VYSKUMNY USTAV ZVARACGSKY
WELDING RESEARCH INSTITUTE

Zadavatel: VISIO systems s.r.o.
Customer: Siroké 1v
082 37 Siroké

PROTOKOL O SCHVALENi POSTUPU ZVARANIA

PODLA POZIADAVIEK STN EN ISO 15614-1; UROVEN: 2

REPORT ON WELDING PROCEDURE QUALIFICATION
IN ACCORDANCE WITH EN ISO 15614-1; LEVEL: 2

Skuska ¢.: WPQR-VUZ-211/19/2823
Test No.: WPQR-VUZ-211/19/2823

Protokol o kontrole pozostava z 10 stran + 20 priloh podl'a zoznamu na strane 9 a 10
Report on inspection consist of 10 pages + 20 supplements according list at page 9 and 10

Charakteristika zvarového spoja:
Weld joint specification:

Druh spoja: BW-P, tupy zvar plechov - jednostranny
Joint type: BW-P, Butt weld of plate — single sided
Zakladny material: S$355J0+N; h=15,0 mm
Base metal: S355J0+N; h =150 mm
Spoésob zvarania: 135 — MAG
Welding process: 135 - GMAW
Zvéraci material: Tysweld T20/SG2
(EN 14341-A: G 42 4 M21 3Si1)
Welding consumable: Tysweld T20/SG2 (EN 14341-A: G 42 4 M21 35i1)

Datum zvarania: 19.02.2019
Date of welding: 19.02.2019

Vysledky skusok: ;
Vysledky skusok skasobnej vzorky vyhovuji $tandardnym poziadavkam normy
STN EN ISO 15614-1 (uroven 2). Skiskami nebola hodnotena vhodnost' zvaranych

materialov ani zvarového spoja pre pracu v konkrétnom prostredi.

Test results: The results of tests of the test specimen have met the requirements of EN ISO 15614-1 standard
(Level: 2). The tests didn’t assess the suitability of welding materials and welded Jjoints for the work in actual
environment.

Zaver:
Poziadavky normy STN EN ISO 15614-1 v zakladnom rozsahu boli splnené.

Conclusion: The basic requirements of EN ISO 15614-1 standard have been met.

———

V Bratislave, 11.03.2019 == Vyskumng dstav zviraisky schvdlil: Ing. Pavol RADIC
Bratislava, 11.03.2019 @ (V0z) approved by:
Ratianska 71
1Ei):’pl 02 Blntlslnvn

T80-VUZ-2011



VYSKUMNY USTAV ZVARACSKY
WELDING RESEARCH INSTITUTE

SCHVALENIE POSTUPU ZVARANIA (WPQR) OSVEDCENIM O SKUSKE
WELDING PROCEDURE QUALIFICATION RECORD (WPQR) BY A TEST CERTIFICATE

WPQR é.: WPQR-VUZ-211/19/2823

WPQR No.: WPQR-VUZ-211/19/2823
PredbeZzny postup zvéarania vyrobcu (pwps) Cislo :
Preliminary welding procediure specification (pWPS) Number: pWPS__VIS_'l —201 9

VISIO systems s.r.o.

Néazov
Vyrobca Name
Manufacturer Adresa

Address

082 37 Siroké 1

Druh vyrobku / Norma vyrobku
Product from / Standard

EN 1090-1; EN 1090-2;
EN 1993-1; EN 15085

Spec. poziadavky
Special requiremants

NV 1/2016; PED,
2014/68/EU

Rozsah schvalenia Extend of approval

Weilding technigue EN ISO 4083;

Sposob zvarania STN EN iS50 4063:;

135 — GMAW (root)

135 — MAG (koren)

135 — MAG (vypin
135—GMAW((ﬁ\L¥1§) )

Joint type according fo :

Druh spoja podi'a STN EN 150 15614-1

Polohy zvarania podl'a STN ISO 6947
Welding positions aceording to:

Tupy spoj plechov a rar B p T PA pe PE H-1.045 j
Kitovy zvar plechov a rir ’
yzvarp FW-pT PA PB PC PF PH
Spoj odbociek rur s uhlom 2 60°
Brgmjzh connection of tubes with an angle 2 60° PA PB PC PF PH
T - spoj plechov a rur
POl p r_joint—p,7 | PA PB PC PF PH

Rozsah schvalenia viacvrstvového katového zvaru ,,a“
Range of approval for multi-layer fillet welds ,,a"

Bez obmedzenia

No restriction

er data:
{2}

2 Also steels meeling requirements of EN IS0 15614-1 article 8.3.1
'Iba v pripade zvarania oto&nych riir v polohe PA alebo PC, v stlade s STN EN iSO 15614-1 ¢1. 8.3.2
Only in the case of welding rotary tube In welding position PA or PC, in accordance with EN ISO 15614-1 article 8.3.2
Podla STN EN ISO 156141 &I, 8.4.3 schvalenie
According to EN I1SO 15614-1 arlicle 8.4.3 welding procedure approval record is valid a

postupu zvérania pl

ati aj

od 500 vyssie
Hrabka [mm] | ZM1 od7,5 do 30,0 Vonkaji priemer [mm] | ZM1 from 500 "up @)
od do | BMT from 7,5 to 30,0 od do BM1 od 150 vy$sig
from 150 up i
od 500 vyssie

Thickness |ZM2 od7 ,5 do 30,0 Ouler diamelar [mm] ZM2 from 500 up )
from to fmm]iBM2 from 7,5 to 30,0 from o BM2 od 150 vyéégg

from 150 up !

. , | Oznadenie podfa [Skupina/ podsKupina Vyrobcu Normy EN 10025-6: ] Poznamky: .
Zakladny Designation acc.lo Group / stb-group Manufacturer EN 10025-6 standard: g:;‘g;:é‘g\"ﬁgrz ‘g_m“él“”'
material |ZM1 (1) ISO 15614-1, &ast’ 8.3.1,

BM1 1 l’ 1 2 8355J0+N - Nofes.'

Also steels of group 1 meet-
Base ZM2 {1 ; i
metal BM2 1712 M $355J0+N - g eduromants of EN 150

. i Oznacenie podia Priemer [mm} Normy AWS A5.18-93: Normy EN 14341-A; Vyrobcu
Pridav ny Designation acc.lo diameter [mm] AWS A5.18-93 standard: EN 14341-A slandard: Manufacturer
material  |pmy . Tysweld
Filer metal | Pt 1,2 ER70S6 | G424M2138i1 | 380
Oznacenie podla ZioZenje Poznamky
Designation ace.to EN 1SO 14175 Composilion Notes
Cchranny plyn / tavivo 0 o
Zvaraci prad druh / polarita — Tepelny prikon min. - max. .
Welding current lype/polarity [+ Heat inpul min, - max. [kJimm} MAG: 0,62 — 1,43
Predhrev [°C]} ; Medzihiisenicova teplota [° C ]
Preheat min, 10 Interpass lemperature max. 200
. . Taplota Zotrvanie Rychlost' ohrevu Rychlost’ chiadnutia

TePeme Spracovanie zvaru Temperature Dweli Heating rate . Cooling rate
Weld heat freatment {0 C] [m|n} { DC”'I] [ oC”l]
Zihanie ) . ] )
Annealing _
Iné ﬁda;e: :;]’Tiei ocele vyhovujuce poziadavkam STN EN ISO 15614-1 &l 8.3.1

Pre kitové spoje
s0 for the fillef welds

T80-VUZ-2011




VYSKUMNY USTAV ZVARAGSKY
WELDING RESEARCH INSTITUTE

SCHVALENIE POSTUPU ZVARANIA (WPQR)

OSVEDCENIM O SKUSKE

WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
BY A TEST CERTIFICATE

WPQR é.: WPQR-VUZ-211/19/2823
WPQR No.: WPQR-VUZ-211/19/2823

Potvrdzujeme, Ze skiiSobné vzorky boli pripravené, zvarené a dostatoéne odskig$ané
v sulade s poziadavkami normy STN EN ISO 15614-1 a vyhoveli kritériam.

We confirm that the test specimens were prepared, welded and subsequently tested in
agreement with the requirements of EN ISO 15614-1 standard, and here met the criteria.

V Bratislave diia: 11.03.2019

In Bratislava on: 11.03.2019 , -
VYSKUMNY USTAV ZVARAGSKY
CERTIWELD - Certifikatny organ
sysiémov manaZérsiva
— (Ratlanska 71, 831 02 Bratislava
A=
o
' 7 )
S
Slaisobiny argen frshio; podping: Ing. Pavol
Examiner (name, signature): Ing. Helena RADIéOVA, PhD.
Preskimal: Ing. Anton SOSKA
Inspect by:

3 T80-VUZ-201 |



VYSKUMNY USTAV ZVARAGSKY
WELDING RESEARCH INSTITUTE

PROTOKOL O SKUSKE ZVAROVEHO SPOJA
RECORD OF WELD TEST

WPQR é&islo:
WPQR Number;

WPQR-VUZ-211/19/2823

Predbezny postup zvarania

vyrobcu (pWPS) Cislo:
Preliminary welding procedure specification
{pWPS) Number:

pWPS_VIS_1_2
019

Norma vyrobku

EN 1090-1; EN 1090-2;

Spec. poziadavky

NV 1/2016; PED,

Standard EN 1993-1; EN 15085 Special requiraments 2014/68/EU

Spésob zvarania podfa STN EN ISO 4063:

Welding process according to EN 1SO 4063: 135 — MAG 135 - GMAW

Zakladny materiat ZM1/ZM2 Druh zvarového spoja BW - P, tupy spoi p|echov
Base Melal BM1/BM2 Weld joint type BW-P, Butt weld of plate - single sided
Oznacdenie ZM Hriibka materiatu h1/h2

Marking BM S355J0+N + S355J0+N Malerial thickness  [mm} 15=0 + 1510

Skupina / Druh Priemer rir D1/D2

Group fType 1.2 + 1.2 Tube diameler [mim} -1 -

Poloha zvérania PA Meno zvérada Jaroslav BALUCHA

Welding position

Welder's/operalor’s name

Vyrobca / miesto
Mamufacturer / focation

VISIO systems s.r.o.
082 37 Siroké 1

Tvar vzorky Specimen shpe

Postupnost’ zvarania Welding sequence

135

Priprava zvarovych ploch; trieskové obrabanie, brisenie

Prierez zvaru [mm?) :

Weld edge preparalion; Machining, grinding Weld cross seclion:
ty [mm] t2 [mm] b [mm] c [mm] o [°]
15,0 15,0 ~1,5 0,5-1,0 = 60
Parametre zvarania
Welding paramelfers
Husenice Spdsob Prifdavny Zvéracl Napétie Prid / Rychlost Tepelny Tepelny prikon nasobe-
Zvarania malerial prid polarita zZvarania prikon ny fakiorom tepetnej
Geinnosti k (EN 1011)
Beads Welding | Filler Metal | Welding Vellage Current Welding Heal input Heat input mulliplied by
process ¢ [mm]) otrrent polarity speed Thermal efficiency
[Al Vi Immis] [kd¥mm]} factor k (EN 1011)
1/korert | 135 1,2 190 22,0 =/+ = 5,00 0,84 0,67
2-8 135 1,2 250 25,0 =/+ | 5,60-7,600,83-1,14| 0,67 -0,91
Oznatenie podia Normy AWS A5.18-93: Normy EN 14341-A: Vyrobcu
Designation by AWS Ab5.18-93 standard: EN 14341-A slandard: Manufacturer
Pridavny .
Matorisl ER70S-6 G 42 4 M21 3Si1 Tysweld T20/SG2
Filler Metal - - -

T80-vUZ-2011




PROTOKOL O SKUSKE ZVAROVEHO SPOJA

VYSKUMNY USTAV ZVARACSKY
WELDING RESEARCH INSTITUTE

RECORD OF WELD TEST

B WPQR-VUZ Predbezny postup zvarania vyrob-

VARSI S el |cu (pWPS) Cislo: | L\WpS VIS 12019

WPQR Number: 211/19/2823 | Preliminary welding procedure specification — Sl
(PWPS) Number:

Vylet zvaracieho drétu ; ;
Max. vykyv horaka [mm]

sti [rom) 10 - 17 Max. torch weave 3

ick-out
Sklon horaka (2] 70 - 90 Podrobnosti o pulznom zvarani
Torch inclination " Pulse welding details "

OCHRANA ZVAROVEHO SPOJA

Drazkovanie
(spdsob, parametre)

Koreinova ochrana
Root Protection

Povrchova uprava zvarovych hran:
Sunface treatment of welded edges:

Weld zone protection Gouging
(process, parameters)
Oznacenie ZloZenie F;—‘rl[s::.)rglé ?t('fyeigg'}e
Specification Composition [ Vmin] / [°C/h]
Priama ochrana plyn A 0
r82,0
/ tavivo STN EN ISO 0%
_ , + 12 <17 —
Direct Protection Gas 14175: M21 3 brusenim
CO;, 18,0%
Flux } o
grinding

Volframova elektroda Typ Priemer [mm)
Tungsten Electrode Type . Diameter -
Teplotny rezim
Thermal parameters
Teplota Medzihus. Dohrev Tepelné spracovanie po zvarani
predhrevu teplota Post healing Post weld heat treatment
Teplota Zotrvanie | Prostredie Teplota Zotrvanie | Rychlost | Rychlost
Ohrevu chladnutia
Preheat Interpass Temperature | Dwell time | Environ- Tempera- Dwell Heating Cooling
temperature ment ture time rale rate
°C) [°C] °C] [min] [%¢] [min] [°C/h] [° Cin]
min. 10 | max. 200 - - - - - - -
Iné informacie: Vzorka zvarena diia:  19.02.2019
Other information: Specimen welded on : 19.02.2019
Vyrobca (meno, datum a podpis): Diia:

Manufacturer (name, date and signature):

Skusobny organ (meno a podp‘i;s)';” 2

Examiner (name and signafure):

S\

Ing. Pavol Radic

VISIO systems s.r.o.

On the day of:

ViramNy USTAY ZVARAGSKY

Ing. Helena Radic¢ova, PhD.

7\ CERNWELD - Certifikatny orgén
eysidmov manaZérstva
Radianska 71, 831 02 Bratislava
-

Dna:

11.03.2019

On the day of: 11.03.2019

T80-VUZ-2011




WELDING RESEARCH

VYSKUMNY USTAV ZVARAGSKY

INSTITUTE

VYSLEDKY SKUSOK ZVAROVEHO SPOJA
RESULTS OF WELDED JOINTS TEST

WPQR ¢islo: WPQR-VUZ- Gislo pWPS: pWPS_VIS_1_20
WPQR Number: 211/19/2823 pWPS No.: 19
Norma vyrobku EN 1090-1; EN 1090-2; |$pec. poziadavky NV 1/2016; PED,
Standard EN 1993-1; EN 15085 | Special requirements 2014/68/EU
a. Nedestruktivne skasky
a. Nondesfructive tests
2 . Norma skusania Protokol €.: Hodnotenie
Metoda skusania Test Standard Protacol No.: Evaluation
Vizualna kontrola wIN ENISQ 17635 48/2019 VT :
Visual Examinalion STN EN ISO 5817 1/2019 vyhovwe acceptable
STN EN ISO 15614-1
Kapilarna skiska STN EN 1SO 3452-1
P i STN EN ISO 23277 4912019 PT vyhovuje acceptable
enetrant Test
STN EN ISO 15614-1
Magneticka praskova metéda 3 [N FNLISO 17698
ngwﬁc o 4 STN EN ISO 23278 112019 vyhovuije acceptable
) STN EN ISO 15614-1
Skiuska preziarenim STN.EN SO 10675-1
) - STN EN ISO 6520-1 50/2019 RT vyhovuje acceptable
fi E
Radiography Examination STN EN ISO 15614-1
Ultrazvukova skiiska 91N EN 150 17840
Ll ST ESATIPEHE STN EN ISO 11666 1/2019 vyhovuje acceptable
STN EN I1SO 15614-1
b. Skuagka tahom Podia STN EN ISO 6892-1 Protokol &.: 7112019
b. Tensile test According to EN /SO 6892-1 Protocol No.: 71/2019
Teplota skusania [°C]: 20 Kritérium: lom v ZM
Test temperature 20 Criterion: Fracture location BM
Skus. tyé Rozmer / Prierez Rm Miesto | Charakter ; 5
¢islo-poloha priemer Cross lomu lomu Poznamka Hadnaiehie
Test bar. Dimension / section Fracture | Fracture Nols Evaluati
No.- position diameter [mm’] [MPa)] [ location mode Shdadon
VISIONN1 T1 (14,8 x 15,5 | 220,4 | 554 | ZM . . vyhovuje acceptable
VISION1 T2 [ 14,8x 153 | 226,4 | 552 | ZM . - | vyhovuije acceptable
c. Skuska lamavosti Podla STN EN ISO 7438 Protokol &.: 7212019
c. Bend test According to EN ISO 7438 Protocol No.: 72/2019
Priemer tina D [mm): 60,0 Kritérium: bez trhlin
Manrel diameter 60,0 Criterion: without crack
Oznacenie tyée Rozmer Uhol PredlZenie . 4
Bar ; Oigha Dimension Angle Elongation Poi?aimka i—éod?ot?me
Designalion osition [mm] [ [ %] ole valuation
VISION1 L1 | TFBB | 15,0x20,0 | 180 . |beztrhlin |\op oyuie acceptabie
without crack
VISION1 L2 | TFBB | 15,0%20,0 | 180 .| beztrhlin |yup oy uie acceptavie
without crack
VISIONN1 L3 | TRBB | 15,0x20,0 | 180 .| beztrhlin \p 0 ie acceptanre
without crack
VISIONN1 L4 | TRBB | 15,0x20,0 | 180 . [ beztrhlin | yup0yie acceptabio
without crack

T80-VUZ-2011




VYSKUNMNY USTAV ZVARACGSKY
WELDING RESEARCH INSTITUTE

VYSLEDKY SKUSOK ZVAROVEHO SPOJA

RESULTS OF WELDED JOINTS TEST

WPQR cislo:
WPQR Number:

WPQR-VUZ-211/19/2823

Cislo pwWPS:
pWPS No.:

pWPS_VIS_1_2019

Rozbhor struktiry
d. Structural analysis

Doklad - protokol €.:
Protocol No.:

Hodnolenie
Evaluation

MAKROSTRUKTURA 056/2019 — makrosnimka, str. 8 :
vyhovuje acceptable
Macrostructure 056/2019 — macro at page 8
MIKROSTRUKTURA Nepozaduje sa )
Microstructure Not required
e. Skugka razom v ohybe Podia STN EN ISO 9016 Gislo protokolu:  73/2019
e. Impact bend test According to EN ISO 9016 Protocol No.: 73/2019
Rozmer ty&i [mm]: 10 x 10 x 55 Kritérium [J):  min. 47
Bar dimension: Criterion [J]: min. 47
Umiestnenie Teplota Namerané hodnoty )
vrubu / smer | Tempera- Measured values Stred Poznamka Hodnotenie
Notch location / ture Centre Note Evaluation
direction [°C] KV [J]
VWT 0/1 o | 155|135 | 142 | - |144,0 a2 vyhovuje acceptable
VHT 1,51 o | 152|149 | 149 | - |150,0 109 vyhovuje acceptable
f. Skaska tvrdosti Podra STN EN ISO 6507-1 Gislo protokolu: 065/2019
f. Hardness test According to EN ISO 6507-1 Protocol No.: 065/2019
Kritérium: max. 380 HV10
Criterion: max. 380 HV10
Miesto merania | Nﬂj’;fgf:g?ﬁg;‘g‘g;ﬁ)go Poznamka Hodnote'nie
Measurement localion od from Do fo Note Evalvalion
ZN Base material 173 187 - vyhovuje acceptable
TOO HAZz 171 292 - vyhovuje acceptable
HS Fusion line 186 317 - vyhovuje acceptable
ZK Weld metal 180 190 - vyhovuje acceptable
g. Iné skisky: Norma skuiania Protokol .. Poznamka Hodnotenie
g. Other tests: Test Standard Protocol No.. Note Evaluation

Poznamky:
Noles:

Skasobny organ (meno a podbis)‘x;'-"'

Examiner (name, signature):

—

M

Ing. Helena Radi¢ova, PhD.

i ' \SKUNMNY USTAY ZVARACSKY
CERTIWELD - Certifilka&ny organ
systémov manazérstva

ng. Pavol Radi¢ Ratianska 'f‘l._ﬁf'b%}Brﬁ%‘:szo.lg

On the day of: 11.03.2019

T8O-VUZ-2011




VYSKUMNY USTAV ZVARACSKY
WELDING RESEARCH INSTITUTE

VYSLEDKY SKUSOK ZVAROVEHO SPOJA
RESULTS OF WELDED JOINTS TEST

Cislo WPQR: - Cislo pwWPS: pWPS_VIS_1_201
ORI WPQR-VUZ-211/19/2823 PWPS No.: 9

MAKROSTRUKTURA ZVAROVEHO SPOJA. Vzorka zvarena dia: 19.02.2019
MACROSTRUCTURE OF WELD JOINT. Specimen welded on: 19. 02.2019

Skusky boli vykonané podrla poZziadaviek: STN EN ISO 15614-1; Uroveii: 2
The tests were performed in accordance with requirements: EN ISO 15614-1; Level: 2

Vysledky skisok su prijatelné
Test results are acceptable VYSKUMNY USTAY ZVARAGCSKY
CERTIWELD - Certifikacny orgdn
systémov manaZarstva
Raclanska 71, 831 02 Bratislava
-1 -

Skasobny organ (meno a podpis) : pia: 11.03.2019

Examiner (name, signature): Ing. Helena Radicova, PhD. On the day of: 11.03.2019

8 T80-VUZ-2011



VYSKUMNY USTAV ZVARACSKY
WELDING RESEARCH INSTITUTE

VYSLEDKY SKUSOK ZVAROVEHO SPOJA
RESULTS OF WELDED JOINTS TEST

Cislo pWPS:
pWPS No..

Cislo WPQR:

oOR No. WPQR-VUZ-211/19/2823

pWPS_VIS_1_2019

ZOZNAM PRILOH
LIST OF SUPPLEMENTS

1. pWPS &. pWPS_VIS_1_2019
1. pWPS Ne, pWPS_VIS_1_2019

2. Objednavka
2. Order

3. Vypis z Obchodného registra ¢.: 25760/P
3. Statement from Commercial Register No: 25760/P

4. Certifikat 135 — Osvedéenie o skuske zvarada é. 01 202 1523/8-18 6212
4. Ceriificate 135 on welder's examination No: 01 202 1523/5-18 6212

5. Protokol ¢. 48/2019 VT - Vizualna kontrola
5. Protocol Ne, 48/2018 VT — Visual examination

6. Protokol &. 1/2019 — Vizuaina kontrola
6. Protocol Ne. 172019 — Visual examination

7. Certifikat pracovnika nedestruktivneho skasania (VT3) ¢. 2B 202/18
7. Certificate of NDT person (VT3) No: 2B 202/18

8. Protokol &. 49/2019 PT — Kapilarna skuska
8. Protocol Ne. 49/2019 PT — Penetrant Test

9. Protokol &. 1/2019 — Magneticka praskova metdda
9. Protocol Ne, 1/2019 — Magnetic Test

10. Certifikat pracovnika nedestruktivneho skasania (MT3) ¢. 2B 507/18
10. Ceriificate of NDT person (MT3) No: 2B 507/18

11. Protokol &. 50/2019 RT - Skuska preziarenim
11. Protocol Ne. 50/2019 RT — Radiography Examination

12. Protokol é. 1/2019 — Ultrazvukova skaska
12. Protocol Ne. 1/2019 — Ultrasonic Examination

13. Certifikat pracovnika nedestruktivneho skisania (UT3) ¢. 2B 203/18
13. Certificate of NDT person (UT3) No: 2B 203/18

14. Protokol ¢, 71/2019 - Skiuiska t'ahom + 20°C
14. Protocol Ne. 71/2018 - Tensile test + 20°C

9 T80-VUZ-2011




VYSKUMNY USTAV ZVARACSKY
WELDING RESEARCH INSTITUTE

VYSLEDKY SKUSOK ZVAROVEHO SPOJA
RESULTS OF WELDED JOINTS TEST

Cislo pWPS:
pWPS No.:

Cislo WPQR:

WPQR No.: WPQR-VUZ-211/19/2823

pWPS_VIS_1_2019

15. Protokol ¢. 72/2019 — Skiuska lamavosti
15. Protocol Ne. 72/2019 — Bend test

16. Protokol ¢. 73/2019 - Skuska razom v ohybhe, 0°C
16. Protocol Ne. 73/2019 — Impact bend test, 0°C

17. Sprava - protokol ¢. 065/2019 — Skuska tvrdosti HV10
17. Report - protocol Ne. 065/2019 — Hardness test HV10

18. Sprava - protokol ¢. 056/2019 — Metalograficka sprava a vyhodnotenie
18. Report - protocol Ne. 056/2019 — Metalografic report and examination

19. Atest (EN 10204 — 3.1) ¢. 39070/2018 — ocel S355J0+N, # 15,0
19. Inspection certificate (EN 10204 — 3.1) Ne. 39070/2018 — Steel S355J0+N, # 15,0

20. Atest (EN 10204 - 3.1) ¢. PZ00235/18/G — Zvaraci drét Tysweld T20/SG2; ® 1,2 mm
20. Test certificate (EN 10204 — 3.1) Ne. PZ00235/18/G — Welding wire Tysweld T20/SG2; ® 1,2 mm

VYSKUMNY USTAV 7VARAGSKY
CERTIWELD - Certifilaény organ
systémov manaZérstva
Raélanska 71, 831 02 Bratislava

Datum: 11.03.2019 f- “~Ing. Pgvol Radié

Date:  11.03.2019 Ing. Helena Radi¢ova, PhD.

Skusobny organ:
Examiner:

10 T80-VUZ-2011




