Inspection Body No. 4007 acredited by CIA acc. to €SN EN ISO/IEC 17020

Manufacturer: Guangzhou Heda Shelves Co., Ltd.

2nd Floor,No.183, Ting Yuan Road, Xin Gang Dong Road, Haizhu District,
Guangzhou City, Guangdong Province

Ceskoslovensky Lloyd spol. s r.o.

Pobiezni 3/620, 18600 Praha 8

Range of welding procedure qualification

Report No.: 8605214-WPQR (HD-PQR-01)

Standard:

Additional
requirements:

ISO 15614-1:2017 (level 2)

Test piece

Range of qualification

Welding Process
(EN ISO 4063)

135 - MAG welding with solid wire electrode

135 - MAG welding with solid wire electrode

Degree of mechanization

partially mechanized welding

partially mechanized welding

Type of joint and weld

FW P sl

T-joint, Fillet Weld
P/P, ss, nb, bs, mb, sl, ml

Single-run / multi-run

Single-run

Single-run + Multi-run

Parent material, group(s) and sub-
group(s)
(CEN ISO/TR 15608)

Plate 1: Q235B (GB / T 3274:2017)
Sub-group 1.1, ISO/TR 15608
Plate 2: Q235B (GB / T 3274:2017)
Sub-group 1.1, ISO/TR 15608

Group 1 (equal or lower specified yield strength
steel)

Parent material thickness (mm)

ty= 2.00; t,= 2.00

t1,2 from 1,4 to 4,0

(EN ISO 6947)

Deposit thickness (mm) N/A m—

Throat thickness of fillet weld a (mm) 3.0 from 1,5 to 3,0

Outside pipe / branch diameter (mm) --- ---

Branch angle a (°) N/A 5==

Welding Position PB All positions except vertical downwards

positions.

Filler material designation

AWS A5.18 ER70S-6

Filler materials cover other filler materials as long
as, according to the designation in the
appropriate international standard for the filler
material, they have equivalent mechanical
properties, same type of covering or flux core,
same nominal chemical composition and the
same or lower hydrogen content.

Filler material make

Shandong Juli Welding Co., Ltd.

No restriction

Filler material size

1.0 mm

No restriction

Shielding Gas
(EN ISO 14175:2008)

M21 Ar 100 % CO2 %

M21 (CO2 20%) +/- 20%

Designation of backing gas

(EN ISO 14175:2008) N/A
Flux - o-=
Type of welding current and polarity DC + DC +

Transfer mode

Global transfer

Spray, pulse and globular transfer

Heat input (kJ/mm)

0.725~0.750

Preheat Temperature (°C)

Room temperature

Room temperature

Interpass temperature (°C)

N/A

N/A

Post heating / PWHT

No

Other information

Single-wire system.

A welding procedure test according to this document prepared by a manufacturer is valid for welding in workshops or sites when the
manufacturer who performed the welding procedure test retains complete responsibility for all welding carried out to it. Change outside of
above stated range requires new welding procedure qualification.

Place: Prague 2025-08-13

Assessor: Renata Ausficirova

validation code 1800D461-C08 confirm validity of the certificate with this code at www.cslloyd.com

Enclosure - number of pages: 12

validation code: 1800D461-C08

Page 1 of 15
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Ceskoslovensky Lloyd spol. s r. o.

WELDING PROCEDURE QUALIFICATION RECORD

Report No.: 8605214-WPQR (F 801) (HD-PQR-01)

Inspection Body:

Manufacturer:

Czechoslovak Lloyd spol. s.r.o., Pobiezni 620/3, 186 00 Prague 8 - Karlin
Inspection Body No. 4007 accredited by CAI acc. to ISO/IEC 17020, issues this report according to Inspection

procedure T-101, Enclosure No. 10

Guangzhou Heda Shelves Co., Ltd.

2nd Floor,No.183, Ting Yuan Road, Xin Gang Dong Road, Haizhu District

Guangzhou City, Guangdong Province

Applied standards (codes):

EN ISO 15607

ISO 15614-1:2017 (level 2)

Manufacurer ref. No.:

HD-pWPS-01

Standard of Parent material 1

GB / T 3274:2017 - Hot-rolled Plates, Sheets and Strips of Carbon
Structural Steels and High Strength Low Alloy Structural Steels

Welding Procedure Qualification Record

Date of welding:
2025-07-10

Welder:
Zhang Zhijian
Standard of Parent material 2

GB / T 3274:2017 - Hot-rolled Plates, Sheets and Strips of Carbon
Structural Steels and High Strength Low Alloy Structural Steels

Welding Process
(EN ISO 4063)

135 - MAG welding with solid wire electrode

Mechanization degree partially mechanized welding

Parent Metal group

Plate 1 (GB / T 3274:2017)
Q235B

Sub-group 1.1, ISO/TR 15608
Plate 2 (GB / T 3274:2017)
Q235B

Sub-group 1.1, ISO/TR 15608

Outside diameter tube

Filler Metal Group

AWS A5.18 ER70S-6
Shandong Juli Welding Co., Ltd.

Plate 1: 2.00 mm

Thickness Plate 2: 2.00 mm

Treatment

Filler material size 1.0 mm Deposit thickness N/A mm

Joint type FW P sl Single-run / multi-run Single-run

Branch angle a (°) a=N/A ° 1v;r]el](c)ja; Wickhess offiliet a=3.0 mm

}Allzcle\lldlis?cg) ggii;i)on pB (SEhlileIIdsi(r)]gjf;azoos) M2LAC 1009 +LR2 NS
(Hk‘i?rfq:\q)pm 0.725¢0.750 l(al?l\clkllgg (1;?‘375:2008) N/A

$;ﬂ1;:rgture Room temperature Flux N/A

igﬁsp';g?astsure N/A Type of Welding current DC/+

Post Weld Heat No Metal Transfer Global transfer

List of Annexes

No. | Type Document number/designation Protocol issued on
1 pWPS HD-pWPS-01 2025-07-05
2 Test weld record Welding record-01 2025-07-10
3 Parent material certificate 743032142005 2025-01-17
4 Filler material certificate 25010105 2024-12-31
5 VT Report GDHD-2025NDT(BG)-001-VT 2025-07-24
6 | PT Report / MT Report GDHD-2025NDT(BG)-001-PT 2025-07-24
7 DT Report BW-LS-25072511 2025-07-25

We declare that the above mentioned parameters has been applied during the welding procedure

Place: Prague

Date of issue : 2025-08-13

Inspector: Walter Yang, IWE

ey W

validation code 1800D461-C08 confirm validity of the certificate with this code at www.cslloyd.com

validation code: 1800D461-C08
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TEST RESULTS

Visual test (EN ISO 17637)

Satisfactory (EN ISO 5817 - B)

Penetrant test (EN ISO 3452-1)

Satisfactory (EN ISO 5817 - B)
(EN ISO 23277 - level 2X)

Magnetic test (EN ISO 17638)

Not required (EN ISO 5817 - B)
(EN ISO 23278 - level 2X)

Radiographic Test (EN ISO 17636-1)

Not required (EN ISO 5817 - B)
(EN ISO 10675-1 - level 1)

’ TENSILE TEST (EN ISO 4136) NOT REQUIRED

I BEND TEST (EN ISO 5173) NOT REQUIRED

’ IMPACT TEST (EN ISO 9016) NOT REQUIRED

I CHEMICAL COMPOSITION (%) NOT REQUIRED

‘ HARDNESS TEST HV 10 (EN ISO 9015-1) NOT REQUIRED

TEXTURE EXAMINATION (EN ISO 17639)

No. | Magnification

Etchant

Texture Texture Assessment

Foto
Report

Macro Micro

1 20.0x solution

4% Nitric acid alcohol

Passed (EN IS0 5817 Level B) No

acceptable | N/A imperfections

Report No.BW-LS-
25072511

General note
N/A

The results of the approval tests are in accordance with the specification and are acceptable.

Place: Prague Date of issue : 2025-08-13

validation code: 1800D461-C08

Inspector: Walter Yang, IWE

Wty W

validation code 1800D461-C08 Confirm validity of the certificate with this code at www.cslloyd.com
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H}iz&% Rev. : A

WEELZHE (PWPS)

PEEEFGIINF Examiner or testbody : CS Lloyd

I V] AN

Method of preparation and cleaning : &4k 7. 2375 Remove
TZiFEYm S WPARNo.:  HD-PQR-01 the oxidized skin and greasy dirt

#1345 75 Manufacturer: "R RIA B fe 4 IR AT REFF RS Parent material specification::

15 T #: 4% Welder's Name: g 2 GB/T 3274-2017 Q2358
444 J2 )& Material Thickness (mm): 2

Hb S Location: &ML
5.2 T2 Manufacture’s Welding Procedure: HD-pWPS-01
4495 Reference No.:

FL 3% 7772 Welding Process: 135  Dimensi
FE ¥ 4% Welding Equipment: / ﬁ%ﬁ{ggr\}x;irﬁ?x);tion o
3R Joint Type: P BW T &L :
JRLBEUE % (177 PE1)* Weld Preparation Details (Sketch)*:
#:3L# 3 Joint Design 12#EF 5 Welding Sequences
2 2
| I
> /v ) l-:r
4\ 1 2\ 1
o~ o~
I I

13 T. 225 Welding Details:

JE N > |
st | s | Smeor | i | s | SRR g paE | A Heat
Run Process Filler Current Voltage current/Polarit Shleldln_g gas Travel input*
Metal [A] V] y (L/Min) Speed*(mm/s)| (KJ/mm)
Side-A 135 $1.0 140~160 18-22 DCEP 15~20 5~6 0.336~0.563
Side-B 135 $1.0 140~160 18-22 DCEP 15~20 5~6 0.336~0.563
JR 22 RS AT A
Filler metal classification and trade name: Biltn: 3 (EKIE )
ER70S-6 M54 e.g. Weaving (maximum width of run):
Ht 3% 5%, 4% Any Special Baking or Drying: / /
SARTE T Gas/Flux e $3RE, SR, 15 I E
£13 Shielding: ~ 80%Ar+20%C02 Oscillation: amplitude, frequency, dwell time
R #%5 Backing: ~ / |
S {kifi & Gas Flow Rate fik I Pulse welding details: /
74" Shielding: 15-20L/min (RN
R Backing:  / Contact tube-to-workpiece distance : ~ 20mm
R 57/ R <T Tungsten electrode type/size:  /
TR/ Details of Back Gouging/backing: S5 145 Plasma welding details: /

T Preheat temperature:

/

JZ )R Interpass temperature:

/

248 ff & Torch angle:

/

S5 G PUb T Post-weld heat treatment: /
INfI|], WREE, J7iE
Time, Temperature, Method : /
TnAAFNA H) i R
Heating and cooling rates: /
filli& ) Manufacturer
I EREERERAER AR
. H#. %4 Name, date and signature

validation code: 1800D461-C08
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Test Weld Record
according to EN ISO 15614-1

page.1/2

Place: Guangzhou Guangdong Examination Body: CS Lloyd
pWPS no.: HD-pWPS-01 Method of preparation ~ Grind & Brush
and cleaning:
WPQR no.: 8605214-WPQR Marking of the basic GB/T 3274-2017 Q235B
material: ISO/TR 15608 Gr.1.1
Producer: Guangzhou Heda Shelves Welding method: EN ISO 4063-135-Partly
Co., Ltd. automatic
Name of the welder:  Zhang Zhijian Thickness of the basic 2
material (mm):
Type of joints and FW The outer diameter
welds: (mm):
Details weld sl Welding position: EN ISO 6947-PB
preparation (draft) *:
Details of the weld Weld Beads laying
-— 2 — -— —
o P
! !
N N
I I
Technical parametres:
Weld | Welding | Diameter of | Current | Voltage Type of Speed-ofthe | Welding | Thermal
bead | method. the filler (A) (V) current / filler speed power
(mm) polarity, (rmmin )
metal transfer | Interpass (mm/s) (kJ.mm™)
temperature
Side A-1 | 135 D10 150 20 DCEP-Globular| / 3.2 0.750
Side B-1 | 135 d1.0 148 19 DCEP-Globular | / 3.1 0.725

validation code: 1800D461-C08

Page 5 of 15



Test Weld Record according to EN ISO 15614 - 1 page. 2/2

Designation of additional material and its brand: Shandong Juli Welding Co., Ltd.
AWS A5.18 ER70S-6

Special drying at elevated temperature or drying:

Identification-ofgas-/ flux - a shielding:

- —root shiclding: ENISO 14175 M21 80%Ar+20%CO2 18L/min
The flow rate of the gas a shielding:

- root shielding:

Type / size of the tungsten electrode:
Details on gouging / backing:
Preheating temperature:

Interpass temperature:

Additional heating (temperature, time):
Maintenance preheating temperature (temperature, time):

Heat treatment after welding and / or aging ~ Temperature, time, method:
- The rate of heating and cooling:

* Additional information, such as:
Oscillation (maximum bead width):

Oscillation (amplitude, frequency, delay):
Details pulse welding:

Distance power beam from the workpiece:
Details of plasma welding:

The angle of inclination of the torch:
* If it is required

Manufacturer (date, name, signature): Inspection Organization (date, name, signature):

& & 20250710
~ /¥ M
2025,07. 10

validation code: 1800D461-C08 Page 6 of 15



&

i 1

LY STEEL

72 i i 2 IR B 5

INSPECTION CERTIFICATE

QSP/Y 12-15.3
Hiht: WIBE R T EEYE HE%%:417000
ADDRESS: HUANG NI TANG, LOUDI,

HUNAN PROVINCE, CHINA  Code: 417009

% i <SS i i 3 2E 3k INF T B L
/ﬁﬂﬁﬁiﬁﬁ%ﬂ@iﬁ ISE N EJ Quality Issue TEL 0738-8664538
Aol 3 31509001 5 LI RAME HUNAN VALIN LIANYUAN IRON&STEEL CO.,LTD. HAE W 0738-8664303 8665406
’ Sales TEL
The enterprise has passed ISO9001 Quality
Management System certification lof1l
FERATE | 4 - e mEn G415 E S
Product AL Class STHH Contract No. H512917 Certificate No. A12025031200007
T — LR TE
VBT 1o e 50 54 24 FS AR RS osorss2t
Customer Business Contract No. Stacking No.
TREAL . - NN — A Fuh () - & -
VR sl st i e 4 S GE) g L ks
Purchaser Destination Transported By
Frite I T 5
Specification GB/T 3274-2017 Carrier Vehicle/Ship No. 1585448
e RIS " R
Grade Q2358 Delivered Status AR-FAL Date Of Manufacture |202>703-10
TS AIE VB
&k e 4 -03-
Purpose g Certification Date Of Issue 2025-03-12
T [~ ) — - _ TR 75 i Bend AR i
. Dimensions | s Ab 27 4> Chemical Compositon % (1=x10 2=x100 3=x1000 4=x10000) Tensile Test 180 Impact Test i
N =) Y| =K = =) =) = Y . VR % R Hard
151 Al 5 !EH%;?? RS A5 };E R | K A | weigh cC|lsi|mn|l P| s|cuf|cr|Ni|A]| A |As|N Ji R | it JE 5% ﬁk v |0 R ee = o
Heat No.|  Coil No. Pack No. Shee No. Thick | She| t YSs. | TS A EL 7k F TS fE /1| ness
No. Width | Length ] 4 d= a . g
ness ets ReH | Rm A Ji Absorbed Energy
mm Kg 2 3 2 3 3 3 3 3 3 3 3 3 OR* Mpa Y.S/TS| % RE*|OR¥ “C| 1| 2| 3 |Avg
25341900] 25201787800 2 1250 | Caoil 21750 18 | 89 | 27 | 24 1 35 | 43 18 6 T | 370 | 482 28 | 1.5|5E4F
2 |25222235| 25201788000 2 1250 | Caoil 22205 19 | 88 | 24 | 18 2 37 | 35 15 6 T | 364 | 476 29 | 1.5|5E4F
KT o o . R4
Weight Of This Page 43955 Keg 23T Total 43955  Kg BAEE Num 2 Piece(s) £D. Lovel
RE*=45 B (Result), OR*=77 [H](Orientation), T=H# [7](Transverse), L=Z\ [1](Longitudinal). Surveyor: Witnessed By
#wE
Remarks
0 2AE M B R TR, S0ER . IELR RN, SRS DU =R A K. Cert No:
= .
Declaration Test Date:
. 818N
RN . PN AN FTENH . -
~ = ~ 7 -03- 26: Quality Mana : i -
Consignment i Consignee Issued By Date of Print 2025-03-1200:26:15 y & gl T
Bl 7 Of 15

validation code: 1800D461-C08



QUALITY CERTIFICATE AP
o] CNAS =
N H TESTING
HX )ﬁ % -'iE E :FS CNAS L9896
=N el
EN 10204 3.1 Hh [ L 2R 4 M T A ORIE L T 3888
REIVEHMEIA R A A HLiE: 86-0534-2367325  fEH.: 86-0534-2367525 NO.3888 NORTH OF UA ROAD
SHAN DONG JULI WELDING CO., LTD. TEL: 86-0534-2367325 FAX: 86-0534-2367525 DEZHOU CIT V%lﬁ]%) CHINA
] TNTI7 /
Cornnmodgy Trade mark Size Lot No. [Weight (Ton)| Mfg. Date Applied rules or standards issuance \\‘l()\ate ofi 1ss Y = Certificate
o WS | mk | e | &R 0D HEA W A A5 ?\? W34
1
GB/T8110 G49A3C1/M21S6 N
CO2 SARP 22 | JL-ER50-6 | 1.0mm | 403799 2024.12.31 AWS A5.18 ER70S-6 ! 25010105
EN ISO 14341-A:G42 3 C1/M21 3Si
Chemical Composition % R 5 (%)

Hemert C Mn Si P S Cu Ni Cr Mo v Al Ti+Zr
Sp;‘ﬁczfé"“ 0.06-0.14 | 1.40-1.60| 0.80-1.00 | <0.025 | <0.025 <0.35 <0.15 | <0.15 <0.15 <0.03 <0.02 <0.15
Test: Result) ) 579 1.43 0.80 0.012 0.013 0.111 0.012 0.020 0.010 0.008 0.010 0.011

W A

Deposited Metal Mechanical ~Properties JEE & B RE X\E'I ejl%mjg: %a r;r%negzr(ﬁﬁ)
- - o Mercury diffusion - 13
Tensile Yield . Longitudinal Shielding X-RAY
Elongation Post-weld hydrogen content Type of b g
S:trﬁngth Strength W A ébsorbed Energy Heat Treatment Benq Test of Bl B A Bk current Arr}pere Gas:lowE X SR
PUrhL & Job TR % MR T B H b Deposited Metal | 1y (ml/100g) T T A | RIPSRE
RnMPa Ry02MPa ° R N s L/min
Requirement ] > > >727(_3()° o At g 45

i P 500-640 >420 >20 >27(-30°C) A [k HS <7 DCEP COs 1825 7% 12
Test Result 94/106/111 RS ‘ 70-230 [80%Ar+20%

o 571 462 27 &tk | At 3.21 BRI CO,18-25 %%

W E Y118 104

Remarks: This company had passed the ISO9001Quality System Certificate.

% EARATEER 1S09001 5 ik RIIE 1ISO 9001

We Hereby Certify That This Report Is Correct And That All Test Results Are In Compliance With The Specification Described Herein. Registered Quality

ZEAE I AR 75 245 BB IR B T AP A G I 2 BER Management
e, |CCS3YS ABS:3YSA/4AYSA  CWB: B-G49A3 C1 S6 DB:G 42 4 C1/M21 3Sil CE:A-G 42 4C1/M21 System

VMRS ITR:3YSHIS  RINA:3YS TUV: G 42 4 C1/M21 3Sil 3Sil
#7F Remarks Prepared o Rev‘iewed B Agproved NE A
ZZ1H i & Surface Quality: A% OK G - /N7 ‘ W A% 4— rE M et /D ‘71“ i\

validation code: 1800D461-C08
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Fia EEN THE %S HXIC/EG-NDTO
24111012
T e W HE
Non Destructive Testing Report
P ER: 1R
Part neme. Nelding Specimen
EmES,
Description. 35001 50T 2mm
RERT:
Report Ne. GDHD-2025NDT (BG) —001
R4 HEH:
Date: 2025, 7. 24
EFLEAr
IPERREEREEFHRAHA
Customer G Heds Shelves Co., Ltd.

WA AR A

Zhejiang Hexi?g'nggiggiIg hnology co.,Ltd
N/

bk RMEFEARFEER S 656 S5S EA402E W 32525

Add :Boom 408, 4h Floor, Comprehensive Building, Mo, 658 Binhai Erdac, Postal code: 32525

Wenzhou Economic and Technological Development Zone

Bi%: 0577-B635B816
Tel: 0577-BA358B164

f£EHR: N577-B4358B16

Fax: 0577-B635BE16

validation code: 1800D461-C08 Page 9 of 15



| ¥} V4 5
Tkt

F S HXIC/BG-VTO1

SE ki e

Visual Inspection Report

R E54m 5 Report number: GDHD-2025NDT (BG)-001-VT #H 1o H2m
EHLBfr JUHRRAR B e 45 H B4y |] /Guangzhou Heda AL GDHD20250724
Entrusting Unit Shelves Co., Ltd. Delegate Number -01
TFEAR AN ES B 42 R H IR RS Corner
Project Name Welding Specimen Part Name welding specimen
itws HD-PQR-01& 5 (2358; ISO/TR Far il A 1R R X
Part Number WPQ-01 Texture Of Material | 15608-Group 1.1 Detection Site Weld seam& HAZ
PR ol 135 BT ! REAIE 1 R
Welding Type ? Welder Name Zhang Zhi jian Test Timing After welding
mpEn| iz on A4
ﬁnuiﬂ‘% ('mm) ' 3504 1504T2 _ NG 20°C ﬁu‘\JtWﬂ ‘ 100%
Sample Specifications Ambient Temperature Detection Ratio
W 7 i H o b EN ISO B fiohr vt BN 150
Observation Method Visual Testing Standard 17637:2016 Acceptance Criteria | 5817:2023-level B
KMREZP Sketch Map:
— TI=2mm
T2=2mm
/i MEP{iiDetection site
[}
v
Mo AR A1
Tested Area Conditiong
e IR B 14 5
Fe ) Surface defect property
. BaEd S = = - :
Serial s i | RIS Tl | e . " -y iz |
Number Held Bo R Underc | Incomplet | Porosi ;é'@h thd Gk i Hite Testing
Crack . inclusion | Spatter | Overlap Other
ut, e welding ty result
HD-PQR-01& CEid
o Ve |/ / / / / / / / e
o 00 25 R 13 B -
L. MRS RAF& EN IS0 5817: 2023-Level B ZidriEflE, SR E4%. Test results in line with EN IS0 5817: 2023-Level
Bstandards, the results of qualified.
2. A PNAHIE DR B TR I8 A fL 7155, The test data and reports are only responsible for the test samples.
3. HEF A AR I EN ISO 15614-1:2017 fRiEiH1T7H] & . The client declares that the specimens were fabricated
in accordance with EN IS0 15614-1:2017,
& A Operator (Level) SHA Auditor (Level) f a5
o W © HiDate: 2025.07.24 &, Bk AN
#Date: 2025, 07°24
v N Authorizer (Level) ‘ =\ ¥4 o =
. (R LR M D :
= o, - s
m (Dedicated InspcchdcniStamp)— bt
- H#d Date: 2025.07.24 L 5\%

validation code: 1800D461-C08
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Fia EEN THE %S HXIC/EG-NDTO
24111012
T e W HE
Non Destructive Testing Report
P ER: 1R
Part neme. Nelding Specimen
EmES,
Description. 35001 50T 2mm
RERT:
Report Ne. GDHD-2025NDT (BG) —001
R4 HEH:
Date: 2025, 7. 24
EFLEAr
IPERREEREEFHRAHA
Customer G Heds Shelves Co., Ltd.

WA AR A

Zhejiang Hexi?g'nggiggiIg hnology co.,Ltd
N/

bk RMEFEARFEER S 656 S5S EA402E W 32525

Add :Boom 408, 4h Floor, Comprehensive Building, Mo, 658 Binhai Erdac, Postal code: 32525

Wenzhou Economic and Technological Development Zone

Bi%: 0577-B635B816
Tel: 0577-BA358B164

f£EHR: N577-B4358B16

Fax: 0577-B635BE16

validation code: 1800D461-C08 Page 11 of 15



Ta)% ek %S HXIC/BG-PTOL
e 3vid oAUl LT e

Penetration test report

k& 45 Report number: GDHD-2025NDT (BG)—001-PT B2 H2m
E i JTARAIEE GEAE &5 IR A 7] /Guangzhou Heda Shelves ZitR GDHD20250724-
Entrusting Unit Co., Ltd. Delegate Number 01
THEAR 1E BT k2R H IR EAE Corner
Project Name Welding Specimen Part Name welding specimen
At dw s HD-PQR-01&W # I GB/T 3274-2017 H4 RL4E 5 I1S0/TR
Part Number PQ-01 Texture Of Material U235B Material group 15608-Group 1.1
o A T A RUG | BARAUREX
Welding Type 2 Welder Name Zhang 7Zhijian Detection Site Weld seam & HAZ
Fo AR B B FEAALRE (o) 50150 T2 TR o
Test Timing After Welding | Sample Specifications Ambient Temperature
o 0 EE A1 . BENS - bty il Eith) -
Testingratio 106k Penetrant Type RPT leaning Agent Model BFl-a
SR PT 5 §aIn 75 iR T T
Developer Type Application Method Spray Cleaning Method Serub
BB EAG g =
AT >10min I 15min WAL >10001x
Penetration Time Imaging Time Observed Brightness
WEZ 71 H A ol A EN TS0 Lo Sbr A B 150 5817: 2023-Level B
(Observation Method Visual Testing Standard 3452-1:2013 Acceptance Criteria | BN IS) B7:2000 Lewel 2

i~ & B Sketch Map:

= TI=2mm
T2=2nm
GMEPiDetection site
]
L]
. - TR Ab PR 77 3 M R Defect
/7 57 A2 = |
A (T4 3 | #REA i%ﬂl @%E1ﬁ ﬂﬁs#ﬂ< Treatment Methods And Results Rz 3
i é ) RSk ME S LA BT
. Defec | Defect Defect . . . Testing
Welding Part | Defec ” Locati | Displa After Grinding Welding Repair — Remarks
No. t No. P TR | RS | R | R
Type on Size (mm) : ;
Nature |[Size mm| Nature [Size mm
HD-PQR-01&WP i
o o1 /| / / / / / / o /
e M % ER 15 -

1. YR R FFA EN IS0 5817: 2023-Level By EN IS0 23277:2015 Level 2 fR#EME, &R A . Test results in line
with EN ISO 5817: 2023-Level B. EN ISO 23277:2015 Level Z2standards, the results of qualified.

2. AR B A AR S AN R BE BE 71 57« The test data and reports are only responsible for the test samples.
3. P77 T RE B BN IS0 15614-1:2017 fr#fEidi47T /% . The client declares that the specimens were fabricated
in accordance with EN IS0 15614-1:2017,

#%E A Operator (Level) PT-1I FZA Auditor (Level) f
o W @ H¥Date: 2025.07.24 % Bk
HEAE A Authorizer (Level) PT-1I
m (Dedicated Inspe .
- H# Date: 2025.07.24

validation code: 1800D461-C08 Page 12 of 15



|'|H|I Ir f

AP

: CNAS
N 4

T e

- ¢ ey <

.f,:’f /I\ \‘;\\
Foind

J’f'

£

fHERA B[

EFR & A AN
B @Jiﬁhw
T E ST IN G "::-_,."f-:"'_'“ boowa measurement and Control

CNAS L18715

AU 74

e
Entrust unit
e o
Report Number
S LEZE
Sample Name

Far 3 H
Test Project

s H

Report

Test Report

JTARARIEE RS A IR AT
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Announcements

il

LENA “RUMERE” . FUXH.

The report should hawve a “special seal for testing”, otherwize it is inwalid

2ERER. FEA. ERAEFRA.

The report is invalid without the signature of the person who prepared, examined

and approved it.

S.REZEFPLERZFMARE, TEEEs B Faiiies.

This test report shall not be partially reproduced without the written consent

of the central laboratory.

4. S st A,

Eeports altered are inwvalid.

SAfE e R, MTEIRE . HECEEA, EERLERZERY, HHANTE

H.

Ay objectlon to the test report shall be submitted to the central laboratory within

15 days upon receipt of the report.
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Zhejiang boowa measurement and Control Technology Co., Ltd
W e WA RE
Macroscopic Metallography Test Report
R 5 9m 5 Report Number: BW-LS-25072511

THEBAL JTARRIE A §e ki 44 A IR A \) /Guangzhou THth'5 RITIRGTEA]
Entrust Unit Heda Shelves Co., Ltd. Order Number
KREEHRE (mm) SRt H I
Specification 350+300+T2 To Sample Date 2025. 07. 24
kg T/ E e | _ i GB/T 3274-2017
Sample NO/Quantity | M0 PAR-OL&WPQ-01 1 pe Material Q2358
2 ;
Afaﬁiﬂlﬂ 1S0/TR K Lok 4 A J FW s1, 135
15608-Group 1.1 [ Welder Name Zhang Zhijian | Welding Type Sh
group
I 77 7% , IR SRt EN IS0
Detection Method 150 17639:2022 Acceptance Criteria 5817:2023-1evel B
o M5 2 20X UK RReZ NS |
Test Equipment Magnifier Testing environment 22°C/T5rh (%)
T Frh vaR S7E
CorrofﬁgﬁhZﬁ%ution ARFE BRI RS VAW (4% Nitric Acid Alcohol Solution)
TR/ (C/s) | i ~ L0s EVE REER
Temperature/Time RT - Ftching method Surface wiping

SAHIE
Sample photos:

BW2025

MR ZE S ULHH Test results illustrate:
L B a RO T WSS, IR 92 R BGEUIX TTREL. TARRI G558, After corrosion, the
sample was observed under a magnifying glass, and there were no cracks or incomplete fusion
defects in the weld seam and heat affected zone,
2. K E B RERFE Tt Sample Information Is Provided By Client,
3. AR S AR AN AR IS AL i1 55 . This Test Data And Report Are Responsible For The Test
Sample Only.

4 R 45 SRR A EN IS0 5817:2023-1evel B ZifnifE %K. The test results o
the requirements of EN ISO 5817:2023 level B standard,

R hudit wx | .
rperme W ) M Certifier (é%
ter
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