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PROVNINGSPROTOKOLL / TEST REPORT [ S0 rress T ok
Radiografering / Radicgraphic examination 1/1
Bilagor App's
Uppdrag nr/Commission No
[] svetsiweld Gjuigods/Castings 14360032
Provn. enl. std /Testing ace to | Rev Class| Acceptansgrans/Accepl imit Best nr/Clients order No
AD Merkblatt HP 5/3 A ‘ Best dat. /Date of Order
W 3 without incompl surface panetr. %50 "13 36’ 2006"02"1 6

Instruktion/Procedure

DIN 54 111 Part 2

Acceptansgrans/ Accept limit

ASTM E 446

Uppdragsgivarens ref/Client's ref

Mats Fredriksson

Omfatining/Extent 55064101 Kontrollplan/inspection plan Uppdragsgivare/Client
RtJR2[JRI[R4[T | . Osterby Gjuteri AB
Orfattning/Extent RN 78 Ritnings nr/Draw No Adress/Address

74801 Osterbybruk

Omfattning/Extent  Owrigt/Other

Eni ritning.

Postadress/Postal address

Filmplan

Se ritning

Varmebehandiat/Heat treated

Ja
Yes

Nef
No

Obijekt, tilv.nr e dyl/Object, Mig No

or similar

Bottenlock F01-427941-2

Framk.teknik/Processsing tech ID-No Svetsmetod/Weld method 1)
Menustt Automatisk
Vel Asomatic | 1549 | -
Provn uppstélin $5114101-6.1/Radiogr tech Foghyp/Groove shape Anlaggning/Plant
1 200 3] 4[] - OGAB
Grundmaterial/Base material TillverkarefManufaclurer
s[] e[] 70 &[] R- 640-8 OGAB
Markningssystem/8ystem of marking Tillsatsmaterial/Filler material Plats f&r provning/Place of testing Datum f&r provning/Date of testing
Markpenna - QGAB 2006-03-31
Rig app/X-ray equipment Mzirksp./Rated voltage - Aktivitet/Activity Filmtyp/Film type Sk&rmar/Sereens Ant. film/Na of films | Tot ant film/Total fiims
Smarf 300 HP 300 kv Ci | Agfa D7 Pb 0,027 16 16
Rér [Tubg Focusstorlek/Focus size
D-No 1705 3,0 mm 12 218 x43 om 2 st24 x30 o 2 530 x40 om
Mangverbord/Control unit Betrakiningsapp./Viewing Box al Rorsis&[mmg 1 2 3 4 5
ID-No {D-No 1251 6FE Tubevofiage | 300 | 300 | 300
{sotop 10-No Sviirtningsmétare/Densitometer 1al DIGCSIF-QSI placing A ()
Strélsi mm
- - ID-No 1345 X-Tay side 650 | 650 | 650
Ovriga uppgifter/Supplementary data £
Filmaidaf Axrgin
_ F;nr:‘s::is n&\' min 6 12 75
Biid- . .
Skarv/fiim nr . Materialdimension | Svetsare kval. Svértning/Density Anmérkning Betyg Accept, | Accept.
P 4 3
Py data Materia! size Welder Image f Ja Nej
Joint/Film No mm quality min - max Remarks Degree Yes No
2)
V1| 2-3 55-65 - 0,5 2,3-4,5 - - X
V2 n " - " " - - X
V1 .’VZ " n _ n " - - X
V3| 1 40 - 0.4 " - - X
V4 n Lt _ n " - _ X
H1| 2-3 55-60 - 0,6 2,3-4,5 - - X
H2 " " _ AL} " - - X
H1 'H2 n n - " " . - X
H3 | 1 40-48 - 0,4 " - - X
H4 L1 " _ n n - _ X
Bi 3 60 - 0,5 2,3-4.5 - - X
F{ 3 60 - 0.5 2,3-4,5 - -
gli;ﬁ;ijc;ﬁpp\eralor l:l Level 1 Cert nr/Cert No Examinerac enligt/Examined acc to Stimpel/Stamp
P Level 2 4378-N2-R [ Nordtest [] swrtc1a
Fipfigrangkare/Film examiner Catum/Date Cert nr{Cert No & Nordiest Level 2
/ DB Ragman | 2006-04-03 | 4378-N2-R | [[] sNT-TC1A Level 2
¥ Gfanskad/Examined Datum/Date Stampel/Stamp

FORCE Technology Sweden AB

1) t o m 4) se forklaring pé bifaga. 1) up to 4) see enclosure.
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1) Svetsmetod

a = Manuel metalibagssvetsning

b = Manuell gassvatsning

c = Maskineligasmetallbégssvetsning
rned akiiv eller inert skyddsgas

= Manuell gasvolframsvetsning

= Maskinell gasvolframsvetsning

= Pulverbagsvetsning

= Elektrostaggvetsning och
elektrogassveisning

h = Svetslddning

i = Hardlédning

k = Annan svetsmetod

0 = 9 o
|

2} Bildkvalitetsindikatorer (IQI)

13 FE EN Traddiameter: 0,05 0.063 0,08 0.1p
10 FE EN Traddiameter: 0.10 0.125 0.16 0.20
& FE EN Traddiameter: 0.25 0.32 0.40 0.50
1FE EN Traddiameter: 0.80 1.00 1.25 1.60

Erligt S5 114101 Kfass B According to S8 114101 Class B

Bilaga 1

1) Weld method

a = Manual metal arc welding
b = Manual gas welding
¢ = Automatic MIG-welding
d = Manual TIG welding
e = Automatic TIG-welding
f = Submerged arc welding
g = Electroslag welding

h = Braze welding

Brazing

Other welding method

=
It

0.125 Q.16 0.20 Thread diam.
0.25 032 0.40 Thread diam.
0.60 0.80 1.00 Thread diam.
2.00 2,50 3.20 Thread diam.

Godstiocklek (mm) -6 (B8 (8-10 (10)16 (16)-25 (25}32 (32)20 {40)-50 (50)-80 (B0}100  Material thickness {mm)

Diameter hos

synllg tréd, mm 010 0125 016 0,20 0.25

3) Betyg

Belyg i enhetlighet med "W Character Scale".dar
svart (5} betecknar hiigsta och rid ( 1) lagsta
betygsklass.

4) Anmérkningskod
Inhomogeniterer i svetsen (enl. [IW)

Aa  Porer, sfiriska

Ab  Porer, langstrdckia
K  Fipe

Ba S8lagginneslutning
Bb  Slaggstrak

G Flussinnesiutning
J  Oxidinneslutning

H  Volframinneslutning
C Bindfal

D  Rotfel

Ea,b Lings-, Tvarspricka
Ec Kraterspricka

F  Smiltdike

Ovrigt

Hég rage/Rotvuist
Bearbetningsmérken pa svets/Grundmaterial
Del av svets eller varmepéverkad zon gj provad
Hég/Lag filmsvérining

Filmskada

Markning placerad i beddmningsbara omradat
Ofullstandig/Felaktig filmmdérkning
LAgesmarkering lAngs svetsen saknas
Lokaliseringsmarkering langs svetsen saknas
Lokal genomrinning/Halighet pa rotsidan
Kantforskjutning

Valv

Ej utfylld fog

Oxid pa rotsidan

Film, sekundérbestrélad

Del av material, ef provad

NN
i e L L R T EN RN

FORCE Technology Sweden AB

032 040 0.50 0.63 0.8

Diameter of perceptiable
thread (mmj),

3) Degree

Degree in accordance with "IIW Character Scale", where
black (5) signifies the highest and red (1) the lowest
classification.

4) Anmérkningskod
Code of remarks

Aa  Porosity i GJnUtgods Castings

Ab Worm holes (Pipes) ithomogeniteter enl. ASTM

K Shrinkage cavities Inhomogenities acc. o ASTM
Ba Slag inclusions

Bb  Siag lines A (as, gasbldsar/

G Flux Inclusions Gas, blowholes

J Oxide inclusions

H  Heavy metal inclusions B
€ Lack of fusion

D Incompiete penetration

4) Code of remarks

Inhomogenities in the weld (ace. to i)

Sandkorn, irnesl, /
Sand inclusions

Ea,b Crack, Long. or trans. C  Inre krympning /
Ec  Crack, crater Internal shrinkage
F Undercut
D Sprickor /
Other remarks Cracks
1. High reinforcement/Penetration bead E  Varmesprickor /
2. Working marks on weld/Base materia| Hot tears
3. Part of weld or HAZ not tested
4. High/Low film density F Osmélta kiimnstsd (Bindfef) /
5. Film gdefect Unfused chaplets
8. Marking located in the reviewabie area
7. Insufficient/Faulty film marking G Inre kylsprickor f
8. Marking of position faulty/ls missing Internal chills
8. Location marking along the weild is missing

1. Local excessive penetration/Cavity on root side
1. Linear misalignment

12. Concavity

13.  Incompletely filled grove

14, Oxid on roctside

15.  Film, scattered radiation

16.  Par{ of material, not tested
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