALI PROVE COMPLEMENTARI, SODDISFA LE 

ESIGENZE ESSENZIALI DI SICUREZZA DELLA DIRETTIVA 2014/68/UE DIRECTIVE - ALLEGATO1 - § 3.1.2. 
 

Observations :    All tests are equivalent to the requirements of harmonized standard EN ISO 15614-1 

OSSERVAZIONI  : 

NAME / Nome DATE/ Data VISA / Firma STAMP / Timbro 
 

Gabriele Fracassi 
 

 

16/09/2024 

  

OTHER IDENTIFICATION (AS NECESSARY)  
ALTRE IDENTIFICAZIONI (SE NECESSARIE) 

: IT FILE 23.SF.7028064.138 Chrono No. P16345/24/GF/gf  PAGE 1/1 

 

Attachment : Approved document  & Supplementary test certificate (if required) 
ALLEGATO : DOCUMENTO APPROVATO & CERTIFICATO PROVE SUPPLEMENTARI (SE RICHIESTO) 
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PERMANENT JOINING PROCEDURE 
APPROVAL CERTIFICATE 

 

CERTIFICATO  DI APPROVAZIONE DELLE GIUNZIONI PERMANENTI  
 

N° QP-AP-ITA-24-00166-rev.0 
 

MANUFACTURER 
FABBRICANTE 

C.A.M.P.I. rsl – Ferrara Italy 

PJPQR IN APPROVAL N°  
NO DELLA QUALIFICA IN APPROVAZIONE   

PQR No. P425-AS Rev. 0 

REFERENCE STANDARD OF PQR IN APPROVAL 
NORMA DI RIFERIMENTO QUALIFICA IN APPROVAZIONE 

ASME Sect. IX 

THIRD PART RECOGNIZED  OR BODY  
TERZA PARTE RICONOSCIUTA O ORGANISMO 

Bureau Veritas Italia 

TEST IN PQR EQUIVALENT TO TEST AS PER HARMONIZED 

STANDARD 
TEST EFFETTUATI IN PQR SONO EQUIVALENTI COME PER 

NORMA ARMONIZZATA 

Yes / Si    
No / No               

 
  

  
(Supplementary test required)               

SUPPLEMENTED BY 
RIFERIMENTO DI EVENTUALI PROVE COMPLEMETARI 

N.A. 

COMPLEMENTARY TEST(S) PERFORMED IN PRESENCE OF 
PROVE COMPLEMENTARI REALIZZATE IN PRESENZA DI 

N.A. 

 

BUREAU VERITAS ITALIA S.P.A. NOTIFIED BODY NR 1370 
BUREAU VERITAS ITALIA  S.P.A. ORGANISMO NOTIFICATO N°1370 

OFFICE LOCATION /AGENZIA DI : MILAN - ITALY   
  

 

 

CERTIFIES THAT THE PERMANENT JOINING PROCEDURE QUALIFICATION RECORD, POSSIBLY 

COMPLETED BY SUPPLEMENTARY TESTS, COMPLIES WITH THE ESSENTIAL SAFETY 

REQUIREMENTS STATED BY 2014/68/UE DIRECTIVE - APPENDIX 1- § 3.1.2. 
CERTIFICA CHE LA QUALIFICA DI ASSEMBLAGGIO PERMANENTE,  COMPLETATO DA EVENTUALI PROVE COMPLEMENTARI, SODDISFA LE 

ESIGENZE ESSENZIALI DI SICUREZZA DELLA DIRETTIVA 2014/68/UE DIRECTIVE - ALLEGATO1 - § 3.1.2. 
 

Observations :    All tests are equivalent to the requirements of harmonized standard EN ISO 15614-1 

OSSERVAZIONI  : 

NAME / Nome DATE/ Data VISA / Firma STAMP / Timbro 
 

Gabriele Fracassi 
 

 

16/09/2024 

  

OTHER IDENTIFICATION (AS NECESSARY)  
ALTRE IDENTIFICAZIONI (SE NECESSARIE) 

: IT FILE 23.SF.7028064.138 Chrono No. P16346/24/GF/gf  PAGE 1/1 

 

Attachment : Approved document  & Supplementary test certificate (if required) 
ALLEGATO : DOCUMENTO APPROVATO & CERTIFICATO PROVE SUPPLEMENTARI (SE RICHIESTO) 

 





























































 
 
 

C.A.M.P.I. Srl 
Ferrara - Italy 

Welding Document                                                          
for 

HYDROGEN VENT TO K.O. DRUM 
SERIAL No: 24-003 
ITEM No: V-43001 

Doc. No: 24003-WD-01 

Rev. 3 
On 
16-Jannuary-2025 

 
 
 
 
 
 
 
 
 

SECTION 5 
 
 
 
 
 

Welders and welder operator qualification 
 Qualifiche saldatori e operatori 

 
 
 
 
 
 
 
 
 
 
 
 
 



 

C.A.M.P.I. srl 
Ferrara (Italy) 

LIST OF QUALIFIED WELDERS AND WELDING OPERATORS, according to ASME IX           
Doc. WL24003-01 rev.2 

Elenco saldatori ed operatori di saldatura qualificati, in accordo alle ASME IX 
 

Nome Saldatore 
Welder’s name 

N. stampo 
Stamp no. 

Processo 
Process 

Mater. 
Material 

Position 
Posizione 

Certificate n° 
Code 

Codice 
  

 

 
 

BREVIGLIERI MICHELE 5 GTAW+SMAW C.S 6G 05-02 ASME IX    
BREVIGLIERI MICHELE 5 GTAW+SMAW C.S 6G 05-03 ASME IX    
BREVIGLIERI MICHELE 5 GTAW+SMAW C.S 6G 05-04 ASME IX    
BREVIGLIERI MICHELE 5 SAW C.S 1G 05-05 ASME IX    
BREVIGLIERI MICHELE 5 GMAW C.S 2G 05-11 ASME IX    
BREVIGLIERI MICHELE 5 GMAW C.S 3G 05-12 ASME IX    
BREVIGLIERI MICHELE 5 GTAW+GMAW C.S 1G 14-074 ASME IX    

 
BREVIGLIERI MICHELE 5 121 CS PA QOS-ITA-23-00023 14732    
BREVIGLIERI MICHELE 5 141+138/135 CS PA QS-ITA-23-00435 9606-1    
BREVIGLIERI MICHELE 5 141+111 CS H-L045 QS-ITA-24-03241 9606-1    
BREVIGLIERI MICHELE 5 138/135 CS PA/PB QS-ITA-24-03244 9606-1    

 
 

Project: BASE LOAD POWER HUB - Netherland - Client: Rostti Marino S.p.A.- P.O.: 1724000163 –ITEM: V-43001 S.N.: 24-003 
                                                                                                      
 

Exhibit 7-4 Rev.  0 1 2 3 4 5 
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SECTION 6 
 
 
 
 
 

Repair Procedure 
 Procedura di Riparazione 
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❹1.0 SCOPE
Scope of the present operative instruction is to describe repairing methods for

welds and base material, indicating the operations to be performed and those to be

avoided; to document the activity carried out after repairs on welded joints.

❹REFERENCES TO CODE

- UNI EN ISO 3834-1 Ed. Nov. 2006 : Quality criteria for fusion welding of metallic

materials – Criteria for the choice of appropriate level of quality requirements

- UNI EN ISO 3834-2 Ed. Nov. 2006 : Quality criteria for fusion welding of metallic

materials – Extended quality requirements

- UNI EN ISO 3834-5 Ed. Nov. 2006 : Quality criteria for fusion welding of metallic

materials – Documents to be complied in order to declare the conformity to

quality requirements as per parts 2,3,4 of ISO 3834

❹2.0 RESPONSIBILITY
The person responsible for the repairs is Welding Coordinator (CS) with the support

of Welder / Operator involved.

The responsibility for the execution of repairs, by grinding, is of the Shop Foreman.

Quality Control/ Welding Coordinator is responsible for the respect of the

procedure, for the evaluation of the repair result and for the documentation of the

activity carried out after repair of welded joints.

3.0 REPAIR OF BASE MATERIAL

3.1 SUPERFICIAL REPAIRS

Repairs of the plate surface shall be carried out only through removal of the defect

by grinding wheel; the grinded surface shall be uniform and well-connected to the

near one. After repair the surface shall be visually examined and the thickness shall

be checked as it cannot be lower than the required minimum.

At point 5.0 major and minor defects are defined.

Major defects shall be treated as per point 4.0.
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3.2 REPAIR OF EDGES

Repairs of edges to correct profile deflections or engravings due to performed

works are allowed both by grinding as well as by welding.

Repairs by welding are allowed provided that they are small and carried out by

qualified welders using approved procedures and weld materials.

The repaired area shall be visually checked and examined with penetrant liquids.

4.0 REPAIR OF WELDS

The procedure for repairs of welds that is here described is applicable to every type of

welding (SMAW – SAW – GTAW – GMAW❹ or their combination) every time that the

visual examination or the CND examination detects unacceptable defects. The defects

shall be removed by grinding, the area shall be cleaned of all residues, smoothed and

well-connected to the near one, in order to make the following welding operation

easier.

The removal by carbon electrode (arc air) is not allowed.

The removal of the defect shall be checked by magnetoscopic examination or

penetrant liquid examination.

SMAW, GTAW or GMAW technique (the most suitable one among these) shall be

used to carry out the repair.

The preheating temperature, the performing technique and the weld materials shall be

according to the WPS for joints to be repaired.

All welding repairs shall be carried out according to qualified welding procedures and

only by qualified welders.

❹ The traceability of repairs has to be guaranteed all the time. To this purpose, a map

or construction drawing shall be prepared, showing the points of repairs. The

responsible for the check will write a new report after repair, attesting the positive

result and mentioning the WPS used for the repair.

❹The Welding Coordinator / Quality Control Manager will keep the documentation by

including it in the final book of the equipment.

Major and minor defects of welds and base material are defined at point 5.0.
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All major defects shall be treated according to written procedures approved by the

person in charge of quality control and they shall include detailed sketches or well-

defined proportions of the discontinuities.

This documentation shall be included in the final dossier of the equipment.

After fulfilment of repair welding, the surface and its edges shall be grounded to make

them uniform and well-connected to the near one. The completed repair will be

checked with the same technique used for the original welding.

Welding repairs shall be carried out before heat treatment (if any).

In case of dispute between Italian and English text, the Italian one prevails.

5.0 DEFINITION OF MAJOR AND MINOR DEFECTS

MAJOR DEFECTS
BASE METAL WELD METAL

Crack Crack, except crater cracks

Repair cavity greater than 6450 Repair cavity greater than 6450

square mm (10 square inches) square mm (10 square inches)

Repair cavity deeper than 50% of Repair cavity deeper than 50%

thickness or 13 mm (1/2 inch), of thickness or 13 mm (1/2 inch),

whichever is less whichever is less

Weld deposit to correct manufacturing Lack of fusion and/or penetration

mistakes
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MAJOR DEFECTS
BASE METAL

Deep or base metal thickness edge

defects greater than 25 mm (1 inch)

whichever is less

Edge defects greater than 20% of

edge length

* All weld deposits or buttering shall be 100% RT or UT examined.

MINOR DEFECTS

Repair cavities or edge defects smaller Porosity or slag inclusions

than the above, excluding cracks Undercut

Crater cracks
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