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TABLE OF CONTENTS:
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1. Welding process.
1. Grinding.
1. Inspections.
1. Additional requirements - compliance with existing norms and regulations.
1. Preparation of the wear point of the groove base for proper repair process:
I. Preparation of the groove base - grinding to obtain a full flat surface of the groove;
II. Clean surfaces from rust, oils, greases, paints and other contaminants.
2. Prepare additional welding materials:
I. Wire ESAB OK Tubrodur 15.43 - see informative map;
It is best to remove the wire from the original packaging before use.
Do not use damaged, unlabelled, rusted pre-opened packaging.
3. the correct repair process of steel Dillidur 400V elements, they are heated to a certain temperature and the appropriate interlayer temperature is maintained within certain limits.
The repair site must be heated to 100-150 ° C with a burner. The temperature is controlled by
non-contact thermometer.
4. The welding process must begin immediately after heating.
The process shall be performed over the entire width of the groove in parallel seams, in accordance with the attached pWPS / CP / 2015/1. The temperature must be controlled throughout the process. If the temperature drops below 100 0 C, it is essential to heat to the appropriate temperature.
5. Grinding shall be carried out with equipment fitted with grinding wheels of a shape appropriate to the geometry of the groove to be repaired, in such a way as to obtain an appropriate height and width.
Grind to a straightness of 0.5 [mm] to 1 [m].
6. VT tests shall be performed in accordance with PN-EN ISO 17637 and PT in accordance with PN-EN ISO 3452-1.
7. Additional requirements:
I. Conditions for carrying out the process:
 Ambient temperature: min. 10 0 C.
 Humidity: max . 70%.
 Wind speed: max . 1.5 m / s.
II. Up-to-date certificate PN-EN ISO 3834-2 for the company performing the welding process
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1. Qualified welding technology according to standards: EN ISO 15614, EN ISO 15613, EN ISO 15611 or EN ISO 15613.
1. Up-to-date welder's certificate in accordance with PN-EN ISO 9606-1 (EN 287-1) - in the welding method used.
1. Welding supervision according to PN-EN ISO 14731, min IWS.
1. Test and study personnel in accordance with PN-EN ISO 9712, min. level 2.
1. The temperature must be measured in accordance with PN-EN ISO 13916.
1. Infrared thermometer with current calibration certificate.
1. After grinding, carry out VT tests in accordance with PN-EN ISO 17637, quality class D in accordance with EN ISO 5817.
1. After VT tests, perform PT tests according to PN-EN ISO 3452-1, acceptance level acceptance "3" according to PN-EN ISO 23277.

maģ. inž. Karols Andžejevskis
(mgr inż. Karol Andrzejewski)
PL – IWE – 00908 / 2011
inž. Tomasz Woźniak 
(inż. Tomasz Woźniak)
PL – IWE – 00919 / 2011
PL/ IWI–C / 394 / 2013
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