Certificate

Suppl.-No.: 01

WPS-No.: A-1/A of 2007-07-12

to Certificate = WF 0810233 HH

Messrs.

Unitrans Sp. z o.0.

has been approved on the basis of the welding procedure test supervised by Germanischer Lioyd and specified in a welding pracedure specification
(see WPS-No.), in accordance with the "Rules for Classification and Construction II, Material and Welding Technology, Part 3 - Welding® for the

foliowing welding procedure:

Welding Details
Process:

Type of weld:

Welding equipment:
Welding data:

Welding consumables:

Edge preparation:

Weld build-up:
Welding heat treatment:

Welders:

Others:

Range of application
Base material(s):

Wall thickness({es) [mm]:
Pipe diameter [mm]:
Positions:

Heat treatment condition:

Design temperature:
Particularities, remarks:

Parts of this approval are the a. m. certificate, the above mentioned WPS, if any, and our letter of approval with ref.-no. 097733-08/AKoc of

Hamburg, 2008-09-17

Germanischer Lloyd

Canceming the period of vaiidity or the extension of approval and the duly fo nolily GL if the precondilions change under which approva was granied, the siatements the
qui ing leffer are o be observed. The lales! edifion of the Geseral Terms and Conditions of Germanischer Lioyd is applicable (see Chap. | - Te
Garmanizcher Lioyd Akangeselischaft Registersd Office Hamburg, HR 8 31393

#any, nthe

Submerged arc welding of higher-strength hull structural steels

121 - One-wire submerged arc welding (SAW).

Butt welded from both sides with gouging/grinding in multi-run technique.
Suited, in accordance with the instructions of the welding supervisor.

As for the welding procedure tests, see welding procedure specification.

Wire-flux combination: "OK Autrod 12.10 (ESAB) / OK Flux10.76 (ESAB)" GL-grade: 3YTM, as well as other wire-flux
combination tested and approved by Germanischer Lioyd with the relevant grades according to the base materials to
be welded.

Y-joint, included angle 55°, root face 6mm, root gap 1-2mm, see WPS.

Multi-run technique, welded from both sides with back gouging/grinding prior to start wélding second side.
Without preaheating, in any case dry out (see remarks). Interpass temp.: 250°C.

Operators instructed accordingly and recognized by Germanischer Lioyd.

PQR-no.: 1/08/U

Normal-strength and higher-strength hull structural steels grade GL-A to GL-E36.

30-240

Butt welds in fiat position (PA) only.

The regulations and recommendations of the manufacturers of the base- and filler materials for welding of higher-
strength structural steels have to be observed. The temperature of preheating for welding of higher-strength structural
steels shall be determined in relation to the plate thickness, the chemical composition of the base material, the
hydrogen content of the weld metal, the heat input during welding and the temperature of the workpiece.




