Lauktehnikas street 12,

Grobina
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Phone: +371 63459022
Fax: +371 63490507

E-mail: rkmetals@rkmetals.lv

METALS www.rkmetals.lv
www.upb.lv
Tipveida WPS sadurSuvém.
MetinaSanas process: 135 (MAG)
Pamatmaterials: S355, EN 10025
MetinasSanas stavoklis: PA; PB
Sagatavo$ana: mehaniska
Piedevas metals @ 1.2, G4Sil
Aizsarggaze AGA Mison 8, 12-14 |/min
40°-60°
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t Gajienu Malu e Stravas Spriegums Stieples
Nr. WPS Nr. (mm) skaits sagatavosana Gajiens stiprums ) padeves
s veids (A) atrums
1 135-BW3-30bs 3-30 n X 1-2 170-260 22-28 6-10
3-n 240-330 26-32 9-13
2 135-BW3-30ss 3-30 n v 1-2 160-250 18-27 4-8
3-n 240-330 26-32 9-13
3 | 135-BW30-60ss | 30-60 n v 1-2 160-250 18-27 4-8
3-n 240-330 26-32 9-13
i . 30- 1-2 170-260 22-28 6-10
4 135-BW30-100bs 100 n X
3-n 240-330 26-32 9-13
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Lauktehnikas street 12, Grobina
Grobinas district, LV-3430, Latvia

Phone: +371 63459022
Fax: +371 63490507

E-mail: rkmetals@rkmetals.lv

METALS www.rkmetals.lv
www.upb.lv
Tipveida WPS kaktu Suvem.
MetinaSanas process: 135 (MAG)
Pamatmaterials: S355, EN 10025
Sagataves biezums: t1/t223
MetinaSanas stavoklis: PA; PB
Sagatavosana: mehaniska
Piedevas metals @ 1.2, G4Sil
Aizsarggaze AGA Mison 8, 12-14 |/min
2
I\ 135 EN5817 C
E
- =
n
W 1
t1 a t1
|
aji Stravas i Stieples padeves
NI WPS NI t1,t2 a Gaj!enu ! Spriegums D_ p
(mm) (mm) skaits n stiprums (V) atrums
(A) (m/min)
1 135-FW-a3t 23 3 1 220-250 25-27 7-10
2 135-FW-a4t >3 4 1 220-270 25-28 7-11
3 135-FW-a5t >3 5 1 230-280 25-29 8-11
4 135-FW-a6t >3 6 1 250-330 26-32 9-13
5 135-FW-a7t-C 25 7 3 250-330 26-32 9-13
6 135-FW-a8t-C 25 8 250-330 26-32 9-13
7 135-FW-a9t-C 25 9 4 250-330 26-32 9-13
8 135-FW-a10t-C 210 10 5 250-330 26-32 9-13
9 135-FW-a12t-C 210 12 6 250-330 26-32 9-13
10 135-FW-al4t-C 210 14 6 250-330 26-32 9-13 /
RK Metals, LTD Swedbank

Reg. No. 42103009504
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1) Manufacturer:
Razotais

2) Location:
AtraSanas vieta

3) WPS No.:
WPS Nr.

4) WPQR No.:
WPQR Nr.

5) Joint type:
Savienojuma tips

WELDING PROCEDURE SPECIFIKATION (WPS)
(EN 1SO 15609-1)

SIA ,,RK Metals”

Lauktehnikas iela 12,
Grobina, Latvija

135-D-TBW620
EN ISO 15609-1

RK-M-080/21
EN ISO 15614-1

BW, T-joint

11) Weld Preparation Details
Suves sagatavosanas skice

5) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063
6) Parent Material Specification: 1.4462

Pamatmateriala specifikacija

7) Parent Metal Thickness(mm):
Sagataves biezums

9) Welding position: PA

Metinasanas stavoklis

gr.10, EN 15608
11=6+20; t2=6+20;

EN ISO 6947

10) Method of preparation/cleaning: machining

Sagatavo$anas / attirisanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN 1SO 9692
i 1l
vV 135
- 4550° ? / as
. | pa _:,2_1
s 3 | [ 20 /71 1
12/ 2 ; [~/ 2
,rf-(' ' | AANNNNNNN 1
Al 28 Z B
12) Welding Details
Metinasanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinaganas energija
materiala izm&rs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)

1 135-P 1,0 110-130 20-22 DC+ Pulsed 7-8 200-250 0.5-0.7
2-n 135-P 1,0 220-230 27-29 DC+ Pulsed 14-15 350-450 0.7-0.9
13) Filler Metal: G2293NL 18) Interpass Temperature: max 150°C

Piedevas metals 1ISO 14343-A Starpgajienu temperattira EN 1011-3
14) Shielding / Backing Gas: AGA MISON 2 19) Post Weld Heat Treatment: n/a
Aizsarggaze / Formgjosa gaze EN 14175, M12 Termiska apstrade péc metinasanas
15) Shielding Gas Flow Rate: 12-16 I/min 20) Details of Back Gouging/Backing: ssml
Aizsarggazes pliismas atrums Saknes apstrade, paliktni
16) Backing Gas Flow Rate: n/a 21) Other Information: EWM welding
Formgjosas gazes plismas atrums Cita informacija machine, job nr.43.
17) Preheat Temperature: min. +5°C

Ieprieksgjas uzsildisanas temperatiira

WPS Desi nerueugenij
WPS izstrad ?.%mnkmrﬂ_

Name, signa‘l[(gtr/é, date

Uzvards, para

s, datums
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WELDING PROCEDURE SPECIFIKATION (WPS)
(EN 1SO 15609-1)

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location; Lauktehnikas iela 12,
Atraganas vieta Grobina, Latvija

3) WPS No.: 135-BW610-2-mb
WPS Nr. EN ISO 15609-1

4) WPQR No.: RK-M-063/20
WPQR Nr. EN ISO 15614-1

5) Joint type: BW

Savienojuma tips

11) Weld Preparation Details

Suves sagatavosanas skice

6) Welding Process:

Metinasanas process

135 (MAG)

7) Parent Material Specification:
Pamatmateriala specifikacija

8) Parent Metal Thickness(mm):
Sagataves biezums

9) Welding position: PA

Metinasanas stavoklis

S355, EN 10025
1.2, EN 15608

t=6-10

10) Method of preparation/cleaning: machining

Sagatavosanas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
v
! | iy f
| | ) |
& | ! %
1-2 B
0-2 Backing plate
=< 2-3
12) Welding Details
Metinasanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135 1.2 200 - 250 24-28 DC+ 7,0-10,0 250 — 350 09-1,0
2-n 135 1.2 250 - 290 28-32 DC+ 10-13 300 - 400 09-12
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: max +145°C
Piedevas metals EN 14341-A-G 464 M Starpgajienu temperatiira
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze /| Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-14 l/min 20) thalls of Back ('15.2ug|ng/Back|ng: mb ml
Aizsarggazes plusmas atrums Saknes apstrade, paliktyi
16) Backing Gas Flow Rate: n/a 21) Qtehefr Information: nfa
Formgjosas gazes pliismas atrums Cita informacija
17) Preheat Temperature: min +5°C

Ieprieksgjas uzsildiSanas temperatiira

Name, signature/ date
Uzvards, paraksts, datums
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WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2019 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location; Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-FW-a4t
WPS Nr. EN 1SO 15609-1

4) WPQR No.: RK-M-037/18
WPQR Nr. EN ISO 15614-1

5) Joint type: FwW

Savienojuma tips

11) Weld Preparation Details

Suves sagatavosanas skice

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1=5-40
Sagataves biezums 12=5-40

9) Welding position: PB
Metinasanas stavoklis EN 1SO 6947

10) Method of preparation/cleaning: machining

Sagatavosanas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN 1SO 9692
t2 t2
Inad 135
E
- =
|1
T 77
t1 4 1
| |
12) Welding Details
Metinasanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed lelickama
Piedevas stiprums Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135 1.2 250 - 290 DC+ 10-13 350 - 450 09-10
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: n/a
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: sl
Aizsarggazes plismas atrums Saknes apstrade, paliktni
16) Backing Gas Flow Rate: n/a 21) Qtehir Inf_ormanon: nfa
Formgjosas gazes pliismas atrums Cita informacija
17) Preheat Temperature: 5°C

Ieprieksgjas uzsildisanas temperatira EN 1011-2

WPS Desjgnefjevgenl
WPS iZStr(}é@%NKHONn‘L A\J\JT f
Dipl, No.D-SLV-10063-

. Dasko 08.06.2021

Name, signature, date
Uzvards, paraksts, datums
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WELDING PROCEDURE SPECIFIKATION (WPS)

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location; Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-FW-a6t
WPS Nr. EN 1SO 15609-1

4) WPQR No.: Q-135-FW6, Q-135-FW15,
WPQR Nr. Q-135-FW30,EN ISO 15614-1

5) Joint type: FW

Savienojuma tips

11) Weld Preparation Details

Suves sagatavosanas skice

(EN ISO 15609-1:2004 )

6) Welding Process:

Metinasanas process

7) Parent Material Specification:

Pamatmateriala specifikacija

8) Parent Metal Thickness(mm):

Sagataves biezums

9) Welding position:

Metinasanas stavoklis

135 (MAG)
EN 1SO 4063

S355, EN 10025
1.2, EN 15608

t1/t2>3

PB
EN ISO 6947

10) Method of preparation/cleaning: machining

Sagatavosanas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN 1SO 9692
t2 7
o2 0-2
f
t1 -] t1
'
12) Welding Details
Metinasanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135 1.2 250 - 330 26— 32 DC+ 9-13 350 - 450 1,0-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: n/a
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: sl
Aizsarggazes plismas atrums Saknes apstrade, paliktni
16) Backing Gas Flow Rate: n/a 21) Qtehir Inf_ormanon: nfa
Formgjosas gazes pliismas atrums Cita informacija
17) Preheat Temperature: 5°C

Ieprieksgjas uzsildisanas temperatiira EN 1011-2

WPS Des gneUevg
WPS izstr3

Dipl. No..D-8LV

%@ﬁumom WL

enijs

16063~

02.05.2017

Name, signatur
Uzvards, paraksts, datums

, date
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WELDING PROCEDURE SPECIFIKATION (WPS)
(EN 1SO 15609-1)

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location; Lauktehnikas iela 12,
Atra3anas vieta Grobina, Latvija

3) WPS No.: 138-BW1860-12
WPS Nr. EN 1SO 15609-1

4) WPQR No.: RK-M-098/22
WPQR Nr. EN ISO 15614-1

5) Joint type: BW

Savienojuma tips

11) Weld Preparation Details

Suves sagatavosanas skice

6) Welding Process:

Metinasanas process

138 (MAG-metal cored)
EN 1SO 4063

S355, Gr.1.2, EN 10025
S460M, Gr.2.1, EN 10025

18-60 mm

7) Parent Material Specification:
Pamatmateriala specifikacija

8) Parent Metal Thickness(mm):
Sagataves biezums

9) Welding position: PA
Metinasanas stavoklis EN ISO 6947

10) Method of preparation/cleaning: machining
SagatavoSanas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN I1SO 9692
v
40°-60°
4-n T
I
QT 13 1
12) Welding Details
Metinasanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed lelickama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)

1 138 1.2 190-220 25-27 DC+ 6.5-8 250-300 0.9-1.1
2-3 138 1.2 260-290 27-29 DC+ 11-12 350-400 1.0-1.2
4-n 138 1.2 260-290 27-29 DC+ 11-12 350-400 1.0-12

13) Filler Metal: @& 1.2, Coreweld 55 LT H4 18) Interpass Temperature: max. +210°C

Piedevas metals EN 18276-A-T 556 Z M21 2 H5 Starpgajienu temperatiira EN 1011-2

14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze / Formgjosa gaze EN 14175, M20 Termiska apstrade péc metinasSanas

15) Shielding Gas Flow Rate: 12-16 l/min 20) Details of Back Gouging/Backing: bs
Aizsarggazes pliismas atrums Saknes apstrade, paliktni

16) Backing Gas Flow Rate: n/a 21) Oteher Information: n/a

Formgjosas gazes plusmas atrums

17) Preheat Temperature: min. +70°C
Ieprieksgjas uzsildisanas temperatira EN 1011-2

Cita informacija

WPS De e?!

INT
Dipl. oDSW 18082-

RNATIONAL WiL)

16.05. 2022

Uzvards, paraKsts, datums

Name, signa#, date
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WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2019 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location; Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 138-FW-abt
WPS Nr. EN 1SO 15609-1

4) WPQR No.: RK-M-099/22
WPQR Nr. EN ISO 15614-1

5) Joint type: FwW

Savienojuma tips

11) Weld Preparation Details

Suves sagatavosanas skice

6) Welding Process:

Metinasanas process

138 (MAG-metal cored)
EN 1SO 4063

7) Parent Material Specification:  S355, Gr.1.2, EN 10025
S460M, Gr.2.1, EN 10025

Pamatmateriala specifikacija

8) Parent Metal Thickness(mm):
Sagataves biezums

9) Welding position: PB
Metinasanas stavoklis EN ISO 6947

18-60 mm

10) Method of preparation/cleaning: machining

SagatavoSanas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN I1SO 9692
t2 t2
Inas
‘E
. a
|1
T 27
t1 5 1
| |
12) Welding Details
Metinasanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed lelickama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 138 1.2 260-290 27-29 DC+ 11-12 350-400 1.0-1.2
13) Filler Metal: 1.2, Coreweld 55 LT H4 18) Interpass Temperature: n/a
Piedevas metals EN 18276-A-T 556 Z M21 2 H5 Starpgajienu temperatira EN 1011-2

14) Shielding / Backing Gas:

Aizsarggaze / Form&josa gaze

15) Shielding Gas Flow Rate:

Aizsarggazes pliismas atrums

16) Backing Gas Flow Rate:

Formgjosas gazes plusmas atrums

17) Preheat Temperature:

AGA MISON 8
EN 14175, M20

12-15 I/min

n/a

+70°C

Ieprieksgjas uzsildisanas temperatira EN 1011-2

19) Post Weld Heat Treatment: n/a
Termiska apstrade p&c metinasanas

20) Details of Back Gouging/Backing: sl
Saknes apstrade, paliktni

21) Oteher Information: n/a
Cita informacija

WPS Desfgnerjgvgeni|
WPS izstradataignarionat WitJ
Dipl. No..D-SLV 16063-

15.05.2022

Name, signature, date
Uzvards, paraksts, datums
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WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location; Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 138-FW-a6t
WPS Nr. EN 1SO 15609-1

4) WPQR No.: RK-M-098/22
WPQR Nr. EN ISO 15614-1

5) Joint type: FwW

Savienojuma tips

11) Weld Preparation Details

Suves sagatavosanas skice

138 (MAG-metal cored)
EN 1SO 4063

S355, Gr.1.2, EN 10025
S460M, Gr.2.1, EN 10025

6) Welding Process:

Metinasanas process

7) Parent Material Specification:
Pamatmateriala specifikacija

8) Parent Metal Thickness(mm): 18-60 mm
Sagataves biezums

9) Welding position: PB
Metinasanas stavoklis EN 1SO 6947

10) Method of preparation/cleaning: machining

SagatavoSanas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN I1SO 9692
©r t2
L2 02
f f
1 t
! '
12) Welding Details
Metinasanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 138 1.2 260-290 27-29 DC+ 11-12 350-400 1.0-1.2
13) Filler Metal: & 1.2, Coreweld 55 LT H4 18) Interpass Temperature: +250°C
Piedevas metals EN 18276-A-T 556 Z M21 2 H5 Starpgajienu temperatara EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade péc metinaSanas
15) Shielding Gas Flow Rate: 12-15 l/min 20) Details of Back Gouging/Backing: mi
Aizsarggazes pliismas atrums Saknes apstrade, paliktni
16) Backing Gas Flow Rate: n/a 21) Oteher Information: n/a
Formgjosas gazes pliismas atrums Cita informacija
17) Preheat Temperature: +70°C

Ieprieksgjas uzsildisanas temperatira EN 1011-2

15.05.2022

Name, signa’s\&é, date

Uzvards, paral

s, datums
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WELDING PROCEDURE SPECIFIKATION (WPS)
(EN 1SO 15609-1)

1) Manufacturer: SIA ,,RK Metals” 5) Welding Process: 135 (MAG)
Razotais Metinasanas process EN ISO 4063
2) Location: Lauktehnikas iela 12, 6) Parent Material Specification: 1.4462
Atrasanas vieta Grobina, Latvija Pamatmateriala specifikacija gr.10, EN 15608
3) WPS No.: 135-D-BW620 7) Parent Metal Thickness(mm): t=6+20
WPS Nr. EN ISO 15609-1 Sagataves biezums
4) WPQR No.: RK-M-080/21 9) Welding position: PA
WPQR Nr. EN ISO 15614-1 MetinaSanas stavoklis EN ISO 6947
5) Joint type: BW 10) Method of preparation/cleaning: machining
Savienojuma tips Sagatavosanas / attirianas metode

11) Weld Preparation Details
Suves sagatavosanas skice

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN ISO 9692
v
r 2n r
t t
t (oW !
1 9.3 2-3 34

12) Welding Details

Metinasanas rezimi

Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinaganas energija
materiala izm&rs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135-P 1,0 110-130 20-22 DC+ Pulsed 7-8 200-250 0.5-0.7
2-n 135-P 1,0 220-230 27-29 DC+ Pulsed 14-15 350-450 0.7-0.9
13) Filler Metal: G2293NL 18) Interpass Temperature: max 150°C
Piedevas metals 1ISO 14343-A Starpgajienu temperattira EN 1011-3

14) Shielding / Backing Gas: AGA MISON 2 19) Post Weld Heat Treatment: n/a
Aizsarggaze / Formgjosa gaze EN 14175, M12 Termiska apstrade péc metinasanas

15) Shielding Gas Flow Rate: 12-16 I/min 20) Details of Back Gouging/Backing: ss ml nb
Aizsarggazes pliismas atrums Saknes apstrade, paliktni

16) Backing Gas Flow Rate: n/a 21) Other Information: EWM welding

Formgjosas gazes plismas atrums Cita informacija machine, job nr.

17) Preheat Temperature: min. +5°C
Ieprieksgjas uzsildisanas temperatiira

WPS Desi nerueugenij
WPS izstrad ?.%mnkmrﬂ_ .

¥4 Name, signa‘itr/é, date

Uzvards, paraksts, datums
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1) Manufacturer:
Razotais

WELDING PROCEDURE SPECIFIKATION (WPS)
(EN 1SO 15609-1)

SIA ,,RK Metals”

5) Welding Process:

Metinasanas process

6) Parent Material Specification:
Pamatmateriala specifikacija

7) Parent Metal Thickness(mm):
Sagataves biezums

9) Welding position:

135 (MAG)
EN ISO 4063

1.4462
gr.10, EN 15608

t1=3+20; t2=3+20

PB

2) Location: Lauktehnikas iela 12,
Atra3anas vieta Grobina, Latvija

3) WPS No.: 135-D-FW340-a3
WPS Nr. EN 1SO 15609-1

4) WPQR No.: RK-M-065/20
WPQR Nr. EN 1SO 15614-1

5) Joint type: FwW

Savienojuma tips

11) Weld Preparation Details
Suves sagatavosanas skice

Metinasanas stavoklis EN ISO 6947

10) Method of preparation/cleaning: machining

Sagatavo$anas / attirisanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN ISO 9692
t2 2

oy

7

e

7

b 83135

12) Welding Details

Metinasanas rezimi

Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums Stravas tips, Stieples Metina$anas energija
materiala izm&rs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135-P 1,0 220-240 DC+ Pulsed 14-15 350-400 0.7-0.9
13) Filler Metal: G2293NL 18) Interpass Temperature: n/a
Piedevas metals EN 1SO 14343 Starpgajienu temperattira EN 1011-3
14) Shielding / Backing Gas: AGA MISON 2 19) Post Weld Heat Treatment: n/a
Aizsarggaze / Formgjosa gaze EN 14175, M12 Termiska apstrade p&c metinaSanas
15) Shielding Gas Flow Rate: 12-16 l/min 20) Details of Back Gouging/Backing: sl

Aizsarggazes plismas atrums
16) Backing Gas Flow Rate: n/a
Formgjosas gazes pliismas atrums
17) Preheat Temperature: min. +20°C
Ieprieksgjas uzsildisanas temperatiira

Saknes apstrade, paliktni

21) Other Information:
Cita informacija

EWM welding

—]
Name, signa ufe, date
Uzvards, parakgts, datums



ivars.daugins
Typewriter
8


WELDING PROCEDURE SPECIFIKATION (WPS)
(EN 1SO 15609-1)

5) Welding Process:

Metinasanas process

6) Parent Material Specification:
Pamatmateriala specifikacija

7) Parent Metal Thickness(mm):
Sagataves biezums

9) Welding position:

Metinasanas stavoklis

135 (MAG)
EN 1SO 4063

1.4462
gr.10, EN 15608

t1=6+30; t2=6+30

PB
EN ISO 6947

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location; Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: wll
WPS Nr. EN 1SO 15609-1

4) WPQR No.: RK-M-065/20
WPQR Nr. EN ISO 15614-1

5) Joint type: FwW

Savienojuma tips

11) Weld Preparation Details
Suves sagatavosanas skice

10) Method of preparation/cleaning: machining

Sagatavosanas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN 1SO 9692
t2 2

oy

7

e

7

b 83135

12) Welding Details

Metinasanas rezimi

Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135-P 1,0 220-240 27-29 DC+ Pulsed 14-15 350-400 0.7-0.9
13) Filler Metal: G2293NL 18) Interpass Temperature: n/a
Piedevas metals EN ISO 14343 Starpgajienu temperatiira EN 1011-3
14) Shielding / Backing Gas: AGA MISON 2 19) Post Weld Heat Treatment: n/a
Aizsarggaze / Formgjosa gaze EN 14175, M12 Termiska apstrade péc metinaSanas
15) Shielding Gas Flow Rate: 12-16 I/min 20) Details of Back Gouging/Backing: sl
Aizsarggazes plusmas atrums Saknes apstrade, paliktni
16) Backing Gas Flow Rate: n/a 21) Other Information: EWM welding
Formgjosas gazes pliismas atrums Cita informacija machine, job)
17) Preheat Temperature: min. +20°C

Ieprieksgjas uzsildisanas temperatiira

10

WPS Des gnelJ.eY‘g“?,n,.“. [

Digh 1o, D-SAV-10062- Y1 70

Name, signait/e, date

Uzvards, paraksts, datums



ivars.daugins
Typewriter
10


1) Manufacturer:

Razotais
2) Location:
AtraSanas vieta

3) WPS No.:
WPS Nr.

4) WPQR No.:

WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

SIA ,,RK Metals”

Lauktehnikas iela 12,
Grobina, Latvija

135-BW3-30bs
EN ISO 15609-1

Q-135-BW3; Q-135-BW15;
EN ISO 15614-1

6) Welding Process:

Metinasanas process

7) Parent Material Specification:
Pamatmateriala specifikacija

8) Parent Metal Thickness(mm):
Sagataves biezums

9) Welding position:

Metinasanas stavoklis

135 (MAG)
S$355, EN 10025
1.2, EN 15608
t=3-30

PA; PB

WPQR NI.

5) Joint type:
Savienojuma tips

BW

11) Weld Preparation Details
Suves sagatavo3anas skice

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design
Savienojuma skice

Welding Sequence

Metinasanas seciba

X 135 EN5817 C G4Si1
40-60° 10-40 13
AT
EAWE 1 1-x y
V § t t
1-3 & XN {
40-60°
12) Welding Details
Metinasanas reZimi
Run Process Filler Metal Current Voltage | Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinaganas energija
materidla izm@rs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1+2 135 1.2 170 - 260 22-28 DC+ 6-10 200 - 300 09-14
3+n 135 1.2 240 - 330 26-32 DC+ 9-13 350 - 450 1,0-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: max 250°C
Piedevas metals EN 14341-A-G 464 M Starpgdjienu temperatiira
14) shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-14 I/min 20) Details of IESack G.ouglng/Backlng: ss nb ml
Aizsarggazes pliismas atrums Saknes apstrade, paliktni
n/a 21) Oteher Information: n/a

16) Backing Gas Flow Rate:

Formgjosas gazes plusmas atrums

17) Preheat Temperature:

n/a

Ieprieksgjas uzsildisanas temperatiira

Cita informacija

WPS izstridatajanaTIonAL Wil
Dipl. No. D-8LV-10083-

02.05.2017

Name, signature, date
Uzvards, paral§sts, datums




WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location: Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-BW3-30ss
WPS Nr. EN ISO 15609-1

4) WPQOR No.: Q-135-BW15
WPQR Nr. EN ISO 15614-1

5) Joint type: BW

Savienojuma tips

11) Weld Preparation Details
Suves sagatavo3anas skice

6) Welding Process:

Metinasanas process

7) Parent Material Specification:

135 (MAG)

S355, EN 10025

Pamatmateriala specifikacija 1.2, EN 15608
8) Parent Metal Thickness(mm): t=3-30
Sagataves biezums
9) Welding position: PA; PB

Metinasanas stavoklis

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design
Savienojuma skice

Welding Sequence

Metinasanas seciba

40°-60°

[

V135 EN5817 B G4Si1

1-3
1-n

[S———

inﬁ

12) Welding Details

Metinasanas rezimi

Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1+2 135 1.2 170 - 260 22-26 DC+ 6-10 200 - 300 09-14
3+n 135 1.2 240 - 330 26-32 DC+ 9-13 350 - 450 1,0-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: max 250°C
Piedevas metals EN 14341-A-G 464 M Starpgajienu temperatiira
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-14 I/min 20) Details of I_Back G.oug'mg/Backmg: ss nb ml
Aizsarggazes plismas atrums Saknes apstrade, paliktpi
16) Backing Gas Flow Rate: n/a 21) Oteher Information: nfa

Formgjosas gazes plismas atrums

17) Preheat Temperature: n/a
Ieprieksgjas uzsildisanas temperatiira

Cita informacija

AN

AdatmnATIONAL WHLDIO
Dipl. No.D-SLV-10063-

02.05.2017

Name, signature, date
Uzvards, paraldsts, datums




WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location: Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-BW30-100bs
WPS Nr. EN ISO 15609-1

4) WPQOR No.: Q-135-BW60
WPQR Nr. EN ISO 15614-1

5) Joint type: BW

Savienojuma tips

11) Weld Preparation Details
Suves sagatavo3anas skice

6) Welding Process:

Metinasanas process

135 (MAG)

7) Parent Material Specification: S355, EN 10025

Pamatmateriala specifikacija 1.2, EN 15608
8) Parent Metal Thickness(mm): t=30-100
Sagataves biezums
9) Welding position: PA; PB

Metinasanas stavoklis

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design
Savienojuma skice

Welding Sequence

Metinasanas seciba

X 135 EN5817 C G4Si1
40-60° 10-40 13
AT
EAWE 1 1-x y
V § t t
1-3 & XN {
40-60°
12) Welding Details
MetinaSanas rezimi
Run Process Filler Metal Current Voltage | Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1+2 135 1.2 170 - 260 22-28 DC+ 6-10 200 - 300 09-14
3+n 135 1.2 240 - 330 26-32 DC+ 9-13 350 - 450 1,0-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: max 250°C
Piedevas metals EN 14341-A-G 464 M Starpgdjienu temperatiira
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-14 I/min 20) Details of I_Back G.oug'ing/Backing: ss nb ml
Aizsarggazes pliismas atrums Saknes apstrade, paliktpi
16) Backing Gas Flow Rate: n/a 21) Oteher Information: nfa

Formgjosas gazes plismas atrums

17) Preheat Temperature: min 100°C

Ieprieksgjas uzsildisanas temperatiira

Cita informacija

WPS izstridataianaTIoNAL WL
Dipl. No..D-8LV-10083-

02.05.2017

Name, signature, date
Uzvards, paral§sts, datums




WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location: Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-BW30-60ss
WPS Nr. EN ISO 15609-1

4) WPQOR No.: Q-135-BW30
WPQR Nr. EN ISO 15614-1

5) Joint type: BW

Savienojuma tips

11) Weld Preparation Details
Suves sagatavo3anas skice

6) Welding Process:

Metinasanas process

135 (MAG)

7) Parent Material Specification: S355, EN 10025

Pamatmateriala specifikacija 1.2, EN 15608
8) Parent Metal Thickness(mm): t=30-60
Sagataves biezums
9) Welding position: PA; PB

Metinasanas stavoklis

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design
Savienojuma skice

Welding Sequence

Metinasanas seciba

40°60°

e o —— |

2 e

Y135 EN5817 B G48i1

L
g

12) Welding Details

Metinasanas rezimi

Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1+2 135 1.2 170 - 260 22-26 DC+ 6-10 200 - 300 09-14
3+n 135 1.2 240 - 330 26-32 DC+ 9-13 350 - 450 1,0-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: max 250°C
Piedevas metals EN 14341-A-G 464 M Starpgajienu temperatiira
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-14 I/min 20) Details of I_Back G.oug'mg/Backmg: ss nb ml
Aizsarggazes pliismas atrums Saknes apstrade, paliktpi
16) Backing Gas Flow Rate: n/a 21) Oteher Information: nfa

Formgjosas gazes plismas atrums

17) Preheat Temperature: n/a
Ieprieksgjas uzsildisanas temperatiira

Cita informacija

AN

AdatmnATIONAL WHLDIO
Dipl. No.D-SLV-10063-

02.05.2017

Name, signature, date
Uzvards, paraldsts, datums




1) Manufacturer:

Razotais
2) Location:
AtraSanas vieta

3) WPS No.:
WPS Nr.

4) WPQR No.:
WPQR Nr.

5) Joint type:

WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

SIA ,,RK Metals”

Lauktehnikas iela 12,
Grobina, Latvija

135-FW-a3t
EN ISO 15609-1

Q-135-FW6, Q-135-FW15,
Q-135-FW30,EN ISO 15614-1

FW

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/€2>3
Sagataves biezums

9) Welding position: PB
Metinasanas stavoklis EN I1SO 6947

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Savienojuma tips

11) Weld Preparation Details
Suves sagatavo3anas skice

Joint Design
Savienojuma skice
EN ISO 9692

Welding Sequence

Metinasanas seciba

t2

/ i
1

t2

MNa3 135 EMSB1T C G4Si1

12) Welding Details

Metinasanas rezimi

Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135 1.2 220 - 250 25-27 DC+ 7-10 350 - 450 0,7-1,0
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: n/a
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: sl
Aizsarggazes pliismas atrums Saknes apstrade, paliktyi
16) Backing Gas Flow Rate: n/a 21) Oteher Information: nfa
Formé&josas gazes plusmas atrums Cita informacija
17) Preheat Temperature: 5°C

Ieprieksgjas uzsildisanas temperatira EN 1011-2

WPS izstradataigyariona WHHIC
Dipl. No..D-BLV 10063-

02.05.2017

Name, signature, date
Uzvards, paraksts, datums




WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location: Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-FW-a4t
WPS Nr. EN ISO 15609-1

4) WPQR No.: Q-135-FW6, Q-135-FW15,
WPQR Nr. Q-135-FW30,EN 1SO 15614-1

5) Joint type:

Savienojuma tips

FW

11) Weld Preparation Details
Suves sagatavo3anas skice

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/€2>3
Sagataves biezums

9) Welding position: PB
Metinasanas stavoklis EN I1SO 6947

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN 1SO 9692
t2 t2
baad 135 ENSE1 7 © G4Si
0-2
1
t1
|
12) Welding Details
MetinaSanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135 1.2 220 - 270 2528 DC+ 7-11 350 - 450 1,0-11
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: n/a
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 l/min 20) Details of Back Gouging/Backing: sl
Aizsarggazes pliismas atrums Saknes apstrade, paliktyi
21) Oteher Information: n/a

16) Backing Gas Flow Rate: n/a

Formé&josas gazes plusmas atrums

17) Preheat Temperature: 5°C
Ieprieksgjas uzsildisanas temperatira EN 1011-2

Cita informacija

WPS Des gneuevgen'lj '

WPS izstrc}%t\aéﬁwarML waLphic

Dipl. No..D-BLV 10063-

02.05.2017

Name, signature, date
Uzvards, paral

s, datums



WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location: Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-FW-a5t
WPS Nr. EN ISO 15609-1

4) WPQR No.: Q-135-FW6, Q-135-FW15,
WPQR Nr. Q-135-FW30,EN 1SO 15614-1

5) Joint type:

Savienojuma tips

FW

11) Weld Preparation Details
Suves sagatavo3anas skice

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/€2>3
Sagataves biezums

9) Welding position: PB
Metinasanas stavoklis EN I1SO 6947

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN 1SO 9692
t2 t2
Isas 135 ENS317 C G451
0-2
1
t1
|
12) Welding Details
MetinaSanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135 1.2 230 - 280 25-29 DC+ g-12 300 - 400 1,2-14
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: n/a
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 l/min 20) Details of Back Gouging/Backing: sl
Aizsarggazes pliismas atrums Saknes apstrade, paliktyi
21) Oteher Information: n/a

16) Backing Gas Flow Rate: n/a

Formé&josas gazes plusmas atrums

17) Preheat Temperature: 5°C
Ieprieksgjas uzsildisanas temperatira EN 1011-2

Cita informacija

WPS Des gneuevgen'lj '

WPS izstrc}%t\aéﬁwarML waLphic

Dipl. No..D-BLV 10063-

02.05.2017

Name, signature, date
Uzvards, paral

s, datums



1) Manufacturer:

Razotais
2) Location:
AtraSanas vieta

3) WPS No.:
WPS Nr.

4) WPQR No.:
WPQR Nr.

5) Joint type:

WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

SIA ,,RK Metals”

Lauktehnikas iela 12,
Grobina, Latvija

135-FW-ab6t
EN ISO 15609-1

Q-135-FW6, Q-135-FW15,
Q-135-FW30,EN ISO 15614-1

FW

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/€2>3
Sagataves biezums

9) Welding position: PB
Metinasanas stavoklis EN I1SO 6947

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Savienojuma tips

11) Weld Preparation Details
Suves sagatavo3anas skice

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN 1SO 9692
t2 t2
Laaf 135 ENSE17 C G451
-2
T
t1
!
12) Welding Details
MetinaSanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1 135 1.2 250 - 330 2632 DC+ 9-13 350 - 450 13-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: n/a
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: sl
Aizsarggazes pliismas atrums Saknes apstrade, paliktyi
16) Backing Gas Flow Rate: n/a 21) Oteher Information: nfa
Formé&josas gazes plusmas atrums Cita informacija
17) Preheat Temperature: 5°C

Ieprieksgjas uzsildisanas temperatira EN 1011-2

WPS izstradataigyariona WHHIC
Dipl. No..D-BLV 10063-

02.05.2017

Name, signature, date
Uzvards, paraksts, datums




1) Manufacturer:
Razotais

2) Location:
AtraSanas vieta

3) WPS No.:
WPS Nr.

4) WPQR No.:
WPQR Nr.

5) Joint type:

WELDING PROCEDURE SPECIFIKATION (WPS)

SIA ,,RK Metals”

Lauktehnikas iela 12,

Grobina, Latvija
135-FW-a7t-C
EN 1SO 15609-1

RK-M-016/16
EN ISO 15614-1

(EN ISO 15609-1:2004 )

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/2>5
Sagataves biezums

9) Welding position: PA, PB
Metinasanas stavoklis EN 1SO 6947

FW

10) Method of preparation/cleaning: machining

Savienojuma tips Sagatavo$anas / attiriSanas metode

11) Weld Preparation Details
Suves sagatavo3anas skice

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN ISO 9692
2
0-2
b T
| l

12) Welding Details

Metinasanas rezimi

Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materidla izm@rs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1-3 135 1.2 250 - 330 26-32 DC+ 9-13 350 - 450 1,0-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: +110°C
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: mi
Aizsarggazes pliismas atrums Saknes apstrade, paliktni
16) Backing Gas Flow Rate: n/a 21) Oteher Information: n/a
Formgjosas gazes plusmas atrums Cita informacija
17) Preheat Temperature: +10°C

Ieprieksgjas uzsildisanas temperatiira EN 1011-2

i
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—basko 02.05.2017

Name, signaturg, date
Uzvards, parakists, datums




1) Manufacturer:
Razotais

WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

SIA ,,RK Metals”

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/2>5
Sagataves biezums

9) Welding position: PA, PB
Metinasanas stavoklis EN 1SO 6947

2) Location: Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-FW-a8t-C
WPS Nr. EN 1SO 15609-1

4) WPQR No.: RK-M-016/16
WPQR Nr. EN ISO 15614-1

5) Joint type: FwW

Savienojuma tips

11) Weld Preparation Details
Suves sagatavo3anas skice

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design

Savienojuma skice

EN 1SO 9692

Welding Sequence

Metinasanas seciba

w
-
g

i
i

2
b a8 135 EN5817 C G4Si1
A/
02 /
; iR

| ,
12) Welding Details
MetinaSanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1-3 135 1.2 250 - 330 26-32 DC+ 9-13 350 - 450 10-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: +110°C
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: m
Aizsarggazes pliismas atrums Saknes apstrade, paliktyi
16) Backing Gas Flow Rate: n/a 21) Oteher Information: nfa
Formgjosas gazes plusmas atrums Cita informacija
17) Preheat Temperature: +10°C

Ieprieksgjas uzsildisanas temperatiira EN 1011-2

WPS Desfgner sy enijs
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~DEsko 02.05.2017

Name, signaturg, date
Uzvards, parakists, datums




WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location: Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-FW-a9t-C
WPS Nr. EN ISO 15609-1

4) WPQR No.: RK-M-016/16
WPQR Nr. EN 1SO 15614-1

5) Joint type: FwW

Savienojuma tips

11) Weld Preparation Details
Suves sagatavo3anas skice

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/2>5
Sagataves biezums

9) Welding position: PA, PB
Metinasanas stavoklis EN 1SO 6947

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN ISO 9692
2 2
.__h a3 135 EN5817 C G4Sil
37/
f\(\f _.-"J!
o2 02 . 4 f\
T3
1 1%
| i f P T
t1 ™, #
| 1 ]
12) Welding Details
MetinaSanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1-4 135 1.2 250 - 330 26-32 DC+ 9-13 350 - 450 1,0-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: +110°C
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: m
Aizsarggazes pliismas atrums Saknes apstrade, paliktyi
16) Backing Gas Flow Rate: n/a 21) Oteher Information: nfa
Formgjosas gazes plusmas atrums Cita informacija
17) Preheat Temperature: +10°C

Ieprieksgjas uzsildisanas temperatiira EN 1011-2
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1) Manufacturer:
Razotais

2) Location:
AtraSanas vieta

3) WPS No.:
WPS Nr.

4) WPQOR No.:
WPQR Nr.

5) Joint type:
Savienojuma tips

WELDING PROCEDURE SPECIFIKATION (WPS)

SIA ,,RK Metals”

Lauktehnikas iela 12,

Grobina, Latvija

135-FW-al10t-C
EN ISO 15609-1

RK-M-016/16
EN ISO 15614-1

(EN ISO 15609-1:2004 )

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/t2>10
Sagataves biezums

9) Welding position: PA, PB
Metinasanas stavoklis EN 1SO 6947

FW

11) Weld Preparation Details
Suves sagatavo3anas skice

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design
Savienojuma skice
EN ISO 9692

Welding Sequence

Metinasanas seciba

o

ot -

e T el

b.a10 135 ENS817 C G451

12) Welding Details

Metinasanas rezimi

Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materidla izm@rs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1-5 135 1.2 250 - 330 26-32 DC+ 9-13 350 - 450 1,0-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: +110°C
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: mi
Aizsarggazes pliismas atrums Saknes apstrade, paliktni
16) Backing Gas Flow Rate: n/a 21) Oteher Information: n/a
Formgjosas gazes plusmas atrums Cita informacija
17) Preheat Temperature: +10°C

Ieprieksgjas uzsildisanas temperatiira EN 1011-2
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WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

1) Manufacturer: SIA ,,RK Metals”
Razotais

2) Location: Lauktehnikas iela 12,
AtraSanas vieta Grobina, Latvija

3) WPS No.: 135-FW-al2t-C
WPS Nr. EN ISO 15609-1

4) WPQR No.: RK-M-016/16
WPQR Nr. EN 1SO 15614-1

5) Joint type: FwW

Savienojuma tips

11) Weld Preparation Details
Suves sagatavo3anas skice

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/t2>10
Sagataves biezums

9) Welding position: PA, PB
Metinasanas stavoklis EN 1SO 6947

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN ISO 9692
2 2
.5512 135 EN5S817 C G48i1
|4 ,-":;
L /
A/
o2 0-2 g i
1 F____ RN
I * ——S 1 e ;h'n,\é %) . 1
| It > 12 o
I t /. t
12) Welding Details
MetinaSanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materiala izmérs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1-6 135 1.2 250 - 330 26-32 DC+ 9-13 350 - 450 1,0-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: +110°C
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) Shielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: m
Aizsarggazes pliismas atrums Saknes apstrade, paliktyi
16) Backing Gas Flow Rate: n/a 21) Oteher Information:
Formgjosas gazes plusmas atrums Cita informacija
17) Preheat Temperature: +10°C

Ieprieksgjas uzsildisanas temperatiira EN 1011-2

WPS Desigh

e[r[A:rERNAme-L W
WPS izstrada

8IS, No.D-SLV-10053-
J. Dasko 02.05.2017

Name, signaturg/ date
Uzvards, paraksts, datums




1) Manufacturer:

Razotais
2) Location:
AtraSanas vieta

3) WPS No.:
WPS Nr.

4) WPQR No.:
WPQR Nr.

5) Joint type:

Savienojuma tips

WELDING PROCEDURE SPECIFIKATION (WPS)
(EN ISO 15609-1:2004 )

SIA ,,RK Metals”

Lauktehnikas iela 12,
Grobina, Latvija

135-FW-al4t-C
EN ISO 15609-1

RK-M-016/16
EN ISO 15614-1

FW

11) Weld Preparation Details
Suves sagatavo3anas skice

6) Welding Process: 135 (MAG)
Metinasanas process EN 1SO 4063

7) Parent Material Specification: S355, EN 10025
Pamatmateriala specifikacija 1.2, EN 15608

8) Parent Metal Thickness(mm): t1/t2>10
Sagataves biezums

9) Welding position: PA, PB
Metinasanas stavoklis EN 1SO 6947

10) Method of preparation/cleaning: machining

Sagatavo$anas / attiriSanas metode

Joint Design Welding Sequence
Savienojuma skice Metinasanas seciba
EN ISO 9692
2

]

0-2
T
t1
!
12) Welding Details
MetinaSanas rezimi
Run Process Filler Metal Current Voltage Current type, Wire Feed Welding Heat Input
Gajiens | Process Size Stravas Spriegums Polarity Speed Speed leliekama
Piedevas stiprums V) Stravas tips, Stieples Metinasanas energija
materidla izm@rs (A) polaritate piedevas atrums atrums (kJ/mm)
(mm) (m/min) (mm / min)
1-6 135 1.2 250 - 330 26-32 DC+ 9-13 350 - 450 10-15
13) Filler Metal: 1.2, G4Sil 18) Interpass Temperature: +110°C
Piedevas metals EN 14341-A-G 46 4 M Starpgajienu temperatiira EN 1011-2
14) sShielding / Backing Gas: AGA MISON 8 19) Post Weld Heat Treatment: n/a
Aizsarggaze | Formgjosa gaze EN 14175, M20 Termiska apstrade pec metinasanas
15) Shielding Gas Flow Rate: 12-15 I/min 20) Details of Back Gouging/Backing: m

Aizsarggazes pliismas atrums

16) Backing Gas Flow Rate: n/a

Formgjosas gazes plusmas atrums

17) Preheat Temperature:

+10°C

Ieprieksgjas uzsildisanas temperatiira EN 1011-2

Saknes apstrade, paliktni

21) Oteher Information: n/a
Cita informacija

INTE
J. Dasko

Name, signatyre, date
Uzvards, paraksts, datums



RKM MK-03I

Metinasanas instrukcija

Izstradaja: Metinasanas tehnologs

Procesa parskatisana

piedalijas: Tehniskais direktors, Metinasanas tehnologs

APSTIPRINA: Tehniskais direktors

1. Meérkis un pielietojums:

Noteikt vienotu kartibu un atbildibas SIA “RK metals” metinasanas procesa veikSanai: no sagatavosanas
darbiem, Iidz laboSanas darbibam, ja tadas nepiecieSamas.

2. Veiktas izmainas:

Versija 1.0 izstradata (09.10.2014)
Datums Izmainu apkopojums Izmainu pamatojums
04.08.2023. Parskatita instrukcija, papildinata ar Izstradats jauns dokuments, pielikums
atsauci uz pielikumu Nr.1. “Metinasanas | Nr.1.
aparata sagatavo$ana darbam” (Izmainas
instrukcija ar sarkanu).

3. Instrukcijas apraksts:

Pirms metinaSanas

Metinatajam, pirms metinaSanas nepiecieSams parbaudit, vai savienojuma virsmas ir firas un sagatavotas
atbilstosi aprakstitam WPS prasibam. Ja savienojums nav gatavs metinasanas uzsak$anai, metinatajam
vajag veikt nepiecieSamas darbibas (slipéSana, tirisana), vai paradit neatbilstoSu vietu razoSanas vaditajam
vai kvalitates inZenierim/tehnikim.

Kvalitates inZenieris un kvalitates tehniki izlases karta parbauda elementu gatavibu metinasanai, pirms
tas uzsaksanas.

Metinatajam nepiecieSams parbaudit, ka metinaSanas stieple, gaze, gazes pliisma, metinasanas parametri
atbilst noraditiem WPS parametriem. Pirms metinasanas uzsakSanas veikt iekartas tehniska stavokla
parbaudi. Skatit pielikumu Nr. 1 “Metinasanas aparata sagatavosana darbam”.

Pirms sakt metinat sadurSuvi, metinatajam vajag pielikt uzsakSanas/nobeiguma plaksnes. Ir nepiecieSams
novertet piekerSuves, un pie vajadzibas izslipét tos. Ja piekersuves kvalitate ir laba, tos var neaiztikt un
metinot parkausét.

Metinasanas laika

MetinaSanas laika vajag pievérst uzmanibu tam, ka uzstaditie parametri atbilst konkrétam savienojumam.
Pie sprieguma pazeminasanas ceha vai specifiska Suves sagatavoSanas veida, vajag novértét rezimu un
pie vajadzibas koriggt to atbilstosi konkrétam savienojumam.

Daudz gajienu Suves starp gajieniem p&c vajadzibas jatira.

Metinasanas instrukcija, RKM MK-03I
Versija: 2.0/ 07.08.2023.

J.Dasko



RK

METALS
Atbilstosi metala biezumam un WPS prasibam, javeic pamatmateriala uzsildisanu.

P&c Suves/elementa metinasanas, metinatajam nepiecieSams veikt 100% elementa vizualo kontroli, un
izlabot pamanittos defektus.

Pabeidzot sadurSuves metinasanu, pa§am metinatajam ir nepiecie$ams notirit 150mm pamatmetala, katra
puse no Suves.

P&c metinasanas

P&c metinasanas un metinataja paskontroles, elementu notira no metala §lakatam, noapalo stiirus, pieslipé
Suves savienojumus un pargjos atrastos defektus. Péc tiriSanas elementu vizuali parbauda NDT inspektors.
Ja elements atbilst prasibam, tas ir gatavs skrot€Sanai un krasosanai.

Sadursuves parbauda ne atrak ka 24 stundas p&c metinasanas. Parbaudes veic NDT inspektors.
Elementu parbaudes ar magnetografiju un ultraskanu notiek pirms skrot€Sanas.

Elements atzits par neatbilstosu, tick labots un atkartoti parbaudits.

LaboSanas procediira

NDT inspektors parbauda 100% Suves vizuali (VT), ar magnetografiju (MT) un ultraskanu (UT), izejot
no projekta un EN 1090 prasibam.

Suves, atzitas par neatbilsto§am, ir jalabo. VT un MT defektus labo ar slipé$anu un metinasanu. Pie
vajadzibas un lai pilnigi izslipet defektu, pec slip€Sanas var izmantot MT kontroli. Ja defekts pilnigi
izslipets, defekta vietu var aizmetinat.

Atrastus UT defektus labo, slipgjot Suvi ara dalgji vai pilnigi. Metinatajam jaseko NDT inspektora
noradijumiem, lai saprast defekta atrasanas vietu un dzilumu. Metinatajs pilnigi izslipe noradito vietu un
atkartoti aizmetina to.

P&c defekta laboSanas, Suve tiek kontrol&ta pilnigi no jauna, sakot no metinataja paskontroles.

Metinasanas instrukcija, RKM MK-03I
Versija: 2.0/ 07.08.2023.

J.Dasko
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RKM MK-06-1-10

MetinaSana

Ikviens darbs veicams saskana ar doto darba uzdevumu
Ikviens darbs veicams saskana ar iesniegtajiem raséjumiem
Ikviens darbs veicams ievérojot noteiktas darba drosibas prasibas

Izmantojot celtnus, lietojami tikai drosi, parbauditi un mark@ti celSanas mehanismi un ierices

Ikvienu darbu veicot jalieto izsniegtie individualie darba aizsardzibas lidzekli
Ikviens darbs izpildams noraditajos terminos

Metinasana nodroSina sametinata elementa funkcionalu darbibu un paredz&to slodzu
uznemsanu ekspluatacijas laika.

Metinasanu atlauts veikt tikai darbiniekiem, kuri ieguvusi atbilstosu kvalifikaciju, kas
apliecinata ar sertifikatu

Metinasana veicama saskana ar ras€jumos noradito, vai atbilstosi standartizétam tipveida
prasibam, ja ras€jumos nav noraditas specialas prasibas.

Metinasanas iekartu parametri jauzstada atbilstos$i metinamas Suves parametriem saskana
ar izsniegto tipveida WPS prasibam.

Blakus Suvei metinatajs iesit savu individualo Nr. Ja viens metinatajs metinajis visu
elementu individualais Nr. jaiesit uz elementa blakus salic€ju iesistajai elementa markai.
Ikviena sadurSuve uzradama NDT inspektoram UT kontroles veik$anai.

Ikviens metinasanas darbs registréjams darbu uzskaites lapas.

Jebkur§ kvalitates kontroles aizradijjums par metindjuma kvalitati novérSams bez
iebildumiem un nekavgjoties.

Darbinieka uzdevums ir uzturét tiriba un kartiba metinaSanas iekartu. Par jebkuram
iekartas darbibas problemam nekavéjoties jazino vadibai.

Ras€jumu nepilnibu, defekteta materiala, pasu kltidu un citu nepilnibu gadijuma
nekavgjoties zinot tieSajam vaditajam.

Pirms metinasanas uzsaksanas veikt iekartas parbaudi atbilsto$i metinasanas instrukcijas
RKM MK-03I Pielikumam Nr. 1 “Metinasanas aparata sagatavosana darbam”

Metinasana Nr. RKM MK-06-I - 10
Versija: 2.0/07.08.2023.

S.Skalze
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RKM MK-06-1-11

Metinasanas robots

Ikviens darbs veicams saskana ar doto darba uzdevumu
Ikviens darbs veicams saskana ar iesniegtajiem ras€jumiem
Ikviens darbs veicams ievérojot noteiktas darba drosibas prasibas

Izmantojot celtnus, lietojami tikai drosi, parbauditi un marketi celSanas mehanismi un ierices

Ikvienu darbu veicot jalieto izsniegtie individualie darba aizsardzibas lidzekli
Ikviens darbs izpildams noraditajos terminos

Metinasanas robotu izmanto metinato profilu (Dubult T, karbas) garenisko Suvju
metinasanai.

Metinasana nodroSina sametinata elementa funkcionalu darbibu un paredzéto slodzu
uznemsanu ekspluatacijas laika.

Metinasanu atlauts veikt tikai darbiniekiem, kuri ieguvusi atbilstoSu kvalifikaciju, kas
apliecinata ar sertifikatu

Metinasana veicama saskana ar ras€jumos noradito, vai atbilstosi standartize€tam tipveida
prasibam, ja ras€jumos nav noraditas specialas prasibas.

Metinasanas iekartu parametri jauzstada atbilstos$i metinamas Suves parametriem saskana
ar izsniegto tipveida WPS prasibam.

Blakus Suvei metinatajs iesit savu individualo Nr. Ja viens metinatajs metinajis visu
elementu individualais Nr. jaiesit uz elementa blakus salic€ju iesistajai elementa markai.
Ikviena Suve uzradama NDT inspektoram kontroles veiksanai.

Ikviens metinasanas darbs registréjams darbu uzskaites lapas.

Jebkur§ kvalitates kontroles aizradijums par metindjuma kvalitati novérSams bez
iebildumiem un nekavgjoties.

Darbinieka uzdevums ir uzturét tiritba un kartiba metinasanas iekartu. Par jebkuram
iekartas darbibas problemam nekavéjoties jazino vadibai.

Ras€jumu nepilnibu, defekteta materiala, pasu kltidu un citu nepilnibu gadijuma
nekavéjoties zinot tieSajam vaditajam.

Metinasanas robots Nr. RKM MK-06-1 - 11
Versija: 2.0/07.08.2023

S.Skalze




Izmainas industrialo gazu piegadatajos

Turpmak lietosim sadas

No LINDE GAS (AGA)

CORGON’8 caurulvada (MAG monolita un pulveris, 355 un Aisi tikai LC un MA
pulverstieplei)

Lazer grieSanas Slapeklis caurulvada MA

Visi baloni turpmak no Messer

Skabeklis 50L LCun MA
Skabeklis saiski,12x50L/200bar LCun MA
LazergrieSanas Skabeklis 3.5 4*150L/300bar Megapack LCun MA
Inoxline C2, 50L (MAG monolita, Aisi) LC un MA
Inoxline C2 4*150L/300bar Megapack (MAG monolita, Aisi) LCun MA
Ferroline C8, 50L (MAG monolita un pulveris, 355) LCun MA
Ferroline C 8, 20L (MAG monolita un pulveris, 355) LCun MA
Ferroline C8,4x150L/300 bar (MAG monolita un pulveris, 355) LCun MA
Ferroline C18, 50L (MAG monolita 355 un pulveris, 355 un Aisi tikai LC un MA
pulverstieplei)

Ferroline C18, 20L (MAG monolita un pulveris, 355 un Aisi tikai LC un MA
pulverstieplei)

Inoxline H2, 50L (TIG, AlSI) LCun MA
Argons, 50L (TIG, 355 un AISI) LC un MA
Argons, 20L (TIG, 355 un AISI) LCun MA
Acetiléns, 41L LCun MA
Lazeru Hélijs 4.6, 50L LCun MA
Lazeru Slapeklis 5.0, 50L LC un MA
Lazeru oglekla dioksids 4.5, 50L LCun MA
Rofin 690, 10L LCun MA
Propans E 27L LCun MA
Propans E 79L LCun MA
Propans E 500L eurocyl LCun MA
Motorgaze composit, 26L LCun MA
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1. Japarliecinas vizuali, vai
iekartai ir visas primaras
detalas.

2. Japievieno iekartu pie
stravas. Jaatceras par to, ka ir
dazadi stravas avoti.
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3. Janoskaidro darba
uzdevums, no ta ir atkarigs,
ka janokomplekte iekartu.
Zinot darba uzdevumu,
jalikojas WPS, lai zinatu kas
darams talak.

Pec WPS informacijas ir
zinams, kas nepiecieSams, lai
saktu iekartas pareizu

sakomplektgsanu.
e Stieple
e Dize
e Metinasanas
deglis
e Stieples

padeves rullisi
e MetinaSanas
gaze

4. Metinasanas gazes
pieslégsana un parbaude.

Metinasanas gazes
pieslégsana notiek divos

veidos:

a) PiesleégSanas pie gazes
sisteémas ceha.

b) Vai pie gazes balona.
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5. Metinasanas stiepli ar1
izv€las pec WPS.

6. IzvElas pareizos
metinasanas stieples padeves
rulliSus. Tie atSkiras péc
stieples veida un diametra.

Ievietojot padeves stieples
rulliSus, ir svarigi tos
apskatit. Ja nav aizdomigi
izdilumi, tad var tos ievietot
metinasanas iekarta.

7. Tevietojot rullisus ir o
svarigi tos attiecigi
pieregulét stieples
diametram.

8. Stieple rullisos jaievieto
sadi.
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9. Stieple jaievieto
metinaSanas degla vadikla.
Tas ir jadara akurati. Stieples
gals nedrikst bt ass citadi ta
var izdurties cauri vadiklai.

10 . MetinaSanas degla
vadiklai ir jabt iztaisnotai.
Citadi var notikt vadiklas
caurdurSana.

11.Stieples kontaktdizei
jabtt nonemtai.
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12. Kad metinasanas stieple
ir veiksmigi izstumta cauri
metinasanas degla vadiklai,
tad drikst salikt visas
komponentes metinasanas
deglim.

Atkartota parbaude un
raksturigas klidas

13. MetinasSanas stieples
rullis ir pareizi uzlikts un vai
tas ir pievilkts.

14. Izgriezt stieples padeves
mehanismu ar pogu,
parliecinoties, ka viss strada
pareizi.
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15. Parbaudit atkartoti gazes
plusmu

16. Parbaudit vai masas vads
ir pievienots metinasanas
detalai vai virsmai.

17. Talak jastrada ar
iestatfjumiem. Katrai
metinasanas iekartai var
atSkirties bet pamati visam
iekartam ir vienadi.
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18. Lai zinatu kadi parametri
ir nepieciesami, skatits WPS

Tipveida WPS sadursuvém.
tur visa attiecigi
- - =1 mniia Metindbanas process 135 (MAG)
nepieciecsama mformacua 1r Pamatmatenils 5355, EN 10025
== Metndanas athvoklis PA; PB
noradita Sagatavotana mehaniska
Pledevas melals 1.2, Gasi1
Alzsargglze AGA Mison 8, 12-14 imin

* A-Ampéri (metinasanas
stieples atrums)

*V-Volti (stieples kausesanas
jauda)

*D-dinamika ( metinasanas
loka platums, dzilums)

\
| / wn\
gisssiTy L o S

Nr. WPS Nr. (m‘m) G‘iﬁ:‘;u nga't‘:rl:imn Gifians :l%:;:'; Spfh(‘s,l)um :g"‘i”m? \
Papildus funkcijas, ja tas tiek 5 veids = el 10 __i
izmantotas un ja WPS tas 11 il e i 5 an | 24033 | 2592 913
pieprasa, javaica IWE T 2 v 12 | 16025 | 1827 |
atseviski.

= - 30 = 12 170260
4 BIW30-100bs

| |
| |
B
12 160250 1827 \ 48
3 | 1358W30-80ss | 3060 n v o 24&330‘\‘ 2632 1l 9-1aﬂ
i
\ |

19. P&c augstakmingto

darbibu veikSanas vélams
veikt testa Suves metinasanu
uz tada pasa materiala un
izm&ginat, vai viss ir kartiba.
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20. P&c darba pabeigSanas
vai vismaz reizi nedgla
iztTra/izpas iekartu ar
saspiestu gaisu.
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Katru reizi pirms darba uzsakSanas.

1. Iekartas vizuala apskate.

S/adibas bloks
e S ”

2. Gazes pliismas parbaude.

3. Stieples mehanismu un rullisu
stavoklis.

4. Degla stavoklis.

5. Masas vada stavoklis.
Masas vadam ir jabiit labi
nostiprinatam.
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