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Project: Bridge

City: Hisings Karra, Sweden
Year: 2021 - present

Type of welding: 135/138
Welding position: PC; PH; PF




Project: Warehouse / Cooling and heating system

City: Landskrona, Sweden e S—
Year: 2021 s

Type of welding: 141

Welding position: HL045; PH; PC

WELDING PROCEDURE
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Project: Astorp warehouse
City: Astorp, Sweden VENTILCENTRAL FORKL ARINGAR

Year: 2021 vee o
Type of works: Welding / Assembly . - o s
Type of vvelding: 141 i - . E'r'rﬂnLFR[ulﬁT;lE.lN1;al
Welding position: HL045; PH; PC =2 > | —
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PrOJeCt: Welding and assem bling of WELDING PROCEDURE SPECIFIKATION (WPS)

{ EN ISO 15609-1:2019 )

metal constructions / Wearhouse DM 0 WedingFroccs Honiy

City: Hyltebruk, Sweden M. M
Year: 2021 oy s, "
Type of welding: 111

Welding position: PB; PA; PD; PC

EX 150 %02

[

Ti-13

EX 10112

WELDING PROCEDURE SPECIFIKATION (WPS)
{ EN ISO 15609-1:2019 )
111 (MMAY
EXN 150 4963

Dirintaru iela 19, . SHISKISE, EN 10025
Licpbja, Latvija 1L 12, EN 15668

V11-FWS_30-25-2
EN 150 1368051

ML 03T L PR; PD; PF
EX IS0 15614-1 EX IS0 #3847

W

T4"M16x45'
E.‘-"fl:ﬁ.'_ J
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Project: Hydraulic system

City: Orebro, Sweden

Year: 2021

Type of works: Welding / Assembly
Type of welding: 135/138

Welding position: PA; PB

IE:'VNORN

WELDER'S QUALIFICATION TEST CERTIFICATE

15



Project: Grain dryer

City: Skeninge, Sweden

Year: 2020 - present

Type of works: Welding / Assembly
Type of welding: 111

Welding position: PB; PC; PD
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Project: Industrial and Commercial doors /
Loading dock equipment

City: Stocholm/ Malmé/ Goteborg, Sweden
Year: 2020 - present

Type of works: Assembly

Type of welding: 136/135/111

o
B S
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Project: Repair works

City: Kiruna, Sweden

Year: 2020 - present

Type of works: Welding / Assembly

Type of welding: 136/135/111 "Certification Centre” Ltd
, S SPECIALIST CERTIFICATION CENTRE
Welding position: PB; PC; PD ; WELDER QUALIFICATION TEST CERTIFICATE

Designation EN ISO 9606-1 136 P FW FM1 P s10 PB ml
Certificate N¢ SC-M -0237/2021

W )
Welding Procedure 1364, 1365

Weide ame, sumame Maris Draulis Welder's
Identification
Method of identification PASSPORT
Dz nd place of birth Latvia, 25.12.1974
Employer “VLAVI SWE” Ltd.
Testing Standard/ Code EN ISO 9606-1: 2017
Acceptable/ not tested
Extra verification for fillet welds Yes | No (
TEST PIECE ; RANGE OF QUALIFICATION
136 P ]
P _T; P

(if required)

FW | FW
11 -

~ FM1, FM2
R PV,WY,Z

Parent Material ific Steel grouy
acc. to N ISOVTR 15608 (steel with min Ra
Material Thickness t m)
elding po
details
Examining Bo
CERTIFICATION CENTRE Ltd

[ Performed and | . . el SPECIALIST CERTIFICATION CENTRE

Type of qualification test Socanid Not tested on: Aptiekas street 150b, Riga

X

Revalidetion Valid until:
02.05.2024

14

| 083+1,39
| 0,86 +1,44
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Project: Production of various complex metal structures
City: Grobina, Latvia

Year: 2020

Type of welding: 135

Welding position: PA; PB; PF

WELDING PROCEDURE

RE-M-016/16
EN IS0 15614-1

W

A-G 464 M

AGA MISON ¥
EN

IFIKATION (WPS)

P, B
EX 15005947

g machining
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PrOJeCt: Welding and assembling Of WELDING PROCEDURE SPECIFIKATION (WPS)

{ EN ISO 15609-1:2019 )

metal construction R ;

SIIS5355 EN 10028

L1 L1 EN 15608

City: Borlange, Sweden Slamhe s _
Year: 2020 ‘j B e e B
Type of welding: 111

Welding position: PB; PA; PD

PR PD; PF
a7

0 - 1

EAZ4B42 HS
EXN 150 25684

DETAIL7
1:10

1-
1:10

DETAIL 1
1:10 KP-24-1-26-00920.1

HT01088 L= Xim==

TR

125 60 450465




PrOJeCt: Weldlng and assembllng Of WELDING PROCEDURE SPECIFICATION (WPS)
metal Constructions / Hotel (in accordance with the standard EN 150 15609 - 1:2005)
Clty GatEborg, SWEden . ra's WIS N U-T-028-01/19

Year: 2020 Vs,

Welkding Procsss 111 [MMLA walding)
. . I’ e EW (5iitt wild
Type of weldi ng. 111 Weiing Position: FAFE sce. t0 BN 150 867 e
Outside Pipa Diameter O, [r

, L Joirk preparation: ¢ __{sccording to EN 150
Weldi ng pos|t|on: PB; PA; PD; PC BOE2-1: 2013 pod 280)  Gap betwien workpeces b, |
WELD FREFARATION DETAILS {SKETCHY:
Joint Design Welding sequence
L 8

oo

DETAIL 8
1:10 KP-24-1-26-01020.1
15 220 15 175

WELDING DETAILS
Size of Filler Typeod | Wire Fesd | Run-gut length /
Matorial, c”[’;‘;“" "“’;,.1'?" current! | Speed, | Travel speod
{mm) Polasivy miming [ramndenin]
H 111 ir 105+ 135| I3+ 34 DC/# — 80 =110 181 + 1,60
A4 111 g V195 413%| 33434 | DL — 100 =130 | BT

wWeding
Precess

Hual ingail
[¥dimm]

Fillesr Malarial For Rood Rumn Dt inPormabion ©, . §..

Designabion: _ LYW EN 150 DHE0-4 € 47 5 0 47 HE Weaving (mammum width of nun 10,0 mm
Tt ard Pk O, 48,00 [ESAE] Oucllalior: ampifude, Tnequency, dell Sme

Any Special Raking of Dneng 350°C, 2 h

Shislciec G ! Pl Mistance cantact Ak | work plece

Shislded = ok amefer

Bxpciuci ¥ il wing Sleolrodes

Gas Flow Rate

Shislded W alal transter

Backing

Turgsien Elctode Type | Sizg Thies braizsl wirh pHe0e HEamperalug immedalely pror i
Datadly o Fack G v | Basking b weaiding withaul pee-hasting, °C -

Pretmal Tem; Min + G

Inferpasa Tamy Maz +150°C Filler Matnrial for Intsrpans snd Face Buns:

DETAL T
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Project: Civil engineering project building houses /
Skiing resort

City: Salen, Sweden

Year: 2020

Type of welding: 111 DETAIL 8
Welding position: PB; PA; PD T-10 KP-24-1-26-01020.1

175 15 220 S 118

DETAIL §
T10 RP-24- 1-26-010211

I-I "‘-"'l'"

AW




Project: Welding and assembling of
metal constructions

TFIK ATION (WPS)
019 )

City: Stocholm, Sweden
Year: 2020

Type of welding: 111
Welding position: PB; PC; PD

DETAIL 40
KP-23-1-26-02050.1 1:20
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Project: Production of vessel
City: Helsingborg, Sweden
Year: 2020

Type of welding: 136/141
Welding position: PB; PF; PC

ST CERTIFICATE

33
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Project: Welding of metal constructions
City: Travad, Sweden

Year: 2019 - present

Type of welding: 135/138

Welding position: PA; PB; PC

EVMD

WELDER'S QUALIFICATION TEST CERTIFICATE

35
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Project: Loaders and unloaders structures
City: Kvanum, Sweden

Year: 2019 - present

Type of welding: 135/138

Welding position: PA; PF; PB

"Certification Centre” Ltd
SPECIALIST CERTIFICATION CENTRE

WELDER QUALIFICATION TEST CERTIFICATE
Page 10f 2
EN ISO 9606-1 135 P BW FM1 S s12.0 PF ss nb
EN 9606-1 135 P FW FM1 S 510 PB sl
Certificate No SC - M - 0229/2021

Welding Procedure

;s 135-8; 1351

Specification No

Welder's name, sumame: Vjaceslavs Stankeviés Weilder's

Designation (s):

Identification photograph

Method of identification: PASSPORT (if required)
Date and place of birth: Latvia, 15.10.1978

Employer “VLAVI SWE" Ltd. ]
Testing Standard/ Code: EN ISO 9606-1: 2017

Job knowledge: Acceptable/ not tested (Delets s necessary)

Extra verification for fillet welds Yes / No (Delete as necessary)

TEST PIECE RANGE OF QUALIFICATION
Welding process (es) 135 138, 138

3 | Product type (plate or pipe) - P P

Transter mode short all
BW; FW BW; FW

Parent material group{s)/subgroups 12 -

Filler material group(s)

Filler material (Designation)

Shielding gas

Auxlianes

24 | Type of current and pola

a3
34
35
36
7

38

39
40

rity

Material thicknesas (mm]
‘Deposited thickness [mm]
Outside pipe diameter [mm] - -
Welding position PF (BW); PB (FW) PA, PB, PF

BW: 83 nb, ss mb, bs, ss gb, ss b
Weld details ss nb FW: sl; mi

12.0 (BW); 10.0 (FW)

Examining Body
CERTIFICATION CENTRE Ltd

e e
\J’rsual testing (BW, FW) | X - 3

Ultrasonic testing (BW) | X

Fracture test (FW) ]

Bend lest (BW)

| Nolch tensile test

Macroscopic examination

Revalldation Valid until Revalidation
830) 02.05.2024 8.3b)

Prolongation for qualification by examining body for the Confirmation of the validity by empioyer / welding
following years coordinator for the following 6 months
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Project: Conveyor feeder
City: Kvanum, Sweden

Year: 2019 - present

Type of welding: 135/138/136
Welding position: PB; PC

METINASANAS PROCESA SPECIFIKACIJA ( WPS)
(saskana ar standartu LVS EN ISO 15609-1:2005)

Atradanis vieta: MeZa ield 7, Riga, Latvij

Razotdja metindsanas process: WPS 135-027/11

Eksamingtdjs vai eksamindcijas institfictja:

speciilists ar EWS kvalifikiciju

WPQE: WPQR-BUTS-016/07 Ieprieksg)as sagatavoianas un attirfSanas veids:

Razotdjs: VLAVI SWE

Lazergriesana, slipésana ar isku

Metin3sanas process: 135 (MAG-metinasana) Pamatmateriila specifikicija: Grupa 1 (S355J2HN;

Savienojuma veids:
MetinaSanas stavokhs
Malu apstrades veids:

-m-m | pee) |
nmz._ +)

Apaksgrupa 1.2 CEN ISO/TR 15608
Sagataves biezums t, mm: t1=6,3; t2=8,0
Caurules argjais diametrs D, mm: 60,3

Atstarpe starp detalim b, mm:

Metinasanas seciba

Stieples
pade\ ‘es atrums

e
12,0 12,4 _—
| 120124 [ — |

nm-mms—

Piedevas metila apzim&ums _G3Sil EN ISO 14341
un tirdzniecibas nosaukums: OK AristoRod 12.50

Jebkura speciila kars#3ana vai 23vésana

Aizsarg3iana no

Virspuses: M21+0 L03NO E;\ 150 14175

Cita informacija”, piem.:
Skérskustiba (maksimalai:
Svirstibas: amplitida, frekvence, partraukuma laiks:

Impulsa metina$anas element:

CAKE CHUTE ALAP

Sharp edges fo be remaved
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Project: Belt conveyors
City: Kvanum, Sweden |
Year: 2019 - present __ e
Type of welding: 135/138 ) -

Welding position: PA; PB; PF

MATERIAL LIST FORTASSEMBLY

Pral

PLICID
PLIOS0]

Total wkied weight (wldng pescent 1.0% |-

AtraSanasvieta: _ MeZaiela 7,Riga, Latvija ~ Eksaminéta)s vai eksaminacijas institlicyja:

RaZotdja metindsanas process: WPS 13502911 specialists ar EWS kvalifikaciju

WPQR: WPQR-BUTS-019/08 prieks&jis sagatavosanas un attiriSanas veids:

Razotajs: SIA “VLAVI S“"E‘ ipésa

Metin3sanas process: 135

Savienojuma veids: BW

Metini5anas sta PC Sagataves biezums t, mm:

Malu apstrades : V (saskand ar LVS EN ISO Caurules aréjais diametrs D, mm:
9692-1:2004 punktu 1.5) Atstarpe starp detalim b, mm:

SUVES SAGATAVOSANAS ELEMENTI (SKICE)":

Piedevas Stravas
materiala stiprums

5 |mum A o
| 1 [ 135 | 12 [220230] 204 [ e | 70100 | | — ]

Metinasanas rezimi




Project: Conveyor bridges
City: Kvanum, Sweden
Year: 2019 - present

Type of welding: 135/138
Welding position: PA; PB; PD

Savienojuma ziméjums Metinisanas seciba

MetindZanas tectba

Savienofuma rtméjums

Savienojuma zimé&jums Metinisanas seciba

L

™ trume vibes ) (Kl mm

%0110 | leas [DCH | sps0 [ — [ 20— |
130.160 18.21 DC(4) 070 | — | 0 — |

130160 18.21

[TIE [ e

==

]
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Project: Shipbuilding

City: Rostock, Germany

Year: 2019 - 2020

Type of welding: 136/138/111
Welding position: PA; PB; PD; PF

ER T

' WELDER'S QUALIFICATION TEST CERTIFICATE

Mar
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Project: Oil refinery factory
City: Lysekil, Sweden

Year: 2019

Type of welding: 141/111
Welding position: HL045; PC; PH

TUVNORD /

Aaltik

WELDER'S QUALIFICATION TEST CERTIFICATE

EN IS0 58086-1 111 T BW FM5 R 502 D48.3 H-L045 as nb
=TUV Nord Baltik™ TE Ltd Porsonal certification contro
THB PSC - Ml - 200901/0653E

Passport
Labvia. Jurmala

LVS EN 150 B605-1:2018
Acceplable ! not lesied
tabds ! not wstod

481
“HLE
ue, nb
e, 18

Mo on St P BREET S ¢ por e il

3 . ol y 01.0%9.2020
[ETT] ! e - 2023

Wiy CoPy P P SN TN Y CEPT 0 U P DT (e e S, el i " iR F'.l'l P g Sl ool of EFTIT

Lloye"s Register EMEA 11 1700568

8 gt 217

EN 150 965317013 Raf. 1.3

1.2 acconding to FSO/TR 1082013

ACEIIENHG
- CERLICON SPEZIAL MFIDE
300°C 20

- 1 01 R L

gl & Rt 1ML S JRE
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Project: Steel tube towers for wind turbines
City: Farstenwalde, Germany

Year: 2019
Type of welding: 135/138
We|dlng posn—-lon PA; PB; PF 47. WELD PREPARATION DETAILS (SKETCH)":

Welding sequence

A

TUVNORD

49. WELDING DETAILS

) i f
H Weldmg S::eatc; -
- '
process m

WELDER’S QUALIFICATION TEST CERTIFICATE

18
19
20
21
22
23
24
25
%
27
28

42

48

| Transformode(135) | D (short-circuit) | D (short-clrcuit); G {globular transfer) transfor); S (spray) |
e

Page 1 of 2
EN ISO 9606-1 135/136 T BW FM1 SIP 512.5(3/9.5) D127 PA ss nb
“TUV Nord Baltik” TE Ltd Personal certification centre
TNB PSC - M| - 200228/0177E

WPS-A1052-18
Radolfs Ozolins

Designation (s)
Examining Body:

Cartificate No. Nolified Body number: 1409

Welding Procedure Specification (WPS) No
Welder's namo, surname:

Idemification

Mathod of igentfication:

Date and place of birtth:

Employer.

Coda / Testing Standard;

Supplementary fillet weld lost

Job knowledge:

Passport
Latvia, 03.01.1999

LVS EN ISO 9606-1:2018

Acceptable / not tested (Dolete a5 necessary)

Acceptable / not tested (Delete s necessary)
TEST PIECE RANGE OF QUALIFICATION

Root / Sakne / Kopone: 135; 138
Fill / AizplidiSana / 3anonnenne: 136

e Y S—| P.T
T F—
| 12 |
[ | ]

135,138: 30+6,0; 136: 3,0+ 19,0
23,0
2635
———— | ] S |
135,138: ssnb,ssmb, bs,ssgb esfb

136: ss mb, bs

Dato ol Weidag, ,v. (77 ,’/ 28.02.2020
Validity of qualificalibn Gty 27.02.2023

Method of the extonsion of quakfication: In accordance with 8.3.a)

51.
52.
53.
54,
55.
56.
57.
58.
50,
60.
61.
62.
63.
64.
65.

66.

Voltage, ._'L"';E:n?’f Wsire f:;d Travel speed
V] Polarit ) m?::ln "4 [mm/min] " [kd/mm
|42 |

[ 1 | 138 | 12 [ 187 | 149 | DC/+ |
[ 23 | 138 [ 12 [234+240 [26,1+26,2]| DC/+ | 7,5 | 234+308
| 56 [ 138 | 1.2 [243.244 |26,1+26,3 318+358

4;7+10[ 138 | 1.2 [253.275 |

261+268] DC/+ | 78 | 1714528

[11+13[ 138 | 1.2 [261+278 [26,0+264] DC/+ [ 7.8 | 300+444 |

Filler material for root run:

Designation: LVS EN ISO 17632-A T 466 MM21 1 HS
Trademark and make: BOEHLER HL 51T-MC
Any special baking or drying: —_—
Shielded gas / flux:
Shielding:

Backing:

Gas flow rate:

Shielding:

Backing:

Tungsten electrode type / size:
Details of back gouging / backin ss, nb
Preheat temperature: Min + 20°C
Interpass temperature: Max +180°C
Post-weld heal treatment and / or ageing:

M21-ArC-18

16 [Vmin]

Time, temperalure, method

67. _Healing and cooling rates™:

68.

69.

T If required
1 Average mean of heat input
Manufacturer:

Other information’, e. g.:
Weaving (maximum width of run):
Oscillation: amplitude, frequency, dwell time:

Distance contact tube / work piece: 15 + 20 mm

Nozzle diameter: 20,0 mm

Number of wire electrodes: 1 pc.

Torch angle: 0° +10°

Pulse welding details:

The lowest work piece lemperature immediately prior to
welding without pre-heating, °C: e

Filler material for interpass and face runs:
Designation:

Trademark and make: BOEHLER HL 51T-MC

Examiner or examining body:

LVS EN ISO 17632-A T 46 6 M M21 1 HS

49
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Project: Welding and assembling of
metal constructions / School

City: Boras, Sweden

Year: 2019

Type of welding: 111

Welding position: PB; PA; PD

51
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Project: Welding of metal constructions /
Stairs and railings

City: Goteborg / Hisings Karra, Sweden
Year: 2018 - present

Type of welding: 135/138

Welding position: PB; PA; PC

Balusirade - -t Balusirade
3 atk. 1 3 atk.

Metinasanas process:

5: _]_ (saskana ar LVS EN ISO
9692-1:2004 punktu 3.1.1)
SUVES SAGATAVOSANAS ELEMENTI (SKICE)":
Metinasanas seciba

iy nm/nmin

121 ) A i
s | 12 [202 | 2024 [ DCOH [ 70100 [ — | — |
] ] I
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Project: Stairs / Railings / Canopies
City: Goteborg, Sweden

Year: 2018 - 2019

Type of welding: 135/138

Welding position: PB; PA; PC

Metin3Sanas process:

Savienojuma veids:

MetinaSanas stavolklis Sagataves biezums t, mm:

Malu apstrades veids: >, (saskani ar LVS EN ISO Caurules drgjais diametrs D, mm:
9692-1:2004 punktu 3.1.1 Atstarpe starp detalim b, mm:

SUVES SAGATAVOSANAS ELEMENTI (SKICE)™:

Savienojuma zimé&jums

V Wzzza |

Metindianas reZimi

Piedevas Stravas 5 g Stieples
3 Process materidla mprums Pnem pade\'e: Atrum 2
izmérs [mm ) (KT
L1 [ s | 12 |22 aso _E_
- rr - r 1 © [ ]
.+ r 1 1 [ 1 [ [ |

Piedevas metila apzim&jums G3Sil EN ISO 14341 Cita informacija®), piem.:
un tirdzniecibas nosaukums: OK AristoRod 12.50 Skérskustiba (maksim3lais g3jiena platums):
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Project: Construction works /
Civil engineering project
City: Goteborg, Sweden

Year: 2018

Type of welding: 111

Welding position: PD; PB

"Certification Centre” Ltd
SPECIALIST CERTIFICATION CENTRE

WELDER QUALIFICATION TEST CERTIFICATE
Page1of 2
EN ISO 8606-1 111 T/P FW FM1 B 510110 D&0.3 PH ml
SC -M -0217/2021
g Procadure 1113, 1114
ation No
B Name, surmame Ologs Smirnovs Walder's
pholograph
PASSPORT
Latvia, 22.06.1876
“VLAVI SWE" Ltd.
EN ISO 9606-1: 2017
Job knowledge Acceplable! not tostad
Extra verification for filiat welds ¥oa | No

“TEST PIECE RANGE OF QUALIFICATION

5 [Weling process (os) I 111 (MMA) | 111 (MMA)
| Prodect type (plato o y T+P T.P

BW, FW

FI1, Fn2
A, B, RA, R, RB, RC, RR

WELDING PROCEDUF

{ EN IS0 15609-1:2019 )

Drintaru idla 19,

Lispija. Latv

V11 FWS_30-a5.1
091

SPECIFIKATION (WPS)

[!

101 (MM
EX 150 4063

SIISKISE, EN 10028
TRER I

1=5e30;
12-5:30;

iz FD;
EN 150

machining

X 150 860}

i3 T - 15
A8 (epuienal) | 149189

EA24B42 115
EX 150 1560-A

nia
EX 10112
nia

WELDING PROCEDURE SPECIFICATION (WPS)
(in accordance with the standard EN 1SO 15609 - 1:2005)

it "AVON"
rer's WPS No. U-T025-01119
rer's WPQR Mo, WPOR 1
SlA
5 111 (MMA welding)
BW (butt weld)

Method of Prep:

d Clearing:
, brushing and ! or grinding
#ication: steel subgroup Mo. 1.1 and 1.2
CEM ISOITR 15608 (carbon steel)

. _PAPE;PF acc. to EN ISO 6847

{according to EN IS0
9682-1: 2013 point 2.5.1)

WELD PREPARATION DETAILS (SKETCH)™:

Joint Design

M L=14,0416,0; 1,=14,04160

DCl+ DCl+

10.0 (1), 10.0 (P) 23.0

603 | EE045
PH PA, PB, PC, PD, PE, PF

ml sl, ml

Examining Body

CERTIFICATION CENTRE Lid

T Parformedand | 1o~ SPECIALIST CERTIFICATION CENTRE

YpS of quuRTicafion ins accoplod X bt Location: Lubanas strest 150b, Riga

Viswal ealing (FW) X = Dato of i e 28.04.2021

Ultras 5 - Name, Sumanyer§ ! 7| ASaullls
Sunvayor

Valid until: FaveCEO]
20.04.2024 9.3b)

WELDING DETAILS

Run

Waiding
Process

SI: q‘::':ll‘r Current, | Voltage,
[mm] (]

Type of

curment |

Polarity
DC/+

Wire Feed | Run-out length |
Sposd, Travel spoed
[mimin)

Heat input ?
[Kdimm]

111 32 108 +125| 22+ 24

1,01 + 1,60

111 | 32  |106+125| 22+34 |

[ DB5+1,44 |

Shislded Gas /
Shislded

Material for Root Run:

LVS ENISO 2560-AE42 5B 42 HE
ki

al Bal

bs
Min + 0°C
Max +150°C
of Ageing

Filler Material for Interpass and Face Runs:

LVS ENISO 2560-AE42 5B 42 H§
[ OK 48.00 (ESAB)
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Project: Welding and assembling of
metal constructions

City: Lodose, Sweden

Year: 2018

Type of welding: 111/135

Welding position: PA; PB; PC; PD

Sagataves biezums t, mm: t1=10,0; t2=10,0
) . Caurules argjais diametrs D, mm:

Atstarpe starp detaldm b, mm:

Stravas
stiprums

[m/min]

5
2

_—_—
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Project: Welding of metal constructions
City: Travad, Sweden

Year: 2017

Type of welding: 135

Welding position: PA; PB; PC

136 (MAG welding)

2 WELD PREPARATION DE

Joint D
ty

14 WELDING DETAILS

. Size of Filler | _, . Wire Feed
= . Wel . Current, -
15 Material, S € Speed,

b=0+ 0.5

H-L043

m b, man

Savienojuma zimijoms Aletindianas s

&
' . =

P

| 110-150 | |
150-250 IC(+] 58-11,0
150250 5,5-11,0

15 |

Steel group No. 1

WELD PREPARATION DETAILS (SKETCH):

Joint Design

14 WELDING DETAILS

Size of Filler Voltage.
Material, -] \I"[h“

Type of Wire Feed
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Our specialists constantly improving their qualifications in the accredited
welding training center




* VLAVI Group

83 Daugavgrivas str.
Riga LV-1007/, Latvia

+371 67 611 142
info@vlavi.lv
WAV EV RS



