Cesky svdreisky dstav s..o.

Divize inspekci - inspekéni organ €. 4005

Aredl VSB — TU Ostrava, 17. listopadu 2172/15 7o
708 33 Ostrava - Poruba 1 4005
INSPEKCNI CERTIFIKAT Cislo: 1C- 2190
Pro vyrobce: Strojirny a opravny Milenov spol. s r.o. IC: 48392570
Adresa vyrobce: Milenov 135 753 61 Drahotuse
ROZSAH KVALIFIKACE POSTUPU SVAROVANI
Norma: CSN EN ISO 15614-1 Akred. postup: IMP ¢.2
Dopliikové poZadavky: - Registraéni &.: 1R- 2190
¢. WPQR: 1P- 2190
Zakladni material(y)
Oznageni dle standardu: S355J2H dle CSN EN 10027-1
Skupina materialii: 1.2 dle TNI CEN ISO/TR 15608:2008
Jiné materialy: dle CSN EN ISO 15614-1, &l. 8.3.1.1, tab. 3
Tloustka Priimér Uhel trubkové odbogky Velikost koutového svaru
3,0 +24,0 mm D 2 54,0 mm a = 60° Bez omezeni
Metoda svarovani
Oznad&eni metody svafovani: 135 [Stupeii mechanizace:  GasteGné mechanizovany [Rozsah kvalifikace metody: -
Poloha svafovani: VSechny s vyjimkou PG, PJ a J-L045
Druh svarového spoje
Tupy na plechu T-spoj na plechu Koutovy Tupy na trubce Koutovy
jednostranny oboustranny na Jjednostranny na
bez 3 vydré_uiko— bez vy'dr’éz. jednostranny oboustranny lechn B podlozeg bez podloZent trubce
s podloZenim| podloZeni vanim kovani
ANO ANO ANO ANO NE NE ANO ANO ANO ANO
Svarovaci materialy (SM)
Index SM Typ Oznadeni Normma: Klasifikace
A Drat HTW-50 EN ISO 14341-A-G3Si1
5 Stargon C8
B Ochranny plyn (92%Ar+8%C02) CSN EN ISO 14175 - M20
DalSi specifikace metod svaFovani
Oblast svaru Metoda svafovani Index SM Druh proudw/polarita Zpisob pienosu kova Tepelny ptikon (kJ'mm™)
kofen 135 A+B DC/+ zkratovy 030 = 0,80
vypli 135 A+B DC/+ zkratovy, kapkovy, sprchovy 060 =+ 1,80
Zvlastnosti metod svarovani: Omezeno na jednodratovy systém.
Tepelné zpracovani (TZ)
Teplota pfedehievu Teplota interpass Dohfev (teplota/vydrZ) Tepelné zpracovani po svafovani (teplota/vydrz)
+20°C max, 280°C - -

Ve shodé s dosaZzenymi vysledky viech zkousek je vyrobce opravnén provadét svafovani v uvedeném
rozsahu, a to na pracovistich, kterd jsou pod stejnym technickym a jakostnim dozorem vyrobce.
Zmény mimo stanoveny rozsah vyZaduji novou kvalifikaci postupu svafovani.

Platnost od: 25.11.2013

Misto vydani: Ostrava S—M\//

Datum vydéni: 25.11.2013 Schvalil: Ing. Martin Sondel, Ph.D.
IWE, IWI-C

Nedilnou sou&asti inspeké‘ o certifikatu jsou pfislu$né dokumenty :
Inspekéni zprava, WPQR &, 1P - 2190  a WPS &. 1S - 2190
Vysledky inspekce se tykaji pouze pfedmétu inspekce. Tento dokument je moZno reprodukovat pouze jako celek.

ver. 2007_01



Cesky svdreésky dstay s.r.o.
Divize inspekci - inspekéni organ ¢. 4005

Aredl VSB - TU Ostrava, 17. listopadu 2172/15 7
708 33 Ostrava - Poruba I 400 5
INSPEKCNI CERTIFIKAT Cislo: 1IC- 2191
Pro vyrobce: Strojirny a opravny Milenov spol. s r.o. (6 48392570
Adresa vyrobce: Milenov 135 753 61 Drahotuge
ROZSAH KVALIFIKACE POSTUPU SVAROVANI
Norma: CSN EN ISO 15614-1 \ikred. postup: IMP &.2
Dopliikové poZzadavky: - Registratni &: 1R- 2191
& WPQR: 1P- 2191
Zikladni materidl(y)
Oznaceni dle standardu: S355NL dle CSN EN 10027-1
Skupina materiali: 1.2 dle TNI CEN ISO/TR 15608:2008
Jiné materily: dle SN EN I1SO 15614-1, &l. 8.3.1.1, tab. 3
Tloustka Primar Uhel trubkové odboky Velikost koutového svaru
Pasnice: > 5,0 mm 5 ¥ B ezeni
Stojina: 3,0 + 12,0 mm

Metoda svaFovéni

Oznaceni metody svafovani: 135 |Stuped mechanizace:  &4steéns mechanizovany  |[Rozsah kvalifikace metody: -
Poloha svafovani: PB
Druh svarového spoje
Tupy na plechu T-spoj na plechu Koutovy Tupy na trubce Koutovy
Jjednostranny oboustranny na Jednostranny na
3 ke e BSOS | bez vydr?z- Jedn 7R o plechu s podloZenim | bez podloZeni frube
s podloZenim | podloZeni vanim kovani

NE NE NE | NE NE NE ANO NE NE ANO
Svarovaci materisly (SM)
Index SM Typ Oznaceni Norma: Klasifikace
A Drat HTW-50 EN ISO 14341-A-G3Si1

Stargon C8

B Ochranny plyn (02%Ar+8%C02) _ CSN EN ISO 14175 - M20

Dali specifikace metod svaFovani

Oblast syaru Metoda svafovani Index SM Druh proudw/polarita Zpiisob pfenosu kovu Tepelny ptikon (kJ-mm™)
kofen 135 A+B DC/+ kapkovy, sprchovy 090 + 1,33
vyplf 135 A+B DC/+ kapkovy, sprchovy 08 = 1,37

Zvlastnosti metod svafovani: Omezeno na jednodratovy systém.

Tepelné zpracovani (TZ)
Teplota pfedehfevu Teplota interpass Dohfev (teplota/vydrz) Tepelné zpracovani po svafovani (teplota/vydrz)
Pasnice tl. 30 mm; 120°C max. 280°C - -

Ve shodé s dosaZenymi vysledky viech zkousek Je vyrobce opravn&n provadet svafovani v uvedeném
rozsahu, a to na pracovistich, ktera jsou pod stejnym technickym a jakostnim dozorem vyrobce.
Zmény mimo stanoveny rozsah VyZaduji novou kvalifikaci postupu svafovani,

Platnost od: 27.11.2013

Misto vydéni:  Ostrava o 88) =) 8\_/\/
Datum vydéni:  27.11.2013 4 Schvalil: Ing. Martin Sondel, Ph.D.
IWE, IWI-C

Nedilnou souasti inspekéniho certifikatu Jsou pfisluiné dokumenty :

Inspekeni zprava, WPQR & 1P- 2191 a WPS ¢. 1S - 2191
Vysledky inspekce se tykaji pouze predmétu inspekce. Tento dokument Jje mozno reprodukovat pouze jako celek.

ver. 2007_01
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Divize inspekci - inspekéni organ €. 4005
Areél VSB - TU Ostrava, 17. listopadu 2172/15
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HNB 708 33 Ostrava - Poruba 14005
INSPEKCNI CERTIFIKAT Cislo: 11C- 2192
Pro vyrobce: Strojirny a opravny Milenov spol. s r.o. IC: 48392570
Adresa vyrobce: Milenov 135 753 61 Drahotuse
ROZSAH KVALIFIKACE POSTUPU SVAROVANI
Norma: CSN EN ISO 15614-1 Akred. postup: IMP ¢.2
Dopliikové pozadavky: PED-ES 97/23 EC, CSN EN 13480, GSN EN 13445 Registratni &.: 1R- 2192
¢. WPQR: 1P- 2192

Zikladni materisl(y)
1.4301 dle CSN EN 10027-2

Oznaceni dle standardu:

Skupina materi4li; 1 8.1 dle TNI CEN ISO/TR 15608:2008
Jiné materiély: dle CSN EN ISO 15614-1, €. 8.3.1.1, tab. 3
Tlousfka D Priimr | Unhel trubkové odbotky Velikost koutového svaru
3,0 +20,0 mm D > 50,0 mm a=60° Bez omezeni
Metoda svarovini
Oznadeni metody svafovani: 135  [Stupett mechanizace: Castegné mechanizovany  |Rozsah kvalifikace metody; -
Poloha svafovani: Vsechny s vyjimkou PG, PJ a J-L045
Druh svarového spoje
Tupy na plechu T-spoj na plechu Koutovy Tupy na trubce Koutovy
jednostranny oboustranny na Jednostranny na
sochranou |y oy, | S Vydrazko- | bezvydraz- | jednostranny | oboustranny lookis s ochranou bez ochrany trubce
kofene Kofene vanim kovani = kotene kofene
ANO ANO ANO ANO NE NE ANO ANO ANO ANO
Svarovaci materidly (SM)
Index SM Typ Oznateni Norma: Klasifikace
A Drat INEFIL INOX 308LSi EN ISO 14343-A: G 19 9 L Si
2 Stargon C2
B Ochranny plyn (98%Ar+2%C02) CSN EN ISO 14175 - M12
Dal3i specifikace metod svaFovini
Oblast svaru Metoda svafovani Index SM Druh proudu/polarita Zpusob pfenosu kovu Tepelny ptikon (kJ'mm™)
kofen 135 A+B DC/+Puls Pulsni 040 =+ 1,50
vypli 135 A+B DC/+Puls Pulsni 030 + 210
Zvla$tnosti metod svarovani: Omezeno na jednodratovy systém.
Tepelné zpracovini (TZ)
Teplota pfedehfevu Teplota interpass Dohfev (teplota/vydrz) Tepelné zpracovani po svafovani (teplota/vydrz)
- max. 100°C - -

Ve shod€ s dosazenymi vysledky viech zkousek Je vyrobce opravnén provadet svafovani v uvedeném

rozsahu, a to na pracovistich, kter4 jsou pod stejnym technick;;lm.a;iaknsmimdozocem yrobee:
] Zmeny mimo stanoveny rozsah vyZaduji novou kvaliiikggmsmrmc“ye 97/23 [[/QC
Platnostod: | 24,01.2014] Misto vydént Ostrava  |Razitko a podpis. ANmex 1, 3.1
Datum'vydéni:- | 24.01.2014 Brgcedure
Razitkoa podpis: . “. || S @ /
\ \ = é Re B e e T ESsessestesessisss 3
/ - g HNB CWS
) i e NoifedBody b Al 13 PED 97123/EC

Schvalil: ~~doc. Ing. Drahomir Schwarz, CSc. prof..Ing..Jaroslav.Koukal,-CS ¢}
Schvileni postupu svarovini bylo provedeno ve smyslu bodu 3.1.2 piilohy &. 1 k naFizenf viady &. 26/2003 Sb., u tlakovych zaFizenf kategorif I, 111,

IV, stanovenych k posuzovéin{ shody podle § 12 odst. 1 zsikona 22/1997 Sb. ve zn¥ni pozdEjSich pFedpisii, citovanym nafizenim viddy.

Nedilnou sou&asti inspek&niho certifikatu jsou pisluiné dokumenty :
Inspekéni zprava, WPQR &. 1P- 2192  a WPS & 1S - 2192
Vysledky inspekce se tykaji pouze ptedmétu inspekce. Tento dokument je mozno reprodukovat pouze jako celek.

ver. 2007_01



& Cesky svdreisky vstav s.r.o.

' Divize inspekci - inspekcni organ ¢. 4005
Areal VSB — TU Ostrava, 17. listopadu 2172/15 o

4
708 33 Ostrava - Poruba 1 4005

ANB

INSPECTION CERTIFICATE Number: 1C- 2193
Manufacturer: Strojirny a opravny Milenov spol. s r.o. I No: 48392570
Manufacturer's address: Milenov 135 753 61 Drahotuse
RANGE OF WELDING PROCEDURE QUALIFICATION
Standard: CSN EN ISO 15614-1 ]Accred. procedure: IMP €.2
Additional requirements: PED-ES 97/23 EC, CSN EN 13445, CSN EN 13480 IRegistration No.: 1R- _2193
|WPQR No.: 1P- 2193
P Parent material(s)
Standard designation: y 1.4301 according to CSN EN 10027-2 £
Materials group No: hi 8.1 according to TNI CEN ISO/TR 15608:2008
Other materials: y according__tg_CSN EN ISO 15614-1, Art. 8.3.1.1, Tab. 3 1l
Thickness Diameter N _____ Pipe branch angle _____ Fillet weld size
Plate: = 5,000 - - No restriction
Web: 3,0 + 12,0 mm i |
S L Welding process
Designation of a process: 135 [Degree of mechanization:  partly mechanized | 'Range of process qualification: -
Welding position: PB
TS Weld joint type
Butt joint on plate ot ___T- jont on plate Fillet weld l Butt joint on tube/pipe Fillet weld
. one-sided . 3 fiouble-sided : Gneided I doublesided. | on k. ' one-]sided : on.
backing Lno backing gouging no gouging | £ | plate |  backing no backing tube/pipe
NO | NO | NO NO NO NO YES | NO NO | YES
Welding materials (WM) e |
WM Index Type :- Designation | Standard: Classification At
A Wire | SIDER 308LSi | EN12072-19 9 LSi
I T | Stargon C2 i Fory F R & |
B Shielding gas | (98%Ar+2%CO2) CSN EN ISO 14175 - M13
Other welding process specifications y |
Weld zone Welding process ‘WM Index | Current/polarity | Transfer of WM Heat input (kJ-mm’")
root 135 A+B i DC/+ Pulse Pulse 0,30 + 0,50
filling runs 135 A+B DC/+ Pulse | Pulse S OROTS0RNE 070
Welding process informations: Restricted to the single wire system.
Heat treatment e
| Preheat temperature (°C) Interpass temperature (°C) | Postheat (temp/time) Post-weld heat treatment (temperature/time)
- max. 100°C | - -

In compliance with results achieved in all tests, the applicant is authorised to perform welding of metals in specified range,
1n all worksites subject to the same technical and quality supervision of the manufacturer,
Changes outside the specified range require a new welding procedure qualification.

— S
Validity since:=—-| 27.11.2013 | Place of issue: Ostrava Stamp and signatareproved by Lirective ¥ /] LJIE?
Date,of issul : Annex I, 3.1.2

4 27.11.2013 !
Stamp and sighature:: 7\
RS/ b

Procedure 1
/By @‘“”\‘// Z\] .............................

CWS AN
Eh Notified Body by Article 13 PED 97/23/EC

Ing. Martin Sondel, Ph.D. .prof-Ing~Jareslav-Keukalr€Scr——""

Qualification of welding procedure was performed according to the directive PED-ES 97/23 EC for pressure equipment.

The following documents form an integral part of this Inspection Certificate:
Inspection report , WPQR No. 1P - 2193 and WPS No.1S- 2193
Inspection results apply only to the subject of inspection. This document may be reproduced only as a whole.

ver. 2007_01



& Cesky svdreisky vstav s.r.o.

' Divize inspekci - inspekcni organ ¢. 4005
Areal VSB — TU Ostrava, 17. listopadu 2172/15 o

4
708 33 Ostrava - Poruba 1 4005

ANB

INSPECTION CERTIFICATE Number: 1C- 2193
Manufacturer: Strojirny a opravny Milenov spol. s r.o. I No: 48392570
Manufacturer's address: Milenov 135 753 61 Drahotuse
RANGE OF WELDING PROCEDURE QUALIFICATION
Standard: CSN EN ISO 15614-1 ]Accred. procedure: IMP €.2
Additional requirements: PED-ES 97/23 EC, CSN EN 13445, CSN EN 13480 IRegistration No.: 1R- _2193
|WPQR No.: 1P- 2193
P Parent material(s)
Standard designation: y 1.4301 according to CSN EN 10027-2 £
Materials group No: hi 8.1 according to TNI CEN ISO/TR 15608:2008
Other materials: y according__tg_CSN EN ISO 15614-1, Art. 8.3.1.1, Tab. 3 1l
Thickness Diameter N _____ Pipe branch angle _____ Fillet weld size
Plate: = 5,000 - - No restriction
Web: 3,0 + 12,0 mm i |
S L Welding process
Designation of a process: 135 [Degree of mechanization:  partly mechanized | 'Range of process qualification: -
Welding position: PB
TS Weld joint type
Butt joint on plate ot ___T- jont on plate Fillet weld l Butt joint on tube/pipe Fillet weld
. one-sided . 3 fiouble-sided : Gneided I doublesided. | on k. ' one-]sided : on.
backing Lno backing gouging no gouging | £ | plate |  backing no backing tube/pipe
NO | NO | NO NO NO NO YES | NO NO | YES
Welding materials (WM) e |
WM Index Type :- Designation | Standard: Classification At
A Wire | SIDER 308LSi | EN12072-19 9 LSi
I T | Stargon C2 i Fory F R & |
B Shielding gas | (98%Ar+2%CO2) CSN EN ISO 14175 - M13
Other welding process specifications y |
Weld zone Welding process ‘WM Index | Current/polarity | Transfer of WM Heat input (kJ-mm’")
root 135 A+B i DC/+ Pulse Pulse 0,30 + 0,50
filling runs 135 A+B DC/+ Pulse | Pulse S OROTS0RNE 070
Welding process informations: Restricted to the single wire system.
Heat treatment e
| Preheat temperature (°C) Interpass temperature (°C) | Postheat (temp/time) Post-weld heat treatment (temperature/time)
- max. 100°C | - -

In compliance with results achieved in all tests, the applicant is authorised to perform welding of metals in specified range,
1n all worksites subject to the same technical and quality supervision of the manufacturer,
Changes outside the specified range require a new welding procedure qualification.

— S
Validity since:=—-| 27.11.2013 | Place of issue: Ostrava Stamp and signatareproved by Lirective ¥ /] LJIE?
Date,of issul : Annex I, 3.1.2

4 27.11.2013 !
Stamp and sighature:: 7\
RS/ b

Procedure 1
/By @‘“”\‘// Z\] .............................

CWS AN
Eh Notified Body by Article 13 PED 97/23/EC

Ing. Martin Sondel, Ph.D. .prof-Ing~Jareslav-Keukalr€Scr——""

Qualification of welding procedure was performed according to the directive PED-ES 97/23 EC for pressure equipment.

The following documents form an integral part of this Inspection Certificate:
Inspection report , WPQR No. 1P - 2193 and WPS No.1S- 2193
Inspection results apply only to the subject of inspection. This document may be reproduced only as a whole.

ver. 2007_01



& Cesky svdreésky dstav s.r.o.

Divize inspekci - inspekéni organ €. 4005
Aredl VSB — TU Ostrava, 17. listopadu 2172/15 A

[)
HN B 708 33 Ostrava - Poruba 1 4005
INSPECTION CERTIFICATE Number: 1IC- 2194
Manufacturer: Strojirny a opravny Milenov spol. s r.o. I No: 48392570
Manufacturer's address: Milenov 135 753 61 Drahotuse
RANGE OF WELDING PROCEDURE QUALIFICATION
Standard: CSN EN ISO 15614-1 Accred. procedure:  IMP .2
Additional requirements: PED-ES 97/23 EC, CSN EN 13445, CSN EN 13480 Registration No..  1R- 2194 |
WPQR No.: 1P- 2194
____Parent material(s) Ea |
Standard designation: ) 1.4301 according to CSN EN 100272
Materials group No: A 8.1 according to TNI CEN ISO/TR 15608:2008 -
Other materials: e according to CSN EN ISO 15614-1, Art. 8.3.1.1, Tab. 3
Thickness L, Diameter vy ____ Pipe branch angle Fillet weld size
1,4 +4,0 mm ‘ D >27,0 mm a2 60° | No restriction
SRt ; _ Welding process
Designation of aprocess: 141 _’Degree of mechanization: Manual 1 Range of process qualification: -
Welding position: All positions except for PG, PJ and J-L045
Weld joint type
Butt joint on plate ~__T-joint on plate Fillet weld ] Butt joint on tube/pipe | Fallet weld
one-sided double-sided Siad ' doublesided on I one-sided ! on
backing ] no backing gouging no gouging . A plate backing no backing tube/pipe
YES ‘1 NO YES YES NO f NO YES YES NO YES
b Welding materials (WM) e |
‘WM Index 7| N Designation J Standard: Classification
A Wire TIG-308LSi | EN ISO 14343-A: W 19 9 LSi
B | Shieldinggas | Argon " ESNEN ISO 14175 - 11
C Backing gas J Argon CSNEN ISO 14175 - 11
Other welding process specifications i,
Weld zone _Welding process WM Index Current/polarity i Transfer of WM | Heat mnput (kJ: mm™)
oot | 141 A+B+C DCE .. | = 030 + 0,60
filling runs | 141 A+B+C DC/- i - 0TS0 00
Welding process informations: -
. : Heat treatment A
Preheat temperature (°C) | Interpass temperature (°C) } Postheat (temp/time) Post-weld heat treatment (temperature/time)
- max. 100°C l - -

In compliance with results achieved in all tests, the applicant 1s authorised to perform welding of metals in specified range,
in all worksites subject to the same technical and quality supervision of the manufacturer.
Changes outside the specified range require a new weldhrg,pmrﬂinre qualification.

Validity simce: | 25.11.2013 | Place of issue: Ostrava |Stamp and sighattigP VYeu Uy DITECTve 77 Z3]EC
Datgofissue: - | 2511.2013| Annex I, 3.1.

Stamp and signature: ) X« Procedure ,
P I i Y Aows oo
\%, g ¢ | ANB  CWSAXB 3
Apptovedby- 7/ Ing. Martin Sondel, Ph.D.  prof. Ing. Jard8iav: KoukaltcSé PED 97/23/EC

~— "

AR B T o T Y B — T —
““=——=Qualification of welding procedure was performed according to the directive PED-ES 97/23 EC for pressure equipment.

The following documents form an integral part of this Inspection Certificate:
Inspection report , WPQR No. 1P - 2194 and WPSNo.1S- 2194
Inspection results apply only to the.subject of inspection. This document may be reproduced only as a whole.

ver. 2007_01



& Cesky svdreésky dstav ...

' Divize inspekci - inspekéni organ ¢. 4005
HN R Aredl VSB - TU Ostrava, 17. listopadu 2172/15 A

[)
708 33 Ostrava - Poruba 14005
INSPECTION CERTIFICATE Number: 11C- 2195
Manufacturer: Strojirny a opravny Milenov spol. s r.o. I No: 48392570
Manufacturer's address: Milenov 135 753 61 Drahotuse
RANGE OF WELDING PROCEDURE QUALIFICATION
Standard: CSN EN ISO 15614-1 Accred. procedure: [MP &2
Additional requirements: PED-ES 97/23 EC, CSN EN 13445, GSN EN 13480 |Registration No.: 1R- 219;
|WPQR No.: 1P- 2195
. . == Parent material(s) e B
Standard designation: ) 14301 according to CSN EN 10027-2
Materials group No: 4 8.1 according to TNI CEN ISO/TR 15608:2008
|Other materials: p : according to CSN EN ISO 15614-1, Art. 8.3.1.1, Tab. 3 S
| Thickness ___ Diameter FEERERS RO | N YPipe hranch angle ' __ Fillet weld size
Plate: 5,0 + 20,0mm - - No restriction
Web:1,4+40mm | |
| SRS Welding process s
Designation of a process: 141 I'Degree of mechanization:  Manual LRange of process qualification: e
Welding position: All positions except for PG
3t - W ___Weld joint type 5
i Butt jomnt on plate ! _T- joint on plate T Fillet weld | Butt joint on tube/pipe : Fillet weld
one-sided r double-sided Bl e ‘ on | one-sided | on
backing [ no backing gouging | no gouginghl , e ___plate ,[ backing _ | nobacking | tube/pipe
NO | NO NO NO | N0 | N0 | YEs . NO NO | YES
Welding materials (WM) =t 8 3
WM Index | Type | Designation = Standard: Classification
A | Wire T1G-308LSi J EN ISO 14343-A: W 19 9 LSi
B | Shielding gas Argon | CSNENISO 14175 - 11
23 Other welding process specifications s A
Weld zone | Welding process WM Index Current/polarity ' Transfer of WM _jr Heat input (kJ- mm")
root ke A+B K DC/- gl 1 | 030 =+ 0,60
flingruns | 1 AB | BCLn e 1 040 =+ 080 |
Welding process informations: =
______ ____ Heat treatment o £ Ex
Preheat temperature (°C) f Interpass temperature Q) _I_" Postheat (temp/time) T Post-weld heat treatment (temperature/time)

- ; max. 100°C | - | -

In compliance with results achieved in all tests, the applicant is authorised to perform welding of metals in specified range,
in all worksites subject to the same technical and quality supervision of the manufacturer.
Changes outside the specified range require a new welding procedure qualification.

| 25.11.2013 ] Place of issue: ' Ostrava _|Stamp and signaturgpproved by Directive 97/23/EC
1.25.11.2013 | Annex I, 3.1.2
= Pl >rogedur a
N 4 Tl
\{ J( ..... A e il -
% ANB  CWs
ey e Notifi Aticle 13 PED 97/23/EC
Approved by Ing. Martin Sondel, Ph.D. ,xofulmgﬂdaroslav,?ggg?(ya Lt een——
Qualification of welding procedure was performed according to the directive PED-ES 97/23 EC for pressure equipment. 1

The following documents form an integral part of this Inspection Certificate:
Inspection report , WPQR No. 1P - 2195 and WPS No.1S- 2195
Inspection results apply only to the subject of inspection. This document may be reproduced only as a whole.

ver. 2007_01
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