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QC Turnover Index — Mechanical
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Department QcC Document No. QCFORM-0154
Label/Project No. QC Turnover Index - Facility | Revision 0.00
Document Type Form Revision Date 2021-04-14

SECTION 1.0 - Project Details

Client
Inc.

Fuelled Energy Marketing

Project No.

22-02056W

Project Name

Install 8” Nozzle in
FWKO

Date

2024-12-17

Location/LSD

AFE

Section No.

Section Description

SECTION 2.0 - Index

Complete

Initial

Date

SCOPE OF WORK

Contract Review

Design / Piping Specs

ITP — Completed & Signed Off

TO

2024-12-07

CLIENT INFORMATION

Client Issued IFC Drawings

P&ID Redlines

RFIs & Scope Change Communication

TO

2024-12-07

WELDING

Welders Log

Welder’s Declaration & Qualification Records
Weld Procedures

As-Built Drawings

TO

2024-12-07

NON-DESTRUCTIVE EXAMINATION
NDE Requests & Reports

NDE Certifying Statement — signed & dated.
NDE Technician Certifications & Eye Exams
NDE Equipment Calibration Records

TO

2024-12-07

PRESSURE TESTS

Pressure Piping Examination Guide — signed & dated.
Pressure Test Report — signed & dated.

Test Chart — signed & dated.

Pressure Test Mapping

Equipment Calibration Records

TO

2024-12-07

HEAT TREATMENT

Heat Treatment Instruction Sheet, Report & Chart — signed & dated.

Equipment Calibration Records

N/A

MATERIAL CONTROL

Material Receiving Reports & Packing Slips
MTR Log

MTRs — Verified, Dated & Initialed

CRN’s as applicable

TO

2024-12-07

NON-CONFORMANCE
NCRs — signed off & closed.

N/A

PROJECT COMPLETION
AB-83 Construction and Test Data Report or equivalent
AB-40 Vessel Repair/Alteration Report or Equivalent

N/A

MISCELLANEOUS

Coating Records

Torque Reports, Mapping & Calibration Records
Miscellaneous Project Information / Requirements

AC

2024-12-12

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.
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Contract Review
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ST RAIT Department Qc Document No. QCFORM-0007
Label/Project No. Contract Review Revision 3.00
Document Type Form Revision Date 2023-
SECTION 1.0 - Project Details
Client | Fuelled Project No. | 22-02056W AFE No.
Location/LSD | Grande Prairie Scope | Install 8” Nozzle in FWKO

SECTION 2.0 — Quality Control

Owner STRAIT

Materials Receiving Inspection, Identification and X
Traceability

Welding (Includes Weld Procedures) X
Site Control of Heat Treatment N/A N/A
Site Control of NDE X
Measuring and Test Equipment X
Witness of Pressure Tests N/A N/A
Data & Document Control X
Preparing and Retention of Quality Control Records X

(A Quality Management System, authorized by the Local Jurisdictional Authority, is required if the Owner assumes any of the Quality
Management System functions listed above. A piping system over 500 litres in capacity must be registered with a Jurisdictional Authority.)

SECTION 3.0 — Responsible for Supply

Owner STRAIT
Materials X
Design Registration with Jurisdictional Authority N/A N/A
Design & Specifications X
Construction Drawings X
NDE X (MPI ONLY)
Heat Treatment N/A N/A
Pressure Testing X
Project Test Pressures (Minimum and Maximum X
allowable)
Inspections X X
Test Pressures (if not supplied on a line list) HYDROTEST — 75PSI
Code(s) of Construction NON-CODE
Additional Customer Specifications N/A
Coating Requirements INTERNAL & EXTERNAL REPAIRS

SECTION 5.0 - Sign Off

Owner Representative’s Initials

STRAIT Representative’s Initials

&

4

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.
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Contract Review
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ST RAIT Department Qc Document No. QCFORM-0007
Label/Project No. Contract Review Revision 3.00
Document Type Form Revision Date 2023-

SECTION 6.0 — Contract Amendment and Lines of Communication

Owner’s Rep. On Site Superintendent
acm QCl on Site
Document Distribution List
Established

Requirements for contract amendment, change orders or RFI’s

STRAIT documents to be used. Approval required prior to proceeding with work.

3 Name of owner’s rep. responsible for signing off “Issued for Construction” drawings

Ajay Singh[ Q\F'%) 1S & ICRF,

Altec

RT Lot sizes: Determine & Agree upon the number of welds making up a lot side for random RT

MPI internal & external of final Category D welds only.

SECTION 7.0 — Percentage of NDE Required
Visual | 100% HT

N/A

Additional

RT | N/A MPI

100% Category D welds

Additional

SECTION 8.0 — Pressure Piping Construction & Test Data Report (If applicable)
Person designated to sign for STRAIT

Person designated to sign for Owner

N/A

N/A

SECTION 9.0 — Pressure Piping Completion of Construction (If applicable)

To be signed and submitted to the Jurisdictional Authority upon the completion of piping systems > 500L aggregate

capacity

STRAIT Representative

Owner Representative

N/A

N/A

Comments & other items:

SECTION 10.0 — Sign Off

Extent & Type of NDE required for Scope has been identified, reviewed, and agreed.

STRAIT Representative Initials

Owner Representative’s Initials

CN/@E,

~

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

R 866.340.2405

B info@strait.ca

@ strait.ca



Contract Review
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ST RAIT Department Qc Document No. QCFORM-0007
Label/Project No. Contract Review Revision 3.00
Document Type Form Revision Date 2023-

No. of Digital Copies

SECTION 11.0 — Turnover Package Requirements & Contents

No. of Paper
Copies

Turnover package to be
sent to

Ajay Singh <ajay.singh@fuelled.com>

SECTION 12.0 - Checklist
Req by Stored Stored for

Reqb
jtem Customer i jtem Cust:m‘:er 5 Years
Years

Contract review form \J Physical test reports: charpy, hardness v
Design Specifications \ NDE Location Map Vi
Drawings and Calculations v Materials Heat Number Identification v v

Drawings
Non-Conformity Reports ' Heat Treatment Identification v

Drawings
Material Test Reports v v Pressure Piping Examination Guide v
Material lists, Spool lists, v Pressure/Temperature Gauge v

Purchase Orders generated Calibration Records

by STRAIT

Radiography Reports \ Pressure test records v \J
Radiographic Film v Piping Construction and Test Data v

Report
Other NDE Reports, MT, UT v \) ITP’s v
Welding Procedures v \J AB-81 Completion of Construction v
Welder Log and Tickets v No AS Built Drawings v No
Welder |dentification Map v v RFI's Vv
Heat treatment records v Coating Related Documentation v
Personnel Certificates v Calibration Certificates '
Backfill reports ' Regulatory Documents \

V Designates documents to be stored by STRAIT for a minimum of 7 years.

SECTION 11.0 — Additional Requirements

SECTION 12.0 — Signatures

Client Rep Client Signature Date
%‘hﬁalﬁr,(\\’\'m %éz” NOVzO/ZOZ‘f
\J STRAIT Rep “-STRAIT Signature Date
Cam Neal cam I“"' oo Nov. 20, 2024

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

N, 866.340.2405

B i

nfo@strait.ca

@ strait.ca
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Repair/Alteration Examination & Inspection Page10f2
STRA'T Department Qc Document No. QCFORM-0133
Label/Project No. Repair & Alteration Exam Revision 0.00
Document Type Form Revision Date 2020-12-17
SECTION 1.0 — General Information
Boile
Job No. | 22-02056W rorPressure | | k-Out Tank
Vessel Title
Drawing No. | 843-1 Rev .1 Alberta (A) No. | N/A
Owner
Sequence Operations Comments Qcc Hold
. Insp.
Print
Repair or Alteration Procedure Accepted by | Travel Sheet
) TO
1 ABSA-Safety €OTES Dfficer{and Owner’s . ﬁ)
Inspector when applicable)
5 Welding Procedures Registered for STRAIT-1Rev. 1 TO
Welding to be done 2024-11-19
3 Welders have valid Alberta P.Q. Card for Jeremy Cheney TO
work to be done ABSA File: W-34533 2024-11-19
Cracks Mag Particle/Dye check after :
4 N/A
removal
ca Materials to be used TO
® Checked against PO/Drawing 2024-11-20
5h ® Material identified with correct T0
SA/SB specifications 2024-11-20
5c ® Material test reports checked To
against specifications 2024-11-20
Fitup
6 N/A
a e Shell courses-flush patches-heads /
6b ¢ Tubesheet/shell/ firetube N/A
TO
6¢ ® Nozzles and fittings 2024-11-20
7 Radiographic Examination N/A
8 Mag. Particle Inspection 202131_21
9 internal Visual after welding 2021-011-21
10 External Visual after welding 202131_21
11 Heat Treatment N/A
12 Hardness Tests N/A
FWKO - Hydrostatic Pressure Test (75 PSI
13 for 15 minutes) To
Secondary Containment - Pneumatic 2024-12-02
Pressure Test (5 PSI for 60 seconds)
14 Alternative Test (Specify) N/A

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.
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STRAIT

Repair/Alteration Examination & Inspection

Page 2 of 2

Department Qc Document No. QCFORM-0133
Label/Project No. Repair & Alteration Exam Revision 0.00
Document Type Form Revision Date 2020-12-17

Nonconformance Report No.

15 N/A
Cleared

16 Alberta Repair or Alteration Form B
completed

17 Repair or Alteration name plate attached N/A

SECTION 3.0 — Outline Sketch

Record Welder’s Symbols and Heat No’s, Radiograph I.D No’s. Attach separate sketch if required.

SECTION 4.0 — Material Used in Repair or Alteration

Item Mat’l Spec

Plate & Heads

Thickness

Sch

Rating

Shell/Patches

Heads/End

Tubesheet

Tubes

Firetube

Nozzles SA-333-6

12.7mm XH

N/A

Fittings

Flanges

SA-350-LF2 CL1

12.7mm XH

CL150

SECTION 5.0 — Travel Sheet Agreement
By signing below, you are agreeing that this ITP is acceptable and meets all project requirements.

Name

Signatuge =

Client Representative

Mo,

Bo\]ﬁh‘_, Altec

Project Engineer

(A~

STRAIT Quality Representative

N /A

Tasie Okoro

et

SECTION 6.0 — Final Acceptance

The signature below certifies that the project applicable to this ITP was constructed in accordance with the
requirements of the contract review and the client issued SOW.

Name

Signature

Client Representative

Printed copy is uncontrolled. Refer to STRAIT's SharePoint for most recent version.

R, 866.340.2405

B info@
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Coatings Inspection and Test Plan

Department Qc Document No. QCFORM-0065
Label/Project No. Coatings ITP Revision 0.00
Document Type Form Revision Date 2021-05-14

SECTION 1.0 — Inspection and Test Plan Information

Job Number|22-50393

Owner|Fulled

Date|November 19 2024

Client|Strait

Owner PO[N/A

Project|Nozzle Re-coat

Client Job Number|22-02056

Owner LSD|N/A

Scope|Internally and externally coat nozzle

Client Rep|Ajay Singh

Owner AFE (241104

ITP Revisions|0

SECTION 2.0

—Legend
Inspection Legend

H: Mandatory Hold Point W: Witness

SU: Surveillance R: Review  V: Verify

Code(s) [IDEAL Quality Management System

SECTION 3.0

—ITP Agreement

By signing below, you are agreeing that this ITP is acceptable and meets all project requirements.

Representative Name Signature Date
Client Representative
IDEAL Quality Representative s /QW
VIS Shawn Perks S November 19 2024
SECTION 4.0 —Inspection
S IDEAL Client/TPI
Ref. Description Acceptance Criteria /T Notes
Item Document Verification Inspection | . ials pate | 'Mspection [ c.ots | Date
Code Code
1 |PRE-COATING
1.1 |Project Inspection & Test Plan has been reviewed and < Sp Nov 19/24 Verify that the Project Inspection & Test Plan has been reviewed and
accepted IDEAL Quality Management System (Section 3.0) H H accepted
Ensure that all hold points have been communicated to all personnel
1.2 j p’ Nov 19/24 involved with recordable activities. The Contractor shall notify the
Owner/Purchaser of all hold point inspections and provide a minimum of
Hold points for recordable activities Signed ITP v R 24 hours advanced notice.
Do sty
13 Andrey “ Verify that all Client IFC documentation, Specifications and Manufacturer
’ Coates| = m‘ﬂm‘:us; Qualified Application Procedure (MQAP) documentation has been
Client IFC documentation, Specifications and PDS IDEAL Quality Management System (Section 3.0) H | e H received & reviewed
[—
Andren £ T N
1.4 Coates | 552 Ensure that coating inspection equipment have current calibration
Coating inspection equipment Measurement equipment shall be calibrated within 6-12 months R/V i R certificates and are checked for damages prior to use
Andrd s
g‘;;’j;‘:f;j;‘ The minimum qualification of the Contractor’s Quality Control/Assurance
1.5 IDEAL Quality Control Forms & Procedures (Section 5.0) R/V w fm’gjom@m R representative shall
Coates oatingecar O be NACE Level 1 Coating Inspector Certification. Certificate of applicator
. 0714230700
Applicator Standards competency.
P —
Andrew & . o
1.6 Coat Ensure that all coating verifying documents, referenced for the approved
Coating verifying documents IDEAL Quality Control Forms & Procedures (Section 5.0) R/V 0a esl R ITP, are available for use

Page 1 of 4




Coatings Inspection and Test Plan

Department Qc Document No. QCFORM-0065
Label/Project No. Coatings ITP Revision 0.00
Document Type Form Revision Date 2021-05-14

SECTION 4.0 —Inspec

N IDEAL Client/TPI
Ref. Description Acceptance Criteria / Notes
Item Document Verification Inspection | . iols pate | 'spection | .5 | Date
Code Code
2 |MATERIAL MANAGEMENT
-
Andre\,I/
2.1 Vv Coates R Ensure activities have been completed in accordance with the Client's
Material procurement activities Material to be verified to the purchase order and packing slip material specifications and QMS requirements
Andrew
22 v Coates R " ) )
Coating material batch numbers IDEAL Quality Management System (Section 5.0) Batch numbers are verified against manufacturers documentation
Andrew 5o
2.3 \ Coates R Ensure that any material overages, shortages or damages have been
Material quantities and conditions IDEAL Quality Management System (Section 5.0) | identified and documented
VL R cons . . .
2.4 v Andre: D Andre Cones R Ensure the material is stored in a cool, dry, well-ventilated area. No
: IDEAL Quality Management System Coates | E.'::};‘;;::%'j@““ material that has exceeded its shelf life recommended by the
Material storage As per manufacturer Recommendations | i 0700 Manufacturer shall be used.
3 |ABRASIVE BLASTING
Andrewl:
31 H Coates R ; i i
Pre-Blast Visual IDEAL Quality Management System (Section 7.0 & 10.0) Verify that the surfaces are free of oil, grease or other contaminants.
Andrew ;
3.2 IDEAL Quality Management System (Section 7.0 & 10.0) H Coates{ e "™ R
Compressed Air Quality ASTM 4285 bl Clean, dry air with no contaminants to be taken at start of shift.
Dty saned by
Andre During blasting or painting air supply shall be blotter tested in
33 IDEAL Quality Management System (Section 7.0 & 10.0) H Coates R accordance with ASTM D4285 at the start of each shift and a minimum of
Blotter test ASTM 4285 every four hours.
Digialy signed by
Andre | e
3.4 H w 5::;:5?:'0“' R Soluble salts on the finished surface profile shall be avoided or controlled
- email=acoates@ideal . N ”
IDEAL Quality Control Forms & Procedures (Section 5.0) Coates cotingscan = to a maximum value of 10 ppm or less or otherwise when specified by the
Soluble Salt Test prior to Blasting SCAT Chlor*test 0716360700 Manufacturer
Andre e
DN:cn=ndrew
Coates, o=Ideal
3.5 V/R w S esciceal R To be documented every 4 hours during shift. Substrate shall be 5°F
IDEAL Quality Management System (Section 7.0 & 10.0) Coatd Si;ﬁ"féi?ffg (3°C) above Dew point, and the Relative Humidity must be below 80%. If
i iti 07:16:48 -07'00" - Ty eps
Environmental Conditions ASTM D 3276 ambient conditions change, additional measurements shall be taken.
Oty sgnca by Andrew
Andrew Do Black Magic and Green Diamond. Abrasives used for surface preparation
36 VIR Coates| soca " R shall be free of dust, dirt and contaminants and shall be kept dry at all
Blast Media IDEAL Quality Management System (Section 7.0 & 10.0) times and shall not be recycled.
3 7 H Andrew Coates R
Post-Abrasive Blast Visual IDEAL Quality Management System (Section 7.0 & 10.0) NACE No.1/SSPC-SP-5 White Metal blast
[ ——
Andrew & e o
3.8 IDEAL Quality Management System (Section 7.0 & 10.0) H Coates| s " R
Surface Profile As per manufacturer | o NACE No.1/SSPC-SP-5 White Metal blast Profile 2.5 - 5 mils jagged profile

Page 2 of 4




Coatings Inspection and Test Plan

Department Qc Document No. QCFORM-0065
Label/Project No. Coatings ITP Revision 0.00
Document Type Form Revision Date 2021-05-14
SECTION 4.0 —Inspec
S IDEAL Client/TPI
Ref. Description Acceptance Criteria / Notes
Item Document Verification Insz:;::on Initials Date Insz:::on Initials Date
4 |COATINGS & INSPECTION
|
Andrel iz
| Contesomden
4.1 V/R w i:i'.\'ﬁi;mg: R To be documented every 4 hours during shift. Substrate shall be 5°F
slcontingac,
IDEAL Quality Management System (Section 7.0 & 10.0) Coate Dot 2021212 (3°C) above Dew point, and the Relative Humidity must be below 80%. If
Environmental Conditions ASTM D 3276 ambient conditions change, additional measurements shall be taken.
Digitally signed by
Andrd i cone
DN: cn=Andrew
4.2 H W R
coatings.ca, c=CA .
IDEAL Quality Management System (Section 8.0) Coateb Dates 20241212 Internal: Enviroline 2405
Coating Application Control Coating Manufacturer External: Hempel Hempathane 55610 HS Warm grey
Andrel s
! ON:cn-Andrew
Coates, o=Ideal
43 RV w Contngs. R
email=acoates@idea
IDEAL Quality Management System (Section 8.0) Coate ‘D(:::;?’;E‘,;;A
Material Batch Numbers Coating Manufacturer 07118070700 To be recorded on QC document.
Eig:a:y svgged‘
ndrew Coates
And re DN: neAndrew
Coates, o=Ideal
Coati .
A4 H w eraliacontesaid R
ealcoatings.ca,
IDEAL Quality Management System (Section 8.0 & 10.0) Coatgs R a1t Internal: Enviroline 2405 TDFT 16 - 30 mils
Dry Film thickness Coating Manufacturer / SSPC-PA-2 Level 2 07:18:20-0700 External: Hempathane 55610 HS TDFT 5 - 7 mils
Digially signed by
Andre! miecaes
[biedint
4.5 H w Cretacsstesaides R
Quality Management System (Section 8.0 & 10.0) Coate o
) X 071832-0700° be free of dri d or debri
Visual Appearance Coating Manufacturer To be free of runs, drips, sags, and or debris.
Andrew
CoatES All coated surfaces shall be visually inspected for holidays and
4.6 H Digitally signedl by Andrew Coates R discontinuities after completion
?2;5.:;;‘,““'* SoaeRogeal and curing of the final coat. For under insulation services, the coated
Quality Management System (Section 10.0) g e peicoingsex surfaces shall be subject
Non-conformities and Holiday Testing Coating Manufacturer Date: 2024.12.2 07:19:17 -07.00" to holiday inspection according to NACE SP0188.
Andre °f§f:
4.7 H w ol A— R
Quality Management System (Section 10.0) Coate g;"‘gj,‘;;;;ﬁ; To be completed in strict accordance with manufacturer recommended
Correction Procedure Coating Manufacturer o repair procedure

Page 3 of 4



= Coatings Inspection and Test Plan
I u EJ I_ Department QcC Document No. QCFORM-0065
Q.',’;; Label/Project No. Coatings ITP Revision 0.00
=~ Document Type Form Revision Date 2021-05-14
SECTION 4.0 —Inspec
N IDEAL Client/TPI
Ref. Description Acceptance Criteria il Notes
Item Document Verification Inspection | . iols pate | 'spection | .5 | Date
Code Code
5 |PROJECT COMPLETION
|
Digially signed by
Andre | e
oates,o-ideal
51 ) RV W e |
Non-conformance Reports (NCR’s) are approved and closed Coates| ;:;g%‘o;i;;§; ‘ .
out All NCR's are reported, logged and resolved e 0700 Compile all NCR's into turnover package
Digitally signed by
Andre yeices
Coates, o=Ideal
5.2 RV w Sﬁ:igaiéa‘es@ide R
Coate alcoatings.ca, c=CA
Date: 2024.12.12
RFI’s are resolved and closed out All RFI's are reported, logged and resolved F“”““‘ 0700 Compile all RFI's into turnover package
[ }
André E;g:ﬂ\'/:gned
Coates.
) DN:cn=Andrew
w oates, o-Ideal
53 H 4 antlmgs, e H
- ‘email=acoates@i
Coat dealcoatings.ca, Compile all documentation into turnover package
=CA
Final turnover documentation has been reviewed and S 5:;2%3237'32 Completed QC Paint Report to be turned over 7-10 days after project
accepted by all parties All 100% assessment findings resolved within 14 days completion.

The signature below certifies that the project applicable to this ITP was constructed and completed in accordance with the requirements of the applicable codes and the Client’s Specifications.

Representative

Name

Signature

Date

Client Representative

IDEAL Quality Representative

Digitalysigned by Andrew Coates
DN:cn=Andrew Coates, o=ldeal Coatings
email=acoatesaidealcoatings.ca, c=CA
Date: 2024.12.12072031 0700

Andrew Coates

Andrew Coates

Digitally signed by Andrew Coates

DN: cn=Andrew Coates, o=Ideal Coatings
email=acoates@idealcoatings.ca, c=CA
Date: 20241212 07:20:44 -0700'

Digitally signed by Andrew Coates
A d C t DN: cn=Andrew Coates, o=Ideal Coatings ,
NAarew Loates wmicsresideicoingsca c-ca

Date: 2024.12.12 07:20:58 -07'00'
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CLIENT INFORMATION

Client Issued Drawings



FILE PATH: P:\CAD\STOCK TANKS\800-899\843-1

o NOZZLE SCHEDULE BILL OF MATERIALS
NO. PROJECTION | WELD | WELD | REPAD BILL OF MATERIALS | ITEM[REQ'D] PART DESCRIPTION MATERIAL _| WEIGHT
@‘@ MARK| reqp | PESCRIPTION | SIZE | ANSI | TYPE 15 TouTSIDE| DETAIL| A [ B | € | D ITEM NUMBER 1 2 SHELL [3/8" THK x 120" W ROLL TO 72" ID x 228 1/2" LG SA—516—70N| 58001
@ N1 1 INLET 6" [150# [RFWN| 1" |8 1/2"| 1.4 [3/8] - [ - | = 14,15,16,17 2 2 HEAD | 3/8" THK x 72" ID FLANGED & DISHED SA—516—70N| 1191#
N2 | 1 GUAGE 4" | 1504 |[RFWN|SHOWN|8 1/2°| 1,4 [3/8] — | - | — 18,19,20 3 3 SHELL | 3/16" THK x 72° W ROLL TO 73 3/4 x 19'=5 1/2°.G SA—36 | 36854
N3 | 1 OUTLET 6" |150f [RFWN] 1" [8 1/2"| 1.4 [3/8] - [ - | - 14,15,16 SHELL | ORDER 3/16" THK x 72" W ROLL T0 74" x 19—8" LG SA—36
HOLES THIS N4 | 1 DRAIN 3" | 1504 |RFWN| FLUSH | SHOWN | 1,2,5 [3/8] = | = | — 21-30 4 1 SHELL | 3/16” THK x 60 W ROLL TO 73 3/4" ID x 195 1/2'LG| SA—36 | 1024§
SIDE. ONLY M1 | 1 MANWAY | 20" [ 1504 [RFSo[2 1/27[8 1/2"| 2,4 |3/8] = | = | = 31-37 SHELL | ORDER 3/16” THK x 60" W ROLL TO 74" ID x 19'—8"LG SA—36
/%SEAM—#LH T 1 TEST 1"_|s000#[cPLG] — - 3 /4 = [ =] - 38, 39 5 | 2 HEAD | 3/16° THK x 75 1/4 0D SA—36 | 662%
2l 6 1| SPACER | 3/8” HRR x 60'—0" LF SA—36 604
I GENERAL NOTES 7 | 1 | ANODE | 2" x 1/4" FLATBAR x 6 LG w/ HOLE (SEE ANODE DWG) 5 4
11 . 8 2 | SADDLE | 100 BBL SADDLE (SEE DWG 843—2) SA—36 600#
i ’ N R L A T, S o~ 7N 9 | 1 SKID__| 100 BBL STANDARD SKID (SEE DWG 843-2) - 1200§
-|—I| / 3: ALL FLANGE MATERIAL: SA—105—N : 11 1 HEATER | 12" x 24" CATADYNE HEATER (SEE CATADYNE HEATER DWG) - -
1 4 , 4. ALL PIPE MATERIAL: SA—106—B 12 [ 1 VENT | GALV_VENT AIR OUTLET MOUNT SIDE OF HEATER NEAR TOP — —
970" | I j [l 5. ALL BOLTING MATERIAL: SA—193— B7M/?A 191)1- —2HM 13 1 DECAL | 10" x 18" BILTON WELDING DECAL — —
<:>— - = - 1 - - ———90 & 6. INTERNAL SANDBLAST TO SSPC—SP—5 (WHITE g —
I | H g 7. INTERNALLY COATED WITH 10-18 MILS OF DEVOE 253 14 1 2 N1N3 167 x 1504 RFWN FLG SCH XH SA—105-N | 484
1 Hi - 8. EXTERNAL SANDBLAST TO SSPC—SP—6 (COMMERCIAL) 151 2 | NI.N3 [6" PIPE SCH XH x 7 3/16" LG SA-106-B | 36#
1 < 9. EXTERNALLY COATED WITH ONE COAT OF PRIMER AND ONE COAT OF INDUSTRIAL 16 | 2 N1,N3 | 6” x 150# FLANGE PROTECTOR POLY —
Hi > 10. cvj\érigw?g EI-TEAA'II'_Q?A LllgE /W REGULATOR, TEMPERATURE CONTROLLER, HOSE AND o v 3/8 THK DEFLECTOR PLATE Sh30 o4
C/W ” —_ —_
i CABLE FOR 120VOLT/12VOLT POWER 12 1 :g :' F::PI-: SS%#H 5:‘” : 7ZL(1;/:'C I:GXH/ HOLES (SEE_DOWNCOMER DWG) gﬁ 182 g ;gﬁ
i 12 11. ALL OPEN PIPE ENDS SHALL HAVE A 1/8" RADIUS INCLUDING INSIDE OF FLANGE EDGE - X v —106—
1 12. 1 1/2" RIGID URETHANE INSULATION WITH ALUMINUM CLADDING 20 | 1 N2 4" FLANGE PROTECTOR POLY -
Ly 13. DRAIN (N4) OPENING SHALL BE FLUSH WITH INSIDE OF VESSEL 21 | 4 N4 5/8" DIA x 3 1/2"° LG STUD SA-193-B7M| -
8 14, ALL SURFACES NOT COVERED BY INSULATION WILL BE PAINTED WITH INDUSTRIAL ENAMEL 2 | 8 N4 5/8" DIA_NUT SA—194—2HM| =
15. ALL OPENINGS SHALL BE COVERED PRIOR TO SHIPPING 5513 NE 3" 150f RFWN FLG SCH XH SA—T05-N | 12§
16. DESIGN PRESSURE: 50 PSI — MAWP: 14.9 PSI (NONREGISTERED) X
A 17. DESIGN TEMPERATURE: 300°F 24 | 2 N4 3" x 150# RFSO FLG SA—105-N | 8#
%‘L. _@ 18. CORROSION ALLOWANCE: 1/8" 25 | 1 N4 3" x 150§ RF FLEXITALLIC GASKET 304SS -
- 19. HYDROTEST PRESSURE: 75 PSI 26 1 N4 3" x 1504 FLANGE PROTECTOR POLY —
20. AkkcwveléEg:ﬁGoulTiKlngngc?s _SQDEIII__I;Z_IS_:RSI;‘I‘ALI__I_I;\LBE AS PER CSA W47.1-92 USING GAS METAL 7T e S PIPE SCH XH x5 9/16” LG SA—106-8 | 57
21. CONTAINMENT SHALL BE TESTED AS FOLLOWS: 28 | 1 N4 | 3" PIPE SCH XH x 31 1/16" LG SA-106-B | 27,
—PRESSURIZE WITH AR TO 5 P 29 | 1 N4 3" x 90° LR BW ELBOW SCH XH SA—234—WPB| 6
—TEST EACH WELD WITH A SOAPY SOLUTION 30 [ 1 N4 DRAIN_SPOOL BRACE (SEE DWG DRAIN PIPE SPOOL BRACE) A—36 44
180 DEPRESSURIZE SNDREPAIR AND RETEST IF NEEDED st 1 M1 1207 x 1504 RFSO FLG SA—105-N | 1654
5'—6 1/2” SADDLE OSM N 22. WEIGHT: 15,500 LBS 32 1 M1 20" x 150# BLIND FLG SA—105—N | 285#
60" N 33 [ 1 M1 20’ x 1504 RF FLEXITALLIC GASKET 304SS -
(@) A 34 | 20 M1 1 1/8" DIA x 6 LG STUD SA—193—-B7M| —
ORIENTATION VIEW A-A = .c'> 35 [ 40 M1 1 1/8" DIA NUT SA—194—2HM[ —
— - 36 | 1 M1 20" PIPE SCH STD x 12 1/2° LG SA-106—B | 794
&) u! 37 | 1 M1 20" STANDARD DAVIT ARM (SEE 20 DAVIT DWG) - 37§
LL 3 38 | 1 T1 1" x_3000# NPT FULL CPLG SA—105-N | 14
E_) 729 - - s o Y 39 [ 1 T VACUUM GUAGE ASSEMBLY (ABOVE GROUND) - -
8" . 21 -0 6-0 2-2" = <—| 40 | 6 | INSUL | 11/7 x 16-0 LG ST RIGID URETH,CORR & STUCCO EMBOSS ALUM ONE SIDE (CURFS) = =
; - o 41 6 INSUL | 1 1/2" x 80" LG SHT RIGD URETH., CORR & STUCCO EMBOSS ALUM_ONE SIDE (CURFS) - -
150# ' T i A 42 | 2 | INSUL |1 1/2" x 45 COVx 126" LG SHT RIGID URETH. CORR & STUCCO EMBOSS ONE SIDE - -
s B 16 R S S [T P —— S I S — | ; - 43 | 3 INSUL |1 1/2" x 45" COV x 14'=6" LG SHT RGID URETH., CORR & STUCCO EMBOSS ALUM BOTH SIDES| - -
IF LY 44 |60 FT| INSUL [ SEA "L” FLASHING - -
CL-NOZZ pr--nnmmrmmmmmmmmmemmeammae. M A 45 |8 FT| INSUL | SEA "Z" FLASHING - -
T | = A o) N SR A NS R 53 N LONG SEAMI  \ 46 | 600 | INSUL | SCREWS — #8 — 1/2" STAINLESS STEEL - -
1 1&5‘3}_&@ I+ 1 \ 47 | 3 | INSUL | ALUMINUM SILICONE CAULK - -
\ = = - -
INSULATION Y ! \ 48 | 8 DECAL | 2” X 6° DECAL
el A
: ) 11 I !
S - - - | —— = —— — L~ - - - i
3 © i+l 3 P
e & 6 I 1
& iy el o2 L
o EE===/ H Ol Iyl O I l'
< Eg> 1l o e 7
N 1 g Y o 7
CH il 5 5 /
I = , © /
O | fo
1
! | A
1L
i i | [ <_|
SO1) TR -
| & 3
| MATCH SKID
23'-0"
REV. . i = == BOX6106
NO. DATE REVISION BY | APPD = S ST 70SSAVE CRESTAR ENERGY
1 |WELD NECK FLANGE | 2 | SLIPON FLANGE | 3 | COUPLING 4| NOZZLE NECK 5 | NOZZLE NECK 6| INTERIOR SEAM 7| EXTERIOR SEAM 0 [10/18/00[ STANDARD DRAWING JMB | JLM H E E E E=E mwisfaiLas 110 BBL ABOVE GROUND DOUBLE WALL KNOCKOUT TANK
: 1 _[11/25/00|AS BUILT DRAWING DSG | JLM | e o e m—— = wm= CANADA 72" ID x 240" /S, 50 PSI DESIGN, 14.9 PSTMAWP (NON REGISTERED)
n! 2 ——— 103-22T-1199 D ATE; 10/18/00 SHEET: 1 OF 1
B 5 3 —— | - §88-227-4923 SCALE: NI1.S JOB NO- SIZE
Welding & Manufacturing Ltd. FAX 227-779 [SRAWN BY. DSG 5
8 : T et ALTOCNNG S A ACTIRRC LD s & [PURCHASE ORDETE 8435 |D
promises and agrees that it shall not be used in any way detrimental to the interests of BLTON ~ |LOCATION: DRAWING NO.: REV.
VESSEL, 6 WELDING & MANUFACTURING LTD., that it shall be returned upon request, and that it shall
WALL not be reproduced, copied, lent, or otherwise disposed of, directly or indirectly, without the written [P ART NO.: 8 43 —_ 1 1
7 consent of BILTON WELDING & MANUFACTURING LTD.
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ASME Welder’s Log

Page 1of1

QCFORM-0141

ST RAIT Department QcC Document No.
Label/Project No. Welder’s Log Revision 0.00
Document Type Form Revision Date 2021-01-08

SECTION 1.0 — Welder’s Log

. 866.340.2405

Job No. | 22-02056
Max.
n’:::: Welding upr Dep. Min. Expiry
ABSA File Symbol Process Procedure No “F” No. | Position(s) | Weld Pipe Date
No (WPS #) ’ Metal Dia. P.Q. CD.
’ Thk.
Jeremy JC SMAW/SMAW STRAIT-1 P1lto F3/F4 All 0.104” 1”0D July 17,
Cheney Rev.1 P1 To 2026
W-34553 Max
Jordan JW SMAW/SMAW STRAIT-1 P1lto F3/F4 All 0.250” 1”0D May 01,
Williams Rev.1 P1 To 2026
W-35261 Max
Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.
4 info@strait.ca @ strait.ca




ASME Continuity Log

Page 1 of 2

STRAIT

Department QcC Document No. QCFORM-0151
Label/Project No. ASME Continuity Log Revision 0.00
Document Type Form Revision Date 2021-04-05

SECTION 1.0 — Continuity Log

Year | 2024
Welder sl\I\II:me & File Symbol Process / Method | Jan - Mar Apr —Jun Jul - Sep Oct - Dec
SMAW X X X
Gary Tomkins GMAW/FCAW
GT
W-75641 OTAW ’ . .
GMAW/SMAW X X X
: |' SMAW X X X
Chance Hogelie o GMAW/FCAW
W-29775 CTAW
GMAW/SMAW X X X
SMAW X X X X
Jeremy Cheney o GMAW/FCAW X
W-34533 CTAW
GMAW/SMAW X X X X
SMAW X X X
Shane Slaney . GMAW/FCAW
W-23157 OTAW
GMAW/SMAW X X
o SMAW X X X
Dave Hicks o GMAW/FCAW
W-21266 OTAW
GMAW/SMAW X X X
dan Willi SMAW X X ” :
Jordan Williams W GMAW/FCAW X
W-32561 CTAW
GMAW/SMAW X X X X
SMAW X X X
Calyn Cody « GMAW/FCAW
W-31517 CTAW
GMAW/SMAW X X X
SMAW X X
Sean Hansen o GMAW/FCAW
W-22431 CTAW
GMAW/SMAW X X

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405

K info@strait.ca

@ strait.ca




STRAIT

. . Page 2 of 2
ASME Continuity Log &
Department QcC Document No. QCFORM-0151
Label/Project No. ASME Continuity Log Revision 0.00
Document Type Form Revision Date 2021-04-05

SMAW X
Clint Watts W GMAW/FCAW
(W-16511) GTAW
GMAW/SMAW
SMAW X
Mike Woodford ", GMAW/FCAW
(W-22102) GTAW
GMAW/SMAW
SMAW X
Timothy Janzen 1 GMAW/FCAW
(W-27133) GTAW
GMAW/SMAW
SMAW X
Darcy Thompson T GMAW/FCAW
(W-20251) GTAW
GMAW/SMAW
SMAW X
Travis Strome Ts GMAW/FCAW
(W-34707) GTAW
GMAW/SMAW X
SMAW X
Haidyn Chowace- GMAW/FCAW
Loxam HL
(W-75763) GTAW
GMAW/SMAW X

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405

K info@strait.ca

@ strait.ca







Welder’s Declaration

STRAIT Department QcC Document No. QCFORM-0026

Label/Project No. Welder's Declaration Revision 2.00
Document Type Form Revision Date 2020-06-04

Pagelof1

SECTION 1.0 — Project Details
Client | Fuelled
Welder | Jeremy Cheney

Project No. | 22-02056W
Welder Symbol | JC

Location
Welder File No. | W-34533

SECTION 2.0 — Declaration

1. That | have reviewed the Welding Procedures Specifications (WPS) applicable to the work as listed below and |
will comply with all stipulated criteria.

2. |am qualified to the WPS’s list in accordance with the Act and Regulations, which encompasses CSA 2662-19
requirements and/or ASME Sec IX.

3. The Client may have additional requirements / instructions that | will be required to follow.

4. That a copy of each WPS required for the work has been given to me and | will keep it immediately accessible
for reference.

5. That, upon request to the Site Superintendent, | have access to the Welding Control section of the Quality
Management System (QMS), and such other sections of the Manual as may be applicable to the work | have to
perform.

6. |shall use only STRAIT supplied and controlled electrodes. Under no circumstance shall | supply and/or use
existing rods that may have been brought onto Site with my truck.

7. F4/F5 electrodes need to be maintained in a rod oven or kept in the hermetically sealed box until needed.

8. |Ishall ensure preheat & interpass temperatures are verified, check with temp stick provided.

9. Lines that require PWHT, | shall ensure that the proper preheat is achieved.

10. I shall ensure the variables are within the parameters of the weld procedures (i.e.: Backing, Pipe diameter, P-
Number, F-Number, t-Weld deposit, Position, Vertical welding up or down).

11. I shall transfer heat numbers to pipe pups as well as drawings.

0 0 PS Qua ed to
1. [STRAIT 1 Rev .1 6.
2. 7.
3. 8.
4. 9.
5. 10.

SECTION 4.0 — Signatures
Welder’s Name Welder’s Signature Date
Jeremy Cheney @7/ November 19, 2024

STRAIT Rep ““STRAIT Signature Date
Tasie Okoro /:E : ? November 19, 2024
J

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version,

\, 866.340.2405

A info@strait.ca

@ strait.ca




Employee Qualification Record - Welder

Page 1 of 2

Department Qc

Document No. QCFORM-0011

STRAIT

Label/Project No.

Employee Qualification - Welder

Revision 3.00

Document Type Form

Revision Date 2024-03-21

SECTION 1.0 - Employee Data

Welder | Jeremy Cheney Reg./File No. | W-34533 Welder Symbol | JC
SECTION 2.0 — Employee Qualifications
_34;1 IH PRI e ﬂgiﬂ.
B eetifienls of
The i b cerily st J@rEamy Enam
hae setaed Pe recparemants of e Prosicm Weoes Raguidlions unde
10 Safly Codes Aot and & hisaby ssued s conifcms nl compamncy
Dipted 8l Eamenien
Fatruary 16, 218
R Wf—ﬁiﬁii'_‘p P
..~ Fila no —_ R— —
O e | e
AQP (Front) AQP (Back)
WELDILA PEAFIHMANCE QUL IFIDA N0 £ 4 : Processies b S e F||'._1 !:||._'|_ 1 L'I'C.'-..I:
--t-'-':t.-""-' Chona iy RIS LD RO b e Tabey Faler Meml 1, Fy j.o”
—‘d "‘—"- - | Epriup (F-NT _E__
[T P IR PL L iy Rien,; :.‘“'m_ T " "
Ragulmios i oo Himvmmeis qubiica P b b scopids 1ay Mian Deposded g 1“!-'3“ P"'ﬁ!-\.l i i
wrul g ¢ o G Hepey o e s e T T I Laadilied ™
_I:]'JJ.' :_i '15':'1 f.'; r ¥ i (B Barking Gas ln-"-'l
'WJr__ = o =pf ¥ - Hacking i L@ ﬂ
< 1 ¥ ut T M ‘- L S
S e e gt el g e i ket qup:sw JEl-I'I i
L all g Pl 3 1 -.'L:I-.I'.I -l
T Wilikar D Tl T Card Mo 00117 e 3o ol T
AQP (Front) AQP (Back)
STRAIT _ STRAITMECHANICALLTD 7360 | STRAIT  STRAIT MECHANICAL LTD 0033
WELDE R FERFGAMANCE QUALIFICATION Caxe AD.OF Na WELLER PERFIRMANCE CUALIFICATION CARD Card Nou
Srocessies]  SHAW MiA Manerial (P-#4g ) P1-P1
MAME Jeremy Cheney ARSA FILE MO, W-34533
Filler Metal Fd WA B, Cutede 17 0.0
s cand e s2ued pursaant o the Alkerts Sately Codes Act ard Prossure Wolders Requgtion The Group (F-Mo) Fipe Diameter
perbamance guatficaion = in sccormen e with Secsen 1 of the ASME Code and sukjoct b0 me Wax. To
EEBacrs O T (EVETI T We Deposted Be (1T Y Positions) Al
Vinsd Melal  Wislded Dudlifisd
2024-07-25 Bacnng _m_‘“ NiA
[(habe of Test Signature of Weider Progression Uphinl MiA Burking Gas MIA
Parthkumar Lathiya 0033 2026-07.25 c@ E-75747
'Weiding Examiner (PrintiTypea) Card pg, F.Q Expiry Dale Vifeiding Examiner Signature Examiner File No.

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405

P4 info@strait.ca
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Employee Qualification Record - Welder

Page 2 of 2

Department Qc

Document No.

QCFORM-0011

STRAIT

Label/Project No.

Employee Qualification - Welder

Revision

3.00

Document Type Form

Revision Date

2024-03-21

SECTION 1.0 - Employee Data

Welder | Jeremy Cheney Reg./File No.

W-34533

Welder Symbol | JC

SECTION 2.0 — Employee Qualifications

HCAL LTD T360
ST RA‘T .Mlit,Rn:::—: ﬁ?{»ﬂrﬂmm*mmﬁ: AQOP Na

HALE Jeremy Cheney ARSAFILF MO W-34533

oo caw & asued pesuant T the Aberta Bxbely Cooes Az and Frirssuns mmﬂmmhﬁv The
S QUi & 9 BOCnIThee with Sechiam % of $e ASME Coce ard sufectio the

FHLREONS, O Il AEVETE ST
M23-41-22
Dasa et Tast of Welget
Parthkumar Lathiya 0012
Wadng Lxamine! |PrinkType) i

STRAIT STRAIT MECHANICAL LTD 0012
WELDER FERFOANMANCE DAl SHEATION Sakn Card Mo
Proopssies) GMAW Shtav Whateriad (P No P1-F1
Flar hgtal S i Ditsade 1= 0D
Giraugr [F No fpe Chameter
m’ x Tl.l
Max Daposiled 0.200% Be Pagilisry 5| Adl
Weld Metal Wipided Cualfies
WET  itn
Biacon] i -
PG essan Uphitl Uphill Basking Gas A
2025 1122 i E.75747
P . Expiry (1ate Wekdng Examine Sghrahae Egarmirer Fir Ho

AQP (Front)

AQP (Back)

STRA'T STRAIT MECHAMICAL LTD 7360 STRAIT STRAIT MECHANICAL LTD 0032
WELDEH PEREORMANCE QUL IFSSATION CARD A D.OF Mo, WELDER PEREOHMANCE DUALIFICAT DN CARD Ciard No
Processies! SMAW SMANY Pteral (P No) P1-P1
PLAME Jaremy Cheney ABSA FILE WO W-34533
Filer Mela Eia Wi Qulside 1" 0.0.
Thia card is [SSU00 pUTSLAnT 10 e Aberts Satety Codes Act and Pressume Welders Regaiaton The Group [F-ha-} LIV Pipa Crametor
perommance qualficetion is 1 eciiidance with Section (X of the ASME Cooe and subgec o tha “Wax. To
ARG &N T PSS 00 Max. Degosiles 0.104” Be Pastans) All
Weid Mila _Wielded Cruaded
T WWRT 3
2024-07-17 Hacking : _ With
Dale of Test Ww&mr Progression Uphill Baacking s Mg,
Parthkumar Lathiya 0032 20260717 m) E-75747
‘Widing Examines (PrinlType) Ciwd Mo p.2. Expiry Date Welding Fxamne Signature Fxarminmer Fin ba
AQP (Front) AQP (Back)
@ Transferabie Welder
Hame  JEREMY CHENEY Exzm Dae Mar 11, 2024

Cmpimeer. Maidak Energy Services Inc, Cossrty of Grands Prainie He. 1, AE

Trckiress Harg Irmen & sbove Malerial.  Carbon Steel
Mock  SEMI-ALTC Process.  FCAWMCAW
Single Flectrode Mechanioed Starctard CSA WAT 1
Simgle Electrode Automatic Carslicabon §
Class FLAT
See Reverse for Condibiens
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Welder’s Declaration Page1of1

STR AIT DEpArtment Qac Document No. QCFORM-0026

Label/Project No. Welder's Declaration Revision 2.00
Document Type Form Revision Date 2020-06-04
0 0 — Project Deta
Client | Fuelled Location Project No. | 22-2056W
Welder | Jordan Williams Welder File No. | W-32561 Welder Symbol | JW

SECTION 2.0 — Declaration

1. That | have reviewed the Welding Procedures Specifications (WPS) applicable to the work as listed below and |
will comply with all stipulated criteria.

2. Iam qualified to the WPS's list in accordance with the Act and Regulations, which encompasses CSA 2662-19
requirements and/or ASME Sec IX.

3. The Client may have additional requirements / instructions that | will be required to follow.

4. That a copy of each WPS required for the work has been given to me and | will keep it immediately accessible
for reference.

5. That, upon request to the Site Superintendent, | have access to the Welding Control section of the Quality
Management System (QMS), and such other sections of the Manual as may be applicable to the work | have to
perform.

6. Ishall use only STRAIT supplied and controlled electrodes. Under no circumstance shall | supply and/or use
existing rods that may have been brought onto Site with my truck.

7. F4/F5 electrodes need to be maintained in a rod oven or kept in the hermetically sealed box until needed.

8. Ishall ensure preheat & interpass temperatures are verified, check with temp stick provided.

9. Lines that require PWHT, | shall ensure that the proper preheat is achieved.

10. I shall ensure the variables are within the parameters of the weld procedures (i.e.: Backing, Pipe diameter, P-
Number, F-Number, t-Weld deposit, Position, Vertical welding up or down).

11. I shall transfer heat numbers to pipe pups as well as drawings.

SECTION 3.0 — WPS Qualified to Use

1. | STRAIT-1Rev. 1 6.
2. 7.
3. 8.
4. 9.
5. 10.

SECTION 4.0 — Signatures
Welder’'s Name Welder’s Signature Date

Jordan Williams W-\ November 24, 2024
[ '

e

STRAIT Rep STRAIT Signature Date

Tasie Okoro /2§£ % November 24, 2024

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

\. 866.340.2405 BA info@strait.ca @ strait.ca



Employee Qualification Record - Welder Page1of1

STRA'T Department ac Document No. QCFORM-0011

Label/Project No. | Employee Qualification - Welder Revision 2.00
Document Type Form Revision Date 2021-03-26

SECTION 1.0 — Project Data
Welder | lordan Williams

Reg./File No. | W-32561 Welder Symbol | JW

O U ployee Qua atio
JOURNEYMAN TICKET “B” PRESSURE
Ihe pressure equipment safely aulkorty
28039 « oh 1s
Breade "B Hevasuee Woldee's
Goetificate of Competency
Thisis o certify that  Jordan Williams
having complied with provislons of the Salety Codes Act, is aulhorized lo engage
in pressure walding in accordance with the prescribed Regulations
Dafed al Edmenton
December 17, 2014
W—325§1 L Slete,
Fite no I T
PQ FRONT OF CARD PQ BACK OF CARD
cAllpEn o PERFORMANCE QUALIFICATION
IMrrr R e W “AOQPNo.
WELDLER PERFORMANCE QUALIFICATICN CARD b Proness(esm S'M P wp
Filler Metal . @
NAME: down LY IWiawss ‘ ABSAFILENO : ,3-325 6\ Grolu:r(r-rc\l:)'fs— £1 P:;?:‘DE::::{:AL
ntto th ‘,",r, Prezsure Wolder Max. Deposiledo,'l.ﬂ" m18\»3 Posltiun{s)
o ce with Section 1Y of the ASME Cade | Weld Metal - Qunll(lu(lmL
e, Backing (a3 lwn WI\TH Backing Gas ~ A
AT of Tout ek am’snl-n ‘ ‘“,“‘_",n,'w‘ﬁ f:t: "t::\yﬂn perator Progression ug\\‘\!\ e\
lames Stewart 5o —
T T e ] QL Expiiy Date ' elding ner SipRature Fxaminer File No,
PQ FRONT OF CARD PQ BACK OF CARD
- -
PERFORMANCE QUALIFICATION ’
. Wn ‘n ‘ ‘ﬂ 1l nvecranaa with Sezlla 1%, A.S HA.E. Cads)
Sorm No: AR-118-Ra 12072018 ’
WELDING PERFORMANCE QUALIFICATION ¥ Maerial P10 P
T (053 SMavy W vinlerial
oraan. L ams N -G 11
: ~ Namy fas Deposlted Mirlann _
t?lg ‘gl]:lpﬂalg acso?‘gte‘%el grﬁf‘,’.?’“re we%e'l.dmls;a '0,15 :Ssued ursuant lo Wa'd “fola! amm 1w Plpa.Ca. HPS 24
A - Pressure Waelders Regulation, su ject to the i
fh Saity, » R Pasitc) )
allons on the;fevarse side, 0, Sl Fa Fa Qurlied AL
? Dato of Tost . Bignalitro of Weksar
2 ReserERGE Decemler 14290 .
. Salety Cordon Offfcer ruW- 32561 i C Bl dERY. g Sy e of Sty eeffn e J

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.
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Welder Qualification
Thia curd is valid oudy wihion engioyed by 3 CWB Certilad camparny
Transferable Welder Qualification
Nowve: JORDAN T. WILLIAMS
CWBID: 12 022 897
Employer: Roger's Repair And Walding Ltd.

£

Effeglive Date: 2023-14-20 Evpiry Date: 2025-04-20
Standard; CSA W47.1
Classificalion: §
Process: SMAW
Class: Aist

Mulerial:
Thickness Range:
Pracess Mode:

Elecirode:

Thew matil 18 the roguety of (WY Certifestien snd
Inipcchen by CWB Certdieation Lnft tn othws v o

w,ﬁ,!ﬂef Qualiflcatfon

e by

Cartwm Stemd
3mm and above
Marnl

Galanzed: No

R

PO o demianed This 1ot it bt arvllnbde for
officini hhouuhm'mqhmu:‘brm
srerdte of mem

nnw-anmwb-mw--n.m.w.. Proces uablied for a pavnd o )
See Reverse for Additional Varlables & Cunditions  Date of fssue: 2023-04-25 1-800-844-6790 WWW.cWbgroup, org
STRAIT STRAIT MECHANICAL LTD 7360 STRAIT STRAIT MECHANICAL LTD 0016
WELDER PERFORMANCE QUALIFICATION CARD A O.Q.P No WELDER PERFORMANCE QUALIFICATION CARD Card No.
Process(es) SMAW SMAW Material (P-No.) P1-P1
NAME: Jordan Williams ABSAFILE NO: W-32561 - -
Filler Metal F3 Fa Min. Outside 1" 0.D.
This card is issued pursuant to the Alberta Safety Codes Act and Pressure Welders Regulation The Group (F-No.) Pipe Diameter
performance qualification is in accordance with Section IX of the ASME Code and subject to the ax. o
limitations on the reverse side Max Deposited  0.250" Be Position(s) All
Weld Metal Welded Qualified
2024-05-01 Eyé? Backing i With
Date of Test Usignature of Welder Progression Uphill Uphill Backing Gas N/A
Parthkumar Lathiya 0016 2026-05-01 m E-75747
Welding Examiner (Print/Type) Card No. P.Q. Expiry Date Welding Examiner Signature Examiner File No.
ST RA'T STRAIT MECHANICAL LTD 7360 STRA'T STRAIT MECHANICAL LTD 0013
WELDER PERFORMANCE QUALIFICATION CARD  AQ.QL.P No. WELDER PERFORMANCE QUALIFICATION CARD Card No
Process(es) GMAW SMAW Material (P-No.) P1-P1
NAME: Jordan Williams ABSA FILE NO : W-32561
Filler Metat F6 Fa Min. Outside 1" 0.D.
This card is issued pursuant to the Alberta Safety Codes Act and Pressure Welders Regulation The Group (F-No.) Pipe Diameter
performance qualification is in accordance with Section IX of the ASME Code and subject to the Max. To
limitations on the reverse side Max, Deposited 0.200" Be Position(s) All
Weld Metal Welded Qualified
2023-11-27 _,@,4-5 Backing With
Date of Test £ Sigrature of Welder Progression  Uphill Uphill Backing Gas NIA
Parthkumar Lathiya 0013 2025-11-27 SR> E-75747
Weiding Examiner (Print{Type) Card No P.Q. Expiry Date Weiding Examiner Signature Examiner File No
F
ront Back
STRAIT  STRAIT MECHANICAL LTD 7360
L | STR STRAIT MECHANICAL LTD 36
ORMANCE QUALIFICATION CARD  AQ.Q P No, A'T 'WELDER PERFORMANCE QUALIFICATION CARD Card No
. _ Process(es) GMAW FCAW X
UAME: Jordan Wiliams ABSA FILE NO.: W-32561 —" AW Material (P-No) _P1 thru P15A |
I e Flller Metal 5 1.0
This card is issued pursuant to tha Alberta Satety Cotes Act and Prass F6 F6 _N“rl Outsida .
performance qualification is in accordance with Section munm ﬁsmlgecoqa arr;'x:::nh‘lh SRS Fipe Diameter
limitations on the reverse side ' .
Max Deposited  0.110° MAX Position(s) ALL
ST Weld Metal Qualified
-10-26 Backing “WithWiFo™ With
Date of Test Signature of Weder Progression  Downhill  Uphill
o -Cownhill Backing Gas /A
am
oron Neal 0036 2026-10-29 E40418
Weiding Examiner (PrintType) — -
Card o P.Q. Expiry Date Welding Examiner Signature Examiner File No.




s -f: ri-.rmi W u i




Weld Procedure Matrix & Acceptance
Document No. QCFORM-0106

STRAIT [
Weld Procedure Matrix & Acceptance Revision 8.00

Label/Project No.
Revision Date 2024-09-17

Document Type Form
SECTION 1.0 - Project Details
Fuelled Date 19-Nov-24

Client
Location/LSD

Project No. 22-02056W
SECTION 2.0 - Weld Procedure Matrix
Diameter Restrictions Base Thickness WPS Consumables & Weld | PWHT | Impact Piping "p" No. or Grade Position Preheat

WPS Number |C.E/Pcm Process(es)
0.45if Gr. > ) - :
STRAIT-1 (Rev 1) 386 SMAW All Diameters 0.116" 1.750" E6010/ E7018-1 N -46°C P1 Groups 1 or 2 to P1 Groups 1 or 2 All Positions Misc.
SECTION 3.0 - Signatures
Client Rep Client Signature Date
STRAIT Rep STRAIT Signature Date
—
Tasie Okoro Dlé@ 19-Nov-20
Engineer Engineer Signature Date
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STRAIT MECHANICAL LTD.

Welding Procedure Specification
in accordance with

ASME Section IX

Welding Procedure Specification No.: STRAIT-1 Revision 1!
Supporting PQR No. (s): AS-1-1CVN-2 Rev. 0, IPAC-1-1 Rev. 1, IPAC-1-3 Rev. 1,
IPAC-1-4 Rev. 1, IPAC-1-5 Rev. 0, REL-1-2 Rev.0
Qualified for

Process(es): SMAW / SMAW Position(s): All /Al

Filler Metal F-No.: F-3/F-4 A-No.: A-1/A-1
AWS Classification: E6010/ E7018-1 Weld Type(s): Groove, Fillet, Weld Buildup
Base Metal: P-1 Group 1 or 2 To: P-1 Group 1 or 2

Typical Materials: This procedure is qualified for all P-1 materials as specified in Table QW/QB-422 of ASME Section
IX for applications where toughness properties are not required, and for welding P-1 Group 1 or 2
materials only for applications where toughness properties are required.

CSA Z662:19 Guidance on some restrictions are on page 5. Detailed review of project requirements and CSA
Z662 is mandatory before commencing production welding.

Diameter Range: All Diameters Condition(s): As-Welded
Thickness Range: Normal Service Impact Tested to -46°C (-50°F)
ASME Section IX 0.062” to 1.750” 0.116" to 1.750"
ASME Section VIII-1 0.062” to 1.500” 0.116" to 1.500"
ASME B31.1 0.062” to 1.750” -—
ASME B31.3 0.062” to 1.750” 0.116" to 1.750"
CSA 7662 Clause 7.2.5 0.062” to 1.250” 0.116" to 1.250"

Reference to relevant construction code is mandatory prior to production welding to determine any supplementary restrictions

Revision 1: Addition of PQR REL-1-2 Rev.0 and updated supplementary CSA Z662 requirements and limitations.

Provincial Registration Provincial Registration
2023-03771 . v .
ABSA Welding Procedure Specifications
A
SAFETY CODES ACT - PROVINCE OF ALBERTA TECHNICAL
WELDING PROCEDURE -?f SAFETY ACCEPTED
Reg. No.:WP-3962.2
Spec No.: STRAIT-1 REV 1 Reg. No. W.p _J5655343
Processes: SMAW/SMAW
Base Mat'ls:P-No. 1 Gr.1/2 to Weld Process SMAW / SMAW
P-No. 1 Gr.1/2
Filler Mat'ls: F-No. 3/4, A-No. 1/1 P.No. 17“) P.No. 1
IThk. Qual. For: 44.5 mm P.W.H.T.:No FNo. 3/4 A.No. 1/1
MIN TH QUAL 2.9mm, CVN -46°C . .
As Welded. Thk. Min. 0.0625" n\ax. 1.75
T = Low Temp. Thk. Min. 0.116" Max. 1.75"
JASON REINHAHT, P. Eng. Low Temp. -50°F PWHT Without
Date:7/5/2023 DOP: D00003629 . L& S 13186A
Date 9/06/2023 Signed ™" | #

This stamp and signature have been affixed electronically to

this registere_d proce::;:t;s require.d byi:ection 21(1)v:ift::lhe _I_ EC H N I CAL SAF ETY B C

the Electronic Ti Act.




WELDING PROCEDURE SPECIFICATION (WPS) aw-482

(Section I1X, ASME Boiler and Pressure Vessel Code)

Company Name:

Strait Mechanical Ltd.

Revision Date:

WPS No.: STRAIT-1
Revision No.: 1’
Supporting PQR's:

By: Natasha Francoeur

Date:  April 30, 2021

June 13, 2023

AS-1-1CVN-2 Rev. 0, IPAC-1-1 Rev. 1, IPAC-1-3 Rev. 1, IPAC-1-4 Rev. 1, IPAC-1-5 Rev. 0, REL-1-2 Rev.0

Welding Process(es):

SMAW / SMAW

Type(s):

Manual / Manual

JOINTS QWwW-402

Joint Details

Joint Design:

Butt, Tee, Lap, Corner, etc.

All ASME joint designs. Reference construction

Backing:

With or without backing.

drawings for joint details. Where joint details are not

specified, refer to typical joint detail sheet provided.

Backing Material (Type):

Similar base or weld metal or backwelding as required. No Retainers.

BASE METALS

QW-403

*Group No.: 1or2

Not Applicable

P-No.: P-1
OR

Spec. type & grade:
OR

Chem. Analysis & Mech. Prop.:
Thickness Range

Not Applicable

Normal Service

to P-No.: P-1 *Group No.:
to Spec. type & grade:

to Chem. Analysis & Mech. Prop.:

1or2

Not Applicable

Not Applicable

Impact Tested to -46°C (-50°F)

Base Metal: Groove (As Welded):

Pipe Dia Range: Groove:

ASME Section X 0.062" 1o 1.750" 0.116" to 1.750" Fillet: All"™

ASME Section VIII-1 0.062" to 1.500" 0.116" to 1.500" Fillet:  AlI**

ASME B31.1 0.062" to 1.750" - Fillet: All""

ASME B31.3 0.062" to 1.750" 0.116" to 1.750" Fillet: All**

CSA Z662 Clause 7.2.5 0.062" to 1.250" 0.116" to 1.250" Fillet: All**
Fillet:

All diameters

Base Metal Condition:

Normalized for ASME Section VIII-1 when toughness properties are required.

All diameters

Other:

Maximum thickness of any weld layer shall not exceed 0.500"

* Limited to P-1 Group 1 or 2 only when toughness properties are required.

**Limited to 0.116" minimum for applications where toughness properties are required.

FILLER METALS QW-404

Process:

Specification No. (SFA):
AWS Classification No.:
F-No.:

A-No.:

Size of Filler Metals:

Weld Metal Thickness - Groove:
- Fillet:

Electrode-Flux (Class):
Wire Trade Name:

Flux Trade Name:

Flux Type:

Alloy/Flux Element:
Recrushed Slag:
Consumable Insert:
Supplemental Filler Metals:
Product Form:

Other:

SMAW SMAW
5.1 5.1
E6010 E7018-1
F-3 F-4
A-1 A-1
3/32", 1/8", 5/32", 3/16" 3/32", 1/8", 5/32", 3/16", 1/4"
0.188" max.' 1.750" max.
Unlimited Unlimited
Not Applicable Not Applicable
Not Applicable Not Applicable
Not Applicable Not Applicable
Not Applicable Not Applicable
Not Applicable Not Applicable
Not Applicable Not Applicable
Not Applicable Not Applicable
Not Applicable Not Applicable

Covered Electrode

Covered Electrode

E6010 deposit is limited to root pass only where toughness properties are required.

Reference to relevant construction code is mandatory prior to production welding to determine any supplementary restrictions

'Revision 1: Addition of PQR REL-1-2 Rev.0 and updated supplementary CSA Z662 requirements and limitations.
2EE010 deposit limited to 0.098" maximum for ASME VIl applications where toughness properties are required.

Page 2 of 6




WELDING PROCEDURE SPECIFICATION (WPS) aw-482

(Section I1X, ASME Boiler and Pressure Vessel Code)

WPS# STRAIT-1 Revision 1

POSITIONS  QW-405 POSTWELD HEAT TREATMENT  QW-407
Position(s) of Groove: All Temp. Range:
Welding Progression: F-3 SMAW: Vertical up or down Time Range: None: As-Welded
F-4 SMAW: Vertical up Heating:
Position(s) of Fillet: Al Cooling:
PREHEAT QWwW-406 GAS Qw-408
Process(es):
Temperature Min.: Shielding Gas(es):
Interpass Temp Max.: See Page 4 Composition:
Interpass Temp Min.: Flow Rate: Not Applicable
Preheat Maintenance: _ Monitor using tempilstiks, pyrometer Backing Gas:
or other suitable methods. Backing Gas Rate:
————— Trailing Gas:
————— Trailing Gas Rate:

ELECTRICAL CHARACTERISTICS QW-409

Current:

Polarity:

Volts (Range).

Amps (Range):

Travel Speed (Range) - ipm:
Max. Heat Input (As Welded)
Mode of Metal Transfer:

Wire Feed Speed (Range) - ipm:
Tungsten Electrode Type & Size:
Other:

F-3 SMAW: Direct (DC) F-4 SMAW: Direct (DC)
F-3 SMAW:. Reverse (EF) F-4 SMAW:. Reverse (EF)
F-3 SMAW: 1832 F-4 SMAW: 18-34
F-3 SMAW: 40— 300 F-4 SMAW: 50360
F-3SMAW: 1-18 F-4 SMAW: 1-22

See Page 4
F-3 SMAW: Not Applicable F-4 SMAW: Not Applicable
F-3 SMAW: Not Applicable F-4 SMAW: Not Applicable

Not Applicable
Maximum heat input mandatory only when toughness properties are required.

TECHNIQUE QW-410

String or Weave Bead.
Orifice or Gas Cup Size:

Initial Cleaning:

Interpass Cleaning:
Method of Back Gouging:
Oscillation:
Wire Stickout:
Multiple or Single Pass (per side):
Multiple or Single Electrodes:
Peening:

Closed /Out of Chamber Welding:
Thermal Processes:

String and weave. Weave size shall be controlled to prevent exceeding maximum heat input.
Not Applicable

Base material must be thoroughly cleaned of all foreign material (scale, rust, oil, grease, paint, tar, etc.)
at least 1" back on each side of the joint prior to welding. All surfaces to be welded shall be smooth,
uniform and free from notches, slag, fins and burrs.

Perform by wire brush, chipping hammer, power brushing, grinding, efc. after each weld layer.
Arc air, gouge, grinding, etc., if required. Grind to clean metal where thermal processes are used.
Not Applicable

Not Applicable

Single or multiple passes per side. Multiple only when toughness properties are required

Single electrodes only

Peening is not allowed

Not Applicable

Thermal Process may be used

TYPICAL WELDING PARAMETERS

Filler Metal Current
AWS Diameter Type & Amp. Volt Travel Speed
Process Classification {in} Polarity Range Range {IPM)
SMAW E6010 3/32" DC EP 40 - 80 18-32 1-12
SMAW E6010 1/8” DC EP 60 — 140 20— 32 3-14
SMAW E6010 5/32" DC EP 105 - 250 20-32 4-16
SMAW E6010 3/16" DC EP 120 — 300 20 — 32 4-18
SMAW E7018-1 3/32" DC EP 50 —130 18-28 1-14
SMAW E7018-1 1/8" DC EP 70 —205 18 -30 2-186
SMAW E7018-1 5/32" DC EP 90 — 230 20-32 3-18
SMAW E7018-1 3/16" DC EP 130 — 290 20— 34 4-19
SMAW E7018-1 1/4" DC EP 180 — 360 22 — 34 422
Notes: Number of weld layers and size of filler metal may vary with thickness of base material and position of weld.
3/16" and 1/4" E7018-1 electrodes are limited to flat (1G) and horizontal (2G) positions only.

Reference to relevant construction code is mandatory prior to production welding to determine any supplementary restrictions

Page 3 of 6



WELDING PROCEDURE SPECIFICATION (WPS) Qw-482
(Section I1X, ASME Boiler and Pressure Vessel Code)

WPS # STRAIT-1 Revision 1

PREHEAT & INTERPASS TEMPERATURE MINIMUM AND MAXIMUM

ASME Section VIIl :  50°F minimum for all P-1 materials except as listed below:
175°F if the joint thickness exceeds 1.00” and the specified carbon content exceeds 0.30%

ASME B31.1: 50°F minimum for all P-1 materials except as listed below:
200°F if the joint thickness exceeds 1.00” and the specified carbon content exceeds 0.30%

ASME B31.3: 50°F minimum for all P-1 materials except as listed below:
200°F if the joint thickness exceeds 1.00” and the specified carbon content exceeds 0.30%

Max. Interpass Temp.: 650°F for normal service, S00°F for applications requiring toughness properties

Reference to relevant construction codes is mandatory prior to production welding to determine any supplementary restrictions.

HEAT INPUT LIMITATIONS — ASME Section IX/ ASME B31.1/B31.3

Max. Heat Input (As-Welded)

0.116” to 0.375”: F-3 SMAW: 35127 J/in F-4 SMAW: 53475 J/in
0.375” to 0.625”: F-3 SMAW: 38 182 J/in F-4 SMAW: 61043 J/in
0.625” to 1.750”: F-3 SMAW: 48 750 J/in F-4 SMAW: 89 294 J/in
Note: Reference to the relevant construction code is mandatory prior to production welding to determine any supplementary restrictions.

HEAT INPUT LIMITATIONS - ASME SECTION Viii-1

Max. Heat Input (As-Welded)

0.116” to 0.375”: F-3 SMAW: 35127 J/in F-4 SMAW: 53475 J/in
0.375” to 0.625”: F-3 SMAW: 35127 J/in F-4 SMAW: 63 800 J/in
0.625” to 1.500”: F-3 SMAW: 35127 J/in F-4 SMAW: 73 800 J/in
Note: Reference to the relevant construction code is mandatory prior to production welding to determine any supplementary restrictions.

Page 4 of 6



WELDING PROCEDURE SPECIFICATION (WPS) aw-482
(Section 1X, ASME Boiler and Pressure Vessel Code)

WPS# STRAIT-1 Revision 1

Supplementary CSA Z662 Requirements and Limitations:

Preheat and Interpass:
Preheat shall be achieved prior to any tacking or welding operations.

The minimum preheat shall be achieved for a distance of at least 50 mm (2”) on both sides of the weld joint. See the
table below for recommended minimum preheat temperatures.

PREHEAT & INTERPASS TEMPERATURE MINIMUM AND MAXIMUM

CSA 2662:19 50°F minimum for all P-1 materials except as listed below:

(Recommended): 248°F (120°C) if the CSA carbon equivalency on the MTRs of the materials to be welded
exceeds 0.40

248°F (120°C) if the reported yield strength on the MTRs of the materials fo be welded exceeds
414 MPa

248°F (120°C) if the thickness of the materials to be welded exceeds 0.750"
248°F (120°C) required for all repair welding
104°F (40°C) minimum preheat is advised for sour service per clause 16.6.7

Alternative preheat temperatures could be considered on a case by case basis with engineering
assessment

Max. Interpass Temp.: 650°F for normal service, 550°F for applications where toughness properties are required

Preheat and interpass temperature shall be monitored on all production weld joints using thermocouples,
tempilstiks, or other suitable methods. If thermocouples are used guidance for placement can be found in AWS
D10.10.

Maximum interpass temperature shall not be exceeded.

Carbon Equivalent:

e Carbon equivalent shall be determined using the formula in CSA Z662 clause 7.6.4.4.

» For materials with a SMYS greater than 386 MPa, the maximum C.E. shall be 0.45.

» For materials with a SMYS < 386 MPa, the C.E. maximum is limited to the material specification.
Engineering evaluation for project suitability is required.

Repairs:
» The minimum preheat for all repairs shall be 248°F (120°C) extending at least 3.0" (75 mm) in all directions

from the repair location.

» The minimum repair length shall be 2.0" (50 mm) at the bottom of the repair groove, and should have a
minimum 3:1 taper transition at both ends of the groove.

e For Sour service applications, backwelding to the inside surface to correct misalignment or root bead
defects shall be treated as repairs following clause 7.12.3 (See clause 16.6.8).

Other Considerations:

» Unless otherwise permitted by the project engineer, this procedure is limited to material with a maximum
SMYS of 386 MPa on at least one side of the joint and not greater than SMYS of 448 MPa on the other side
of the joint.

Reference to relevant construction codes is mandatory prior to production welding to
determine any supplementary restrictions.

Review of client specifications for supplementary requirements is strongly suggested.

Page 5 of 6



Typical Joint Details ow.s2

Prepared by: Qualimet

24 mm
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Single Bevel Groove
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| T
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Single J Groove
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PROCEDURE QUALIFICATION RECORD (PQR) Qw-483
(Section IX, ASME Boiler and Pressure Vessel Code)

Company Name: [PAC Services Corp.

PQR No.: AS-1-1CVN-2

Date:

Revision No.: 0

Revision Date:

WPS No.: AS-1-1CVN Revision 2

December 11, 2006

Welding Process(es): SMAW / SMAW

Types: Manual / Manual

JOINTS Qw-402
“ 78 °
Q) “ a2 !
1 4
) T -q—«l l—e~3l32"
BASE METALS QWwW-403 POSTWELD HEAT TREATMENT  QW-407
Material: _SA-516 SA-516 Temperature:
Grade/Type/Class: Grade 60 to Grade70 Time:
P-No.: P-1Group 1 P-1 Group 2 Heating: Not Applicable
Coupon Thickness: 0.375" wt. Cooling:
Coupon Diameter: Plate Other:
Other: Heat No: 29316 C.E.: 0.38 - GAS = Qw-408
FILLER METALS QW-404 Type or Gas(es):
Process: SMAW SMAW Gas Composition:
SFA Spec. No.: 5.1 5.1 Flow Rate: Not Applicable
AWS Class.: E6010 E7018-1 Gas Backing Rate:
Manufacturer: Lincoln Electric Air Liquide Other:
Trade Name: Fleetweld 5P+ LA7018
F-No.: F-3 F-4
A-No.: A-1 A-1
Filler Metal Size: 3/32" 3/32", 118" ELECTRICAL CHARACTERISTICS = QW-409.
Deposited Metal: 0.125" 0.250" Process: SMAW (F-3) SMAW (F-4)
Other: Covered Covered Current: _Direct Direct
Electrode Electrode Polarity: Reverse Reverse
"POSITION  QW-405 Amps: 57-73 77-128
Position of Groove: 3G Volts: 24 -32 19 -26
Weld Progression: _Vertical Up Heat Input (Joules/in): 38 182 J/in 61043 J/in

Other: N/A

. TECHNIQUE Qw-410

F-4: 23-6.6

 PREHEAT  QW-406 Travel Speed (IPM): F-3: 3.3-4.7
Preheat Temp. Min.: 50°F String or Weave Bead: String & Weave
Interpass Temp. Max.: 500°F Oscillation: _N/A
Interpass Temp. Min.: 50°F Single/Multiple Pass: Multiple
Other: _Temperature monitored Single/Mult. Electrodes: _Single
using tempilstiks Other: N/A




PROCEDURE QUALIFICATION RECORD (PQR) Qw-483

(Section IX, ASME Boiler and Pressure Vessel Code)

PQR # AS-1-1CVN-2

Tensile Test
QW-462
Ultimate Ultimate Type of
Specimen Width Thickness Area Total Load Unit Stress Failure &
No. in in in? Ib psi Location
ZGT1 0.756 0.364 0.275 21 570 78.4 Ductile-Base Metal
ZGT2 0.761 0.368 0.280 21 984 78.5 Ductile-Base Metal
Guided Bend Tests
QW-462
Specimen No. Type Figure No. Result
Z2GB1 TSB QW-462.2 Pass
2GB2 TSB QW-462.2 Pass
Z2GB3 TSB QW-462.2 Pass
ZGB4 TSB QW-462.2 Pass
Toughness Tests
QW-170 -
Specimen Notch Notch Test Impact Lateral Exp Drop Weight
No. Location Type Temp Values % Shear Mils Break | No Brk
1 Weld Charpy-V -50°F 49 30 N/A N/A N/A
2 Weld Charpy-V -50°F 54 30 N/A N/A N/A
3 Weld Charpy-V -50°F 84 40 N/A N/A N/A
4 HAZ Gr. 1 | Charpy-V -50°F 71 30 N/A N/A N/A
5 HAZ Gr. 1 | Charpy-V -50°F 71 30 N/A N/A N/A
6 HAZ Gr. 1 | Charpy-V -50°F 35 20 N/A N/A N/A
7 HAZ Gr. 2 | Charpy-V -50°F 98 40 N/A N/A N/A
8 HAZ Gr. 2 | Charpy-V -50°F 93 40 N/A N/A N/A
9 HAZ Gr. 2 | Charpy-V -50°F 121 60 N/A N/A N/A
Fillet-Weld Tests
Not Applicable
Result-Satisfactory: Yes No Pen. into Parent Material: Yes No

Macro-Results:

Other Tests

Type of Test:

10 kg Vickers Hardness test to NACE - See Attached Report

Other:

Welder's Name:

Patrick Cully

Reg. No.:

Tests Conducted By: Qualimet

N/A

Stamp ID: Z2G

Lab. Test No.:

34-05002

We certify that the statements in this record are correct and that the test welds were prepared, welded,

and tested in accordance with the requirements of Section IX of the ASME Code.

uantestger: _PAG Sevises Uetg,

febe | Dessrded 11, 2008

"
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7817 CORONET ROAD, EDMONTON, At
> CALGARY (403) 278-9862 ¢ 1-8
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MECHANICAL TEST REPORT

CSeUree

o FAX (780) 465-5829
inc.com

0 (78”) 469-5870
vww.gualimeting

3 TGE 4N7

1-800-621-8979

Y oo 3 y
of 4 I'z;:.‘lf(\";:: terials £

for Procedure Qualification Record # AS-1-1CVN-2
Client: IPAC Services Corp. Job Number: 34-06003
Address: RR3 Site 1 Box 29 Grande Prairie AB, T7Z 1X3 Date: December 11, 2006
Materlals: SA-516 Gr. 60 to Gr. 70
" Size: 0.375" wt Plate Condition: As Welded
Test Specification: ASME Section IX
Tensile Tests Qw-462.1(a)
Sample Identification: ZGT1 ZGT2
Sample Size - inch:(W x T) 0.756 x 0.364 0.761 x 0.368
Least X-Sect. Area - in“: 0.275 0.280
Ultimate Load - Ibs: 21 570 21 984
Ult...',l;‘on._:‘Strongth - ksi: 78.4 78.5
. Character of Failure: Ductile Ductile
. Location of Failure: Base Metal ~ P-1 Group 1 Base Metal — P-1 Group 1
Req'd Tonsilo Strength - ksi: 60.0 60.0
g Pm or Fail: Passed Passed
- Remarks:
Bend Test Qw-462.2
Sample Identification: ZGB1 ZGB2 ZGB3 ZGB4
_"Type of Bend Test: TSB TSB TSB TSB
{ "« Pass or Falil: Passed Passed Passed Passed
'~ -« 'Remarks:
'Types of Bend Tests  TSB, TFB, TRB = transverse side, face or root bend LSB, LFB, LRB = longitudinal side, face or root bend

ASME Section IX.

TEST RESULTS CERTIFIED BY:

Certifie

We certify that the statements in this record aré acceptable, in accordance with the requirements of

Qualimet

)
ee.

4
A /( ( Z/Lq C Sy
# .4 & &7
{ Duw!:iﬂwi toc.
d by: Canadian Welding Bureau, Transpo ada & ASME Authorised inspecior 11
sional anmeerm;] Consulting Firm
3

a Profe
ESTABLISHED 187!



= 7817 CORONET ROAD, EDMONTON, AB TSE 47 = (780) 469-5870 ° FAX (780) 465-5829
° CALGARY (403) 278-9862 « 1-800-621-8979 « www.qualimetinc.com

o i i 4 g F 2 .
“Your souvee of Wuality Muterials Wngineering”

HARDNESS TEST REPORT
for Procedure Qualification Record # AS-1-1CVN-2

Client :: IPAC Services Corp. Job Number: 34-06003
Address: RR3 Site 1 Box 29 Grande Prairie AB, T7Z 1X3 Date: December 11, 2006
Materials: SA-516 Gr. 60 to Gr. 70
Size: 0.375" wt Plate Condition: As Welded
Test Method: Hardness testing performed in accordance with ASTM E-92 using a Vickers hardness Tester
with a 10kg load
_Equipment: Matsuzawa Seiki Co. Ltd. model VK-M, S/N: 7193M
Calibration: Test Block: 197 DPH +6 Act. Reading: 197 DPH
.-"‘-'..-_ —-‘-‘\._
A B D E 3 H
G
R S
L m 0
i J ,/N P
e g ?
Hardness Values
. 159 ol 50 182 ek 159 M 170 Q. 177
B 213 F 212 J 174 | .. N 187 R 168
c: 213 G . 205 K 172 .0 197 $ 178

D 168 H.q 151 o A 177 P! 160 TN

These hardness

test results do not exceed 250 HV10 (250 HV10 = 22 HRC)

We certify that the statements in this record are acceptable, in accordance with the requirements of
ASME Section IX and NACE MR01-75 1SO15156

=
TEST RESULTS CERTIFIED BY: F/ r) 0, Qualimet
‘l'('. ( C i )/ ) ¢ Res j’ ffé{ ’
!
Y,
l{:?uaﬁmei: Ine.
Certified by: Canadian Welding Bureau, Transport Canada & ASME Authorised Inspecior 12

a Professional Engineering Consulting Firm
ESTABLISHED 1673
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CHARPY V-NOTCH IMPACT TEST RESULTS
For Procedure Qualification Report # AS-1-1CVN-2

Client : IPAC Services Corp. Job Number: 34-06003
Address: - RR3 Site 1 Box 29 Grande Prairie AB, T7Z 1X3 Date: December 11, 2006
.Materials: SA-516 Gr. 60 to Gr. 70
Size: 0.375" wt Plate Condition: As Welded
Specimen Type: 8.5 mm Charpy V Notch impact specimens
Specification: ASTM A-370, ASME Section VIl UG-84
Qualification Temp.: -50°F
Sample Sample Impact - ‘Energy - Converted Full Size % Shear
Set Number SN | o1 | T e Impact Energy (ft-lb) -

‘Weld Zone ° ' 1 42 49 30
: 2 46 54 30
3 71 84 40
3 j Average: 53 62 33
'Heat Affected Zone 1 60 ' 71 30
SA-516.Gr.60 - 2 60 71 30
b LN L 2 B g 3 30 35 20
R e e F]  Average: 50 59 27
"Heat Affected Zone 1 83 98 40
SA-516 Gr.70 2 79 93 40
i) ARG RV 3 103 121 60
Average: 88 104 47

Remarks: These Charpy v-notch impact test results exceed the minimum requirements of ASME

Section VIl and B31.3 Codes for -50°F; or CSA Z662-03 Codes for -50°F.

We certify that the statements in this record are acceptable, in accordance with the requirements of
ASME Section IX.

Test Results Certified By: 7 ) 5 - Qualimet
A o
S ; . &’ '; (:)2 -
§ 7
o
/ s
ll»}“li_n!inwi Iae.
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QW-483 PROCEDURE QUALIFICATION RECORD (PQR)

Organization Name IPAC Services Corp
Procedure Qualification Record No. IPAC-1-1 (Rev. 1)
Date Originally Qualified August 13, 2015  Revision Date _ February 5, 2020

Revision(s) _Rev. 1_(Editorial) - Correction to (QW-403) Base Metal P-No. 1 Group No.'s.
Format update.
Welding Process(es) Shielded Metal Arc Welding (SMAW)

JOINTS (QW-402)

Joint Design Butt joint, single vee groove, see next page
Root Opening See next page
Backing Without Retainers Without

BASE METALS (QW-403)

Material Specification No. ___ SA 333 to SA 350 Type or Grade Gr.6to Gr. LF2
P-No. _P1Group1  ToP-No. __P1Group?2 Thickness 0.844 in.

Heat Number 242119 to 188712 Carbon Equivalent (1) _0.34 to 0.41
Diameter 10.75in. O.D. Other N/A

Deposited Weld Metal (Per Pass) Did not exceed 0.094 in. for E6010,

and 0.188 in. for E7018-1
(1) Per CSA 7662 Carbon Equivalent formula. See chemical composition of
heat / ladle analysis on attached material test reporis.

FILLER METALS {QW-404) SMAW SMAW
Specification No. (SFA) SFA 5.1 SFA 5.1
AWS No. (Class) E6010 (2) E7018-1 (3)
F-No. F3 F4

A-No. A1l Al
Diameter See attached sketch

Deposited Weld Metal Thickness 0.094 in. 0.750 in.
2) The Lincoln Electric Company: Linceln Fleetweld 5P+

(3) Air Liquide Canada Inc.: Blueshield LA 18 Plus

POSITION (QW-405)

Position of Groove 5G Weld Progression Vertical up
PREHEAT (QW-406)

Preheat Temperature 50 °F Interpass Temp. (Max.) 400 °F
Preheat Maintenance Weld was allowed to cool to ambient temperature in still air after

welding was completed.

- POSTWELD HEAT TREATMENT (QW-407)
With or Without Without
Temperature N/A Time N/A

Prepared by SGS Canada Inc. PQR Page 1 of 3



PQR NO.

ELECTRICAL CHARACTERISTICS (QW-409)

IPAC-1-1 (Rev. 1)

Reverse, electrode positive

See below

Current Direct Polarity
Amps See below Volts
Heat Input E6010: 42 900 J/in. maximum

E7018-1: 73,371 J/in. maximum

TECHNIQUE (QW-410)
Manual or Automatic

String or Weave
Initial & Interpass Cleaning
Metheod of Back Gouging

Manual

E6010: String

E7018-1: Weave

Brushing, chipping and grinding as required

Not conducted

Multiple or Single Pass Per Side

Peening

E6010: Single

E7018-1: Multiple

Not conducted

Travel Speed

Use of Thermal Process

See below

N/A

3/32in. -
, . ‘Current Travel
Filler Diameter Amperage | Voltage
Pass Process Metal in. ;gf;?ig Range Range ?Ee:ld
1 SMAW E6010 1/8 DCRP 86 - 80 25-27 3.2
2 SMAW E7018-1 3/32 DCRP 85-89 23-25 34
3 SMAW E7018-1 3/32 DCRP 91-95 22 -24 2.7
4 SMAW E7018-1 1/8 DCRP 105 - 109 23-25 2.1
5 SMAW E7018-1 1/8 DCRP 115-119 21-23 3.4
6 SMAW E7018-1 1/8 DCRP 114-118 22 -24 3.8
7 SMAW E7018-1 1/8 DCRP 114 -118 21-23 2.2
8 SMAW - E7018-1 1/8 DCRP 106 - 110 21-23 2.1
9 SMAW E7018-1 1/8 DCRP 105 - 109 21-23 2.2

Prepared by SGS Canada Inc.

PQR Page 2 of 3




PQR NO. IPAC:1-1(Rev. 1).

TENSILE TEST (QW-150)
\Sample‘ | Width | Thickness Area U:f‘or:zte Usltil ma;e Fracture Type &
No. in. in. sq. in. Location
1 L. - 1 Ibf_ psl _
Tt | o7s6 | o740 | o599 | 39500 | 70,600 " ar;mz't;ﬁ’g :3%%”2 B
T2 | 072 | o740 0557 | 30400 | 70800 Pamf‘?ﬂgﬁ';gffs‘;"gr 8

GUIDED BEND TEST (QW-160)

" Type & Figure No. " Resull —_Type & Flgure No. ~ Resull
— QW-462.2, TSB- 81 Pass QWX462.2, TSB- 53 " Pass
1 :QW-462.2 TSB.- S2 " Pass QW-462.2, TSB - 54 L Pass

CHARPY V-NOTCH IMPACT TEST

Type of Test Charpy V-Notch Orientation _ Transverse
Test Temperature __-50 °F . Specimen Size ___ 0.391 X 0.394.in.
“Specimen No. — T Notch Location impact Values ft-bf ____
w2 | Weld Metal _ S8
W2.2 . within 1/18 in. 49
W2.3 _ J... . _ ofroot ' 12
W3, -y | GreHAZ 18
Wa3.2 i 1/4 - 1/2t from i 118
- - ... Wa3 ' capsurface 130.
- X34 . “GriR2RAZ L %
 X32 e 1/4 - 12t from opposite - . 28
X33 cap:surface . 32 .
OTHER TESTS

Welder's Name __ Blain Turner. .. Certificate File No. W-28725
Tests Conducted By _SGS Canada.Inc. ;
Laboratory Test No. E15-535.1 . : "_' '

We hereby recertify that the statements in this record have been revised in accordance with
Paragraph QW-200.2 and that the test welds were prepared, welded and tested in accordance
with the requirements of Section IX of the ASME Code.

Organization IPAC ServicesCorp . A B ]

. Print,

Date

Signed

Prepared by SGS Canada Inc. PQR Page 3of 3



TENSILE / BEND TEST

Customer: IPAC Services Corporation Laboratory Test No.: E15-535.1
8701 — 102 Street Date: August 27, 2015
Clairmont, Alberta P.O. No.: 16-107-17,783
TOH OWO0

Attention: Sheldon Rule

PQR No.: IPAC-1-1 (Rev. 0) Heat No.: 242119 to 188712
Material: SA 333 Gr. 6 to SA 350 Gr. LF2

Size: 273.1 mm {10.75in.) O.D. x 21.4 mm (0.844 in.) w.t.

Thermal Condition:  As Welded

Governing Spec.. ASME Section IX - 2013 Instrument.  Salec S/N: 1314
SAMPLE NO.(QW-150) T1 T2

WIDTH mm (in.) 19.2 (0.756) 19.1 (0.752)
THICKNESS mm (in.) 18.8 (0.740) 18.8 (0.740)
AREA sgq. mm (sq. in.) 361 (0.559) 359 (0.557)
ULTIMATE LOAD N {lof) 175643  (39,500) 175342  (39,400)
ULTIMATE STRESS MPa (psi) 487 (70,600) 488 (70,800)
FRACTURE TYPE Partial Cup & Cone Partial Cup & Cone
FRACTURE LOCATION Parent Metal Parent Metal
: (SA 333 Gr. 6) (SA 333 Gr.6)

Note: Imperial values calculated by direct conversion.

SAMPLE TYPE(QW-462.2) Side Bend Side Bend Side Bend Side Bend
SAMPLE NO. 51 S2 ' S3 S4
RESULTS Pass Pass Pass Pass

Test Conducted By: Aluiar¥athéw, T.T. (Cajgary)

Certified By:_____A -\ L-A-B Accredited Certificate Number L2057-1 Testing
¥ Eric Dacyk, C 2.
This report (or certificnte) is issued by the Company under its General Conditions for Inspection nnd Tesling Services (copy available upon request). The i of this report (or certificnte) does not
ding on the Company. The Company's

exonerate buyers or sellers (rom exercising all thelr rights nnd discharging all their linbilities under the Coniract of Sale. Stipulations to the contrary nre nat bi
cnde) is limited o proven negligence and will in no ense be more than ten times the amaunt of the Fees or commission. Except by specinl arrangemenl, snmples, if
for more thnn 30 days. The information stated in this report (or certificate) is derived from Lhe results of inspection or testing procedures carried ont in

£ such resulis on the basis of any technical sinndards, trade custom or practice, or other circumstances which should in gor

professional opinien be taken into nccount,

respansibility under this report (or certifi
drnwn, will not be reialned by the Company
accordance with the instructions of our Client, nndfor our assessment o

Page 1 of 1
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Customer: IPAC Services Corporation
8701 — 102 Street
Clairmont, Alberta

CHARPY V-NOTCH IMPACT TEST

TOH OWO

Attention: Sheldon Rule

Laboratory Test No.: E15-535.1
Date: August 28, 2015
P.0. No.: 16-107-17,793

PQR No.:

Material:

Size:

Thermal Condition:

IPAC-1-1 (Rev. 0) Heat No.:

SA 333 Gr. 6 to SA 350 Gr. LF2
273.1 mm (10.75in.) O.D. x 21.4 mm (0.844 in.) w.t.
As Welded

242119 to 188712

Specimen Size: 10 x 10 mm (0.394 x 0.394 in.) Machine: Satec SI-1C SN: 1363
Orientation: Transverse Capacity: 325 J (240 ft-1bf)
Test Temperature: -46°C (-50°F) Verified Range: 1.7 - 260 J (1.3 - 192 ft-Ibf)
Governing Spec.: ASME Section VIHi, Div. 1, UG-84 - 2013
Specimen Notch Impact Values
Number Location Joules (ft-1bf)
e Weld Metal i (56)
WE 2 within 1.5mm (1/16") of root 66 (49)
W2.3 ' 16 (12)
W3. 22
Wg;‘ within 1!4?;2?{0};123 surface 189 ((11168})
W3.3 P 176 (130)
i1
ig‘z withi 1;4-1;§ ;'roLnf i ; ':Qfe cap surface gg gg}
i it P 43 (32)

X3.3

Note: Meiric values calculated by direct conversion.

Test Conducted By:

Certified By:

\'\—__

L-A-B Accredited Certificate Number L2057-1 Testing

Eric Iﬂacyk, C.Ey
This repart (or certificate) s issued by the Comy uider its. G | Canditions for Inspection and Testing Services (copy nvailable upon request). The issuance of this report {or certificote) does nat
h

exonernte buyers or sellers from exercising all their rights and dischnrging all their linbilities under the Contract of Snle. Stiputations ta the controry are not bi

ding on the Company. The Company's

responsibility under this report (or ccrtificate) is fimited to proven negligence and will in no cnse be more than tzn times the nmount of the fees or commission. Except by special arrangement, samples, i
drnien, will not be retained by the Company for more than 30 days. The information stated in (his vepart (or certificate} is derived from the results of inspeclion or testing procedures carried out in
nccordance wilh 1he ingtructions of our Client, andfor our assessment of such resulls an the basis of any Lechnical standards, trade custam or practice, or sther circumsiances which should in our

professionnt opinion be taken into account.

SGS Canada Inc.

Page 1 0f 1
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HARDNESS TEST

Customer: IPAC Services Corporation Laboratory Test No.: E15-535.1
8701 — 102 Street . Date: August 27, 2015
Clairmont, Alberta P.0. No.: 16-107-17,793
TOH OWO0

Attention: Sheldon Rule

PQR No.: IPAC-1-1 {Rev. D) Heat No.:  242119to 188712
Material: SA 333 Gr. 6 to SA 350 Gr. LF2
Size: 273.1 mm {10.75in.) O.D. x 21.4 mm (0.844 in.) w.t.

Thermal Condition: As Welded

Type of Test: Vickers 10kg (HV10) Instrument:  DuraScan 667
Governing Spec.. ASTM E384-11¢1 & ANSI/NACE MR0175/ISC 15156.2009(E)

1::1:‘;: 7 .27
Midwall — . —

1%: 2 -28
.. . SA333Gr.6. - g . " .SA'350 Gr. LF2
X L S : =1 Weld:Metal. |——— = s
“Parent Metal | HAZ eldiMetal: ™~— 07 | ParentMetal
1 147 3 163 | 11| 205 |19] 225 |27| 194
2 151 4 185 | 12| 174 |20| 201 28| 185

5 180 | 13| 186 | 21| 197

6 164 | 14| 4189 |22 202

7 174 | 15| 203 |23| 186

8 187 | 16| 182 | 24| 207

9 175 | 17| 187 | 25| 208

0| 179 |18| 198 |26| 193

Test Conducted By: Alvi T. (Cgfgany)

Certified By: L-A-B Accredited Certificate Number L2057-1 Testing

Eric Dacyk, Cf

T'his report (or certificate) is issned by the Compnny nnder its General Conditions for Tnspection and Testing Services (copy available upon request). The issuance of this report (or certificnte) does not
exonerate buyers or sellers from exercising nil their rights and dischorging all their linbilities under the Contract of Sale. Stipulations to 1he contrary nre not binding on the Compoany. The Compnny's
responsibility under this report (or certificate) is limiled 1o proven negligence and will in no ease be more than 1en times Lhe nmaunt of the fees or commission. Except by speeinl arrangement, samples, il
drawn, will not be retained by the Compnny for more shan 30 days. The information siated in this report (or certificate) Is derived frons the resnlts of inapection or testing procedures carried out in
accordnnce with the instructions of onr Client, andior our nssessment of such results on 1he basis of nny technienl standards, trode cnstom or practice, or other eircomstances which should in our
professionnl opinion be taken into accounl.

Page 1of 1
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V&M DEUTECHLAND GmbH (oY) MATERIAL TEST REPORT (Ao
Wark Rath-Stapfen (3.1 NACH EN 10204:2004)
Rather Kreuxweg 108 PARAGRAPH 18, C
40472 Disseldod M_ s
) . I No. : 72603RS09 A0S}
. VALLOUREC & MANNESMANN TUBES | 0%:3/ 3
e 5 Date: 24.01.2008
Valloures Grcup
: |
73}
PRODUCT CHEMICAL ANALYSIS
.y {con.)
Heat Tast Place c ] Mn P -] Cy Cr N Mo v
% % % % % % % % % %
min . 0.100 040 - - B . i
mex 0250 | 0500 | 1.38 | oo25 | 0.0250 i ‘ 1.000 - j om0
== =]
242119 0157 ], 0263 | 08t | 0011 | Qoo | 0085 | 0072 | pos4 | oooe | 000 Lo
242119 o1577| oze | 092 ‘] oo11 |“o.000s | ocer | poza | no4s | 0009 7| D002
(807.1) Iml)
Heat Tes! Ploca T Nb/Ch B ca27
% % % %
min - . A g
max . o490 [ 0440 ; DO | 4D
242119 o003 | ooot | o001 | M 47
242418 0.003 (0001 |70.0001 | 34
[Eo 27 CAE=C+F X(MN/G + SU24 + LS + NY20 +(CRMO+V+NB)/S + 58)
TENSILE YEST RESULTS )
Type{c10.1} ROUND TEST SPECIMEN
Tast tamparature (cod) ROOM TEMPERATURE
Direction (o lopgitugina!
(BO7.4) (o013 [(314] {12 H (€12) f(=$} 1] [ 1R)]
Haat Test Plsce Diamater Ys T8 Etong. Ratle
' Rz R, 2 RR_
Inch ps! psl % .
min - 42000 | eoong | 280
max - 72000 81000 - .
242119 T1A 00,49 44525 | eos08 | 358 0.84 /
242118 728 00.48 45830 1 710341 17384 1 oes
IMPACT TEST ON CHARPY-V LONGITUDINAL SPEGIMEN
WITH REPORT OF PERCENT DUCTILE AREA VALUES
YEMPERATURE AND IMPACT VALUES ARE VALID FOR SPECIMEN 10X 10
IN CASE OF SUBSIZE SPEGIMEN, REDUCTION OF TEMPERATURE AND OF
IMPACT VALUES ARE TO BE GALCULATED ACC. TO STANDARD
HARDNESS HRC MAX, 22
(WITHOUT TESTING, ONLY CERTIFICATE)

IMPACT TEST REGULTS
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0,000 0,080

0,004 0,010

CE SF=C+Mn/8) F1=Cu+Ni+Cr+Mo+V
Sner 0,2%¢1 Snar i
Yield Stmngth>0,2%  Yiald Strongths1,0%  Tenshe.
MPa - MPa MPa -
312,0 ;

Job# 16-107 [tem# 3| . .
er: 188712 10" CL 150 W/N FLANGE RF
Piping Products Ltd. - Rev'd By: SB SCH 160 BORE A35D-LF2 CL 1
#: CL-15 - 10020 2 &80. CUTE '
CRE & BEYEL TO S/120 .
METALFAR PRODOTTI INDUSTRIALI SPA iz COMPANY WITH
23861 CESANA BRIANZA [LC) - ITALY MANAGEMENT SYSTEM
VIA G. PARINI, 28 CERTIFIED BY DNV
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quallty mif@farmas.com =150 14001 =
INSPECTION CERTIFICATE EN 10204:2004 / 3.1 Mz | N 2014-C_MFF-O7550 Data / Dated 28.10.2014 2
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83135 ENDEAVOR DRIVE S.E. Item 025
T3S DA1  CALGARY, ALBERTA CA DDT | Delivery nota 2014-3E301-0004446 -
Packing List 2014-3E401-0003867" 5
Fattura / Invoice 2014-3E401-0003967 v 4R
Qs.‘ﬂf. { Our red. 2014-3E201-0002508-0025
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T3S OA1 Calgary. ALBERTA ; -
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QW-483 PROCEDURE QUALIFICATION RECORD (PQR)

Organization Name IPAC Services Corp

Procedure Qualification Record No. IPAC-1-3 (Rev. 1)

Date Originally Qualified January 28, 2019 Date __ February 5, 2020
Revision(s) _Rev. 1 (Editorial) - Addition of extracted MTR pages. Format update.

Welding Process(es) Shielded Metal Arc Welding (SMAW)

JOINTS (QW-402)

Joint Design Butt joint, single vee groove, see next page
Root Opening See next page
Backing Without Retainers Without

BASE METALS (QW-403)

Material Specification No. SA 516 Type or Grade Gr. 60/70
Heat Treat Condition (1) Normalized
P-No. _P1 Groups 1/2 To P-No. _P1 Groups 1/2  Thickness 0.375 in.
Heat Number 416249 20814-03 Carbon Equivalent (2 _0.36
Diameter N/A Other Plate product form
Deposited Weld Metal (Per Pass) Did not exceed 0.094 in. for E6010,

and 0.188 in. for E7018-1
1) Condition of base metal prior to welding.
(2) Per CSA Z662 Carbon Equivalent formula. See chemical composition of

heat analysis on attached material test reports.

FILLER METALS (QW-404) SMAW SMAW
Specification No. (SFA) SFA 5.1 SFA 5.1
AWS No. (Class) E6010 (33 E7018-1 (4)
F-No. F3 F4

A-No. A1 A1
Diameter See attached sketch

Deposited Weld Metal Thickness 0.094 in. 0.281 in.
(3) The Lincoln Electric Company: Fleetweld 5P+

(4) ESAB: OK 55.00

POSITION (QW-405)

Position of Groove 3G Weld Progression Vertical up
PREHEAT (QW-406)

Preheat Temperature 50 °F Interpass Temp. (Max.) 400 °F
Preheat Maintenance Weld was allowed to cool to ambient temperature in still air after

welding was completed.

POSTWELD HEAT TREATMENT (QW-407)
With or Without Without :
Temperature N/A Time N/A

Prepared by SGS Canada Inc. PQR Page 10f 3



PQR NO.

ELECTRICAL CHARACTERISTICS (QW-409)

IPAC-1-3 (Rev. 1)

Current Direct Polarity Reverse, electrode positive
Amps See below Volts See below

Heat Input E6010: 23,537 J/in. maximum E7018-1: 63,800 J/in. maximum
TECHNIQUE (QW-410)

Manual or Automatic Manual

String or Weave E6010: String E7018-1: Weave

Initial & Interpass Cleaning
Method of Back Gouging
Multiple or Single Pass Per Side E6010: Single

Peening

Brushing, chipping and grinding as required

Not conducted

E7018-1: Muttiple

Not conducted

Travel Speed

Use of Thermal Process

See below

N/A

S3i5in.

i : Current Travel
Filler Diameter Amperage | Voltage
Fiass Process Metal in. gglpaiii; Range Range Slg ?;l_j
1 SMAW E6010 1/8 DCRP 84 - 88 25-27 57
2 SMAW E7018-1 3/32 DCRP 85 - 89 22 -24 49
3 SMAW E7018-1 3/32 DCRP 84 - 88 21-23 2.0
4 SMAW E7018-1 3/32 DCRP 85 - 89 21-23 1.8

Prepared by SGS Canada Inc.

PQR Page 2 of 3



PQR NO.
CHARPY V-NOTCH IMPACT TEST

Typeof Test ____Charpy V-Notch _ Orientation ______ Transverse
Weld Thickness ____E6010 (t1) =0.084'in., G, 5570-?11_3-‘1 .(1'2}"='-.Q:281 in,_
T "1 Specimen Test g Impact
‘Goveming Specification L::q:aﬁ: ’ Size Temperature |. smg:_“ Values
_n. “F fielbf
. 2 Weld Metal e X 13
ASME VIl Div.1 -2017 |  within 1/16 in. Aty -51 V22| 20
; of t2 weld surface ) V2.3 19
"B HAZ 03ax T vai__ 5|,
ASME VIl Div.1-2017 |  1/4 - 1/2t from iy 51 V32 90
. 2 weld surface ) Va3 103 .
OTHER TESTS

- -Vickers Hardness - see attached Laboratory. Test:Report No.: E19-049.2

Welder's Namie _ Wayne Kruger . Certificate File No. W-25763
Tests Conducted By’ SGS Canada inc. .
Laboratory Test No. _E19:049.2

We hereby recertify that the statements in this record have been revised in accordance with
Paragraph QW-200.2 and that the test welds were prepared, welded and tested in accordance
with the requirements of Section IX of the ASME Code.

Organization IPAC ‘Senvices Corp

/ = Prinl_

oate _ /% fzh- 2020

Signed __ AL Tk

Prepared by SGS Canada Inc. PQR Page 3 of 3



CHARPY V-NOTCH IMPACT TEST

Customer: IPAC Services Corp. Laboratory Test No.: E19-049.2
8701 102 Street Date: February 4, 2019
Clairmont, Alberta
T8X 5G8

Attention: Sheldon Rule

PQR No.: IPAC-1-3 (Rev.0) Material Heat No.: 416249 20814-03
Material: SA 516 Gr. 60/70 Welding Process: SMAW
Material Thickness: 9.52 mm (0.375in.) Weld Type: Singte Sided
Filler Metal: E6QG10 (t1) / E7018-1 {t2)
Weld Thickness: t1=2.39 mm (0.094 in.)/ t2 = 7.14 mm (0.281 in.)
Thermal Condition:  As Welded
Specimen Size: 10x 6.7 mm (0.394 x 0.262 in.) Machine: Satec SI-1K3,S/N: 1503
Orientation: Transverse Capacity: 407 J (300 ft-1bf)
Test Temperature: -46 °C (-51 F) Verified Range: 3.4-325 J (2.5-240 {t-1bf)
Governing Spec.: ASME Section VI, Div, 1, UG-84 - 2017 Calibration Date:  March 19, 2018
Specimen Notch Impact Values
Number Location Joules (ft-Ibf)
3%; N t2 - Weld Metal ;? gg;
V23 within 1.5mm {1/16") from tz2 weld surface 26 (19)
V3.1 1
Va2 LT ki (PP 122 ((9005))
V33 . 140 (103)

Note: Metric values calculated by direct conversion.

Test Conducted By: Mohamed Botan (Edmonton)

ﬂ,& ACCREDI!ITED
——
Certified By: e ﬁfg TESTING LABORATORY

Patrick Lysz, C.E.T. Senfication #L2057.01:)
This report (or certificate) is issued by the Company under its General Conditions for Inspection and Testing Services (copy available upen request). The issuance of this report (or certificate) does not
exanerate buyers or sellers from exercising all their rights and discharging all their liabilities under the Contract of Sale. Stipulations (o 1he contrary are not binding on the C . The C s
responsibility under this report (or certificate) Is limited to proven negligence and will in no ease be more 1han ten times the amount of 1he fees or commission. Except by specizl arraogement, samples,
if drmwn, will not be retained by the Company for more than 30 days. The information siated In this report (or certificate) is derived from the resulls of inspection or testing p dures carried out in

accordance with 1he instructions of our Cllent, and/or our assessment of such results on the basis of any techoical standards, trade custom or practice, or other circumstanees which should inqur
prefessional opinion be taken into account.
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HARDNESS TEST

Customer: [PAC Services Corp. Laboratory Test No.: E19-049.2
8701 102 Street Date: February 1, 2019
Clairmont, Alberta
T8X 5G8

Attention: Sheldon Rule

PQR No.: IPAC-1-3 {Rev.0) Material Heat No.: 416249 20814-03
Material: SA 516 Gr. 60/70 Welding Process: SMAW

Material Thickness: 9.52 mm (0.375in.) Weld Type: Single Sided
Filler Metal: E6010 (t1}/ E7018-1 (t2)

Weld Thickness: t1=2.39 mm (0.094 in.) / tz =7.14 mm (0.281 in.)
Thermal Condition: As Welded

Type of Test: Vickers 10 kg (HV10) Instrument: DuraScan 70
Governing Spec.: ASTM E92-17 & ANSI/NACE MR0175 ISO Calibration Date: September 19, 2018
15166:2015
.’1 Em : kL \ A = 27
T, e v se
\
Midwall — . — \ S n
.\-
::,'Em: 2 '\9?.- «28
. Weld Metal
Parent Metal HAZ € ea HAZ Parent Metal
1 159 163 11 189 19 168 27 155
2 152 170 12 205 20 155 28 148

179 13 192 21 172
164 14 186 22 163
161 15 181 23 160
167 16 189 24 163
161 17 157 25 166
10 165 18 152 26 163

© o N AW

Test Conducted By: Eric Dacyk, C.E.T. (Edmonton)

Certified By: ﬂ/ﬁé?

Patrick Lysz, C.E.T.

This report (or certificate) is issued by the Company under i1s General Conditions for Inspectlon and Testing Services (copy available upon request). The issuance of this report (or certificate) does oot
exonerale buyers or sellers from exerclsing all their rights and discharging all their labilities under the Contract of Sale. Stipulations to 1he contrary are not binding on the Comp The Company's
responsibility under this repart (or certificate) Is limited to proven megligence and will in n¢ ¢ase be more than ten times the amount of the fees or commisslon. Excep! by specinl arrangement, samples,
if drown, will not be retained by the Company for more than 30 days. The informatign stated In this report (or certificate} is derived from the resuolis of inspection or testing proced carried out in
accardance with the Instructions of our Client, andfor cur assessment of such results ¢n 1he basis of any techoical standards, trode cusiom or practice, or olher circumstances which should in our
professional opinion be taken into account.

Page 1 of 1
SGS Canada Inc. | 4027 - 14 Street S.E.  Calgary, AB T2G 3K6 t +1 (403) 262-7072 f +1 (403) 266-3169
7925 Davies Road Edmonton, AB TGE 41 t +1 {780) 468-3030 f +1 (780) 468-3032 WWW.505.COM
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QW-483 PROCEDURE QUALIFICATION RECORD (PQR)

Organization Name IPAC Services Corp
Procedure Qualification Record No. IPAC-1-4 (Rev. 1)
Date Originally Qualified January 28, 2019 Date __ February 5, 2020

Revision(s) _Rev. 1 (Editorial) - Addition of extracted MTR pages. Correction to
Charpy V-Notch Impact Test Specimen Size. PQR condensed
to 3 pages. Format update.

Welding Process(es) Shielded Metal Arc Welding (SMAW})

JOINTS (QW-402)

Joint Design Butt joint, single vee groove, see next page

Root Cpening See next page

Backing Without Retainers Without
BASE METALS (QW-403)

Material Specification No. SA 516 Type or Grade Gr. 60/70
Heat Treat Condition (1) Normalized

P-No. _P1 Groups 1/2 To P-No. _P1 Groups 1/2 Thickness 0.875 in.
Heat Number 432444-58770-03 Carbon Equivalent 2y _0.39
Diameter N/A Other Plate product form
Deposited Weld Metal (Per Pass) Did not exceed 0.094 in. for E6010,

and 0.188 in. for E7018-1
(1) Condition of base metal prior to welding.
2) Per CSA 7662 Carbon Equivalent formula. See chemical composition of
heat analysis gn attached material test reports.

FILLER METALS (QW-404) SMAW SMAW
Specification No. (SFA) SFA 5.1 SFA 5.1
AWS No. (Class) E6010 (3) E7018-1 (a)
F-No. F3 . F4

A-No. Al Al
Diameter See attached sketch

Deposited Weld Metal Thickness 0.094 in. 0.781 in.
(3) The Lincoln Electric Company: Fleetweld SP+

(4) ESAB: OK 55.00

POSITION (QW-405)

Position of Groove 3G Weld Progression Vertical up
PREHEAT (QW-406)

Preheat Temperature 50 °F Interpass Temp. (Max.) 500 °F
Preheat Maintenance Weld was allowed to cool to ambient temperature in still air after

welding was completed.

POSTWELD HEAT TREATMENT (QW-407)
With or Without Without
Temperature N/A Time N/A

Prepared by SGS Canada Inc. PQR Page 1 of 3



ELECTRICAL CHARACTERISTICS (QW-409)

PQR NO.

IPAC-1-4 (Rev. 1)

Current Direct Polarity Reverse, electrode positive
Amps See below Volts See below

Heat Input E6010: 20,800 J/in. maximum E7018-1: 73,800 J/in. maximum
TECHNIQUE (QW-410)

Manual or Automatic

String or Weave
Initial & Interpass Cleaning

Peening

Manual

E6010: String

E7018-1: Weave

Brushing, chipping and grinding as required

Travel Speed

Method of Back Gouging Not conducted

Multiple or Single Pass Per Side E6010:_Single E7018-1: Multiple
Not conducted
See below
N/A

Use of Thermal Process

|

0.875in.

|

3/32 in. — | |
3/32in
. ) Current Travel
Filler Diameter Amperage Voltage
Pass Frocess Metal in. ;g:;erig Range Range ?Eenﬁd
1 SMAW E6010 1/8 DCRP 74 -78 25 - 27 57
2 SMAW E7018-1 3132 DCRP 73-77 21-23 2.6
3 SMAW E7018-1 3/32 DCRP 86 - 90 21-23 1.9
4 SMAW E7018-1 3/32 DCRP 86 - 90 21-23 26
5 SMAW E7018-1 3/32 DCRP 85 -89 20 -22 2.7
6 SMAW E7018-1 3/32 DCRP 85-89 20 - 22 4.7
7 SMAW E7018-1 3132 DCRP 87 - 91 20-22 4.6
8 SMAW E7018-1 3/32 DCRP 86 - 90 20 -22 2.8
9 SMAW E7018-1 3/32 DCRP 85 -89 20 -22 4.4
10 SMAW E7018-1 1/8 DCRP 118 - 122 20-22 2.5
11 SMAW E7018-1 1/8 DCRP 121 -125 20-22 2.1
12 SMAW E7018-1 3/32 DCRP 88 - 92 20-22 2.3
13 SMAW E7018-1 3/32 DCRP 95 - 99 21-23 24
14 SMAW E7018-1 3/32 DCRP 78 - 82 21-23 2.2
15 SMAW E7018-1 3/32 DCRP 79 - 83 21-23 2.3
16 SMAW E7018-1 3/32 DCRP 83 - 87 21-23 1.8

Prepared by SGS Canada Inc.

PQR Page 2 of 3



PQR NO. __ IPAC-1-4 (Rev. 1)
CHARPY V-NOTCH IMPACT TEST

Type of Test _ Charpy.V-Notch . Orientation __Transverse
Weld Thickness E6010(t1) = 0.094in., E7018-1.(t2).=0.781 in.
- T Spec.imén * ) Te‘st L Impact
. I Notch : Specimen
Governing Specification L Sll:e Tem;::‘?:mture Number V;l:gefs
t2 Weld Metal 0.394 Wwa.1 70 -
ASME Vil Div.1 - 2017 within 1/16 in. 0 394:( -50 W2.2. 63
of t2 weld surface ) W2.3 66
2 HAZ iy W34 138
ASME VIil Div.1 - 2017 174 - 1/2t from 0 39: -50 W3.2 56
2 weld surface ’ W33 70
OTHER TESTS
Vickers Hardness - see attached Laboratory Tést Report No.:: E19:049.3
Welder's Name Wayne Kruger Certificate File No. . W:25763
Tests Conducted By _SGS Canada Inc. .
Laboratory Test No. _. £19-048.3

We hereby recertify that the statements in this record have been revised in accordance with
Paragraph QW-200.2 and that the test welds were prepared, welded and tested in accordance
with the requirements of Section 1X of the ASME Code.

Organization IPAC Services-Corp,
pate __/75h 2020/ Print
Signed

Prepared by SGS Canada Inc.
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CHARPY V-NOTCH IMPACT TEST

Customer: IPAC Services Corp. Laboratory Test No.: E19-049.3
8701 102 Street Date: February 4, 2019
Clairmont, Alberta
T8X 5G8

Attention:  Sheldon Rule

PQR No.: IPAC-1-4 (Rev.0) Material Heat No.: 432444-58770-03

Material: SA 516 Gr. 60/70 Welding Process: SMAW

Material Thickness:
Filler Metal:

Weld Thickness:
Thermal Condition:

22.2 mm (0.875in.)
EB010 (tr) / E7018-1 (t2)

Weid Type:

ty = 2.39 mm (0.094 in.) / t2 = 19.8 mm (0.781 in.)

As Welded

Single Sided

Specimen Size: 10 x 10 mm (0.394 x 0.394 in.) Machine: Satec SI-1K3,S/N: 1503
Orientation: Transverse Capacity: 407 J (300 ft-1bf)
Test Temperature:  -46 C {-50 °F) Verified Range: 3.4-325 J (2.5-240 ft-1bf)

Governing Spec.:

ASME Section Viil, Div. I, UG-84 - 2017

Calibration Date:

March 19, 2018

Specimen Notch Impact Values

Number Location Joules (ft-1bf)
w2 t> - Weld Metal o= (70)
W22 within 1.5mm (1/16") from tz weld surface 85 (63)
w23 ' 89 (66)
W3.1 187 138
W3.2 1/4-1/2t2 }zro:'nHv?jd surface 76 ((56))
W3.3 95 (70)

Note: Metric values calculated by direct conversion.

Test Conducted By: Mohamed Botan (Edmonton)

Certified By:

(it

ACCREDITE.D

-
TESTING LABORATORY

Patrick Lysz, C.E.T. Cortflcaion #1.2057.01-1
This report (or certificate) §s issued by the Company under its General Conditions for Inspection and Testing Services (capy available upon request). The Issuance of this report (or certificate) does not
exonerate buyers or sellers from exercising all their rights and discharging all their liabilities under the Contract of Sale. Stipulations to the contrary are not binding on the Comp The Company's
responsibility under this report (or certificate} Is imited 10 proven negligenes and will in no case be more than ten times the amount of the lees or commission. Except by speclal arrangement, samples,
i drawn, will not be retalned by the Company for more than 30 days. The [nformation stated in this report (or certificate) s derived from the results of Inspecifon or testlng procedures carried out in
accordance with the Instructions of our Client, andfor our assessment of such resulis on the basis of any (echnical standards, frade custom ar p or other circ es which should In our
professional opinion be taken into account.

Page 1of 1

SGS Canada Inc. | 4027 - 14 Street S.E.  Calgary, AB T2G 3K6 t +1 (403) 262-7072 f +1 (403) 266-3169

7925 Davies Road Edmonton, AB TEE 4N1  t +1 (780) 468-3030 f +1 (780) 468-3032 WWW.S05.Com

| Member of the SGS Group (SGS SA)



Customer: IPAC Services Corp.

8701 102 Street

Clairmont, Alberta

HARDNESS TEST

Laboratory Test No.: E19-049.3
Date: February 4, 2019

T8X 5G8
Attention:  Sheldon Rule
PQR No.: IPAC-1-4 (Rev.0) Material Heat No.: 432444-58770-03
Material: SA 516 Gr. 60/70 Welding Process: SMAW

Material Thickness:
Filler Metat:

Weld Thickness:
Thermal Cendition:

22.2 mm (0.875in.)
E6010 (t1) / E7018-1 (t2)

t1=2.39mm (0.094 in.})/ t2=19.8 mm {0.781 in.)
As Welded

Weld Type:

Single Sided

Type of Test:
Governing Spec.:

Vickers 10 kg (HV10)
ASTM E92-17 & ANSI/NACE MRO175 ISO

Instrument:
Calibration Date:

DuraScan 70
September 19, 2018

15166:2015
: %2 E 10 \_\3 i . .27
\
Midwall — . — s e
.\‘
:" “mE: — [ 2 \ 9 L »28
Parent Metal HAZ i HAZ Parent Metal
1 154 3 182 11 218 19 219 27 155
2 153 4 216 12 183 20 199 28 156
5 212 13 226 21 212
6 175 14 198 22 190
7 188 15 198 23 183
8 171 16 230 24 181
9 175 17 170 25 180
10 177 18 174 26 178

Test Conducted By: Mohamed Botan {Edmonton}

Certified By:

(s

Patrick Lysz, C.E.T.

This report (or certificate} is tssued by the Company under its General Conditions for Inspection and Testing Services {copy available upon request). The issuance of this report {or certificate) does not
exonerate buyers or sellers from exercising all their rights and discharging all thelr Uabilities under the Contract of Sale. Stipulations to 1he contrary are not binding on the Company. The Company's
responsibility under this report (or ¢certificate) Is Bmited to proven negligence and will in no ¢ase be more than ten times the amount of the fees or commission. Except by special arrangement, samples,
if drawn, will not be retained by the Company for more than 30 days. The information stated In this report (or certificate} ks derived Irom the results of inspection or testing procedures carried out in
aceordance with the instructions of our Client, and/or our assessment of such resulis on (he basls of any technical standards, trade custom or practice, or other circumstances which should in cur

SGS Canada Inc.

4027 - 14 Streel S.E. Calgary, AB T2G 3K6 t +1 (403) 262-7072 f +1 (403) 266-3169
7925 Davies Road Edmonton, AB T6E 4N1 _t +1 (780) 468-3030 f +1 (780) 468-3032

professional oplnion be taken into account.

Page 1 of 1

WwWW.5g5.Com

Member of the SGS Group {SGS SA)
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QW-483 PROCEDURE QUALIFICATION RECORD (PQR)

Organization Name IPAC Services Corp
Procedure Qualification Record No. IPAC-1-5 (Rev. 0) Date January 22, 2020

Welding Process{(es) Shielded Metal Arc Welding (SMAW)

JOINTS (QW-402)

Joint Design Butt joint, single vee groove, see next page
Root Opening See next page
Backing Without Retainers Without

BASE METALS (QW-403)

Material Specification No. SA 516 Type or Grade Gr. 60/70
Heat Treat Condition (1) Normalized

P-No. P1 Groups 1/2  To P-No. _P1 Groups 1/2 Thickness 0.232 in.
Heat Number 367999 - 14829-01 Carbon Equivalent (2) _0.38
Diameter N/A

Other 0.375 in. thick plate machined to 0.232 in. thickness

Deposited Weld Metal (Per Pass) Did not exceed 0.094 in. for E6010,

and 0.138 in. for E7018-1
{1) Condition of base metal prior to welding.
(2) Per CSA 7662 Carbon Equivalent formula. See chemical composition of
heat analysis on attached material test reports.

FILLER METALS (QW-404) SMAW SMAW
Specification No. (SFA) SFA 5.1 SFA 5.1
AWS No. (Class) E6010 (3) E7018-1 (4)
F-No. F3 F4

A-No. A1l A1l
Diameter -__See attached sketch

Deposited Weld Metal Thickness 0.094 in. 0.138 in.
(3) The Lincoln Electric Company: Fleetweld SP+

(4) ESAB: OK 55.00

POSITION (QW-405)

Position of Groove 3G Weld Progression Vertical up
PREHEAT (QW-406)

Preheat Temperature 100 °F Interpass Temp. (Max.) 400 °F
Preheat Maintenance Weld was allowed to cool to ambient temperature in still air after

welding was completed.

POSTWELD HEAT TREATMENT (QW-407)
With or Without Without _
Temperature N/A Time N/A

Prepared by SGS Canada Inc. PQR Page 1 of 3



PQR NO. IPAC-1-5 (Rev. 0)

ELECTRICAL CHARACTERISTICS (QW-409)

Current Direct Polarity Reverse, electrode positive
Amps See below Volts See below

Heat [nput E6010; 35,127 J/in. maximum E7018-1: 53,475 Jfin. maximum

TECHNIQUE (QW-410)

Manual or Automatic Manual

String or Weave E6010: String E7018-1: Weave
Initial & Interpass Cleaning Brushing, chipping and grinding as required
Method of Back Gouging Not conducted

Muitiple or Single Pass Per Side E6010: Single E7018-1: Multiple
Peening Not conducted

Travel Speed See below

Use of Thermal Process N/A

}

0.232 in.

i

3/32in. —1 —wl e 3/32in.

: ; Current Travel
Filler Diameter Amperage | Voltage
Rass Fratess Metal in. ;glpaerig _ Range Range ?[;e:]d
1 SMAW ES010 1/8 DCRP 89 -85 26 - 30 4.4
2 SMAW E7018-1 3/32 DCRP 90 - 96 20-24 3.7
3 SMAW E7018-1 3/32 DCRP 90 - 96 21-25 2.4

Prepared by SGS Canada Inc. PQR Page 2 of 3



PQR NO. IPAC-1-5 (Rev. 0)

CHARPY V-NOTCH IMPACT TEST

Type of Test __ Charpy V-Notch Orlentation Transverse
Weld Thickness ____£6010 {{1)=0.084in.;_ - E7018-1 (12) = 0.138 in.
_ Specimen Test ; , ‘Impact
Governing Specification ngatagn Size Temperature Sgﬁﬂrg:rn Values
; (1 °F : fislbf
Weld Metal 0.394 F2.1 ] 20
ASME B31.3-2018 within 1/16 in. 0 197" -50 ; F2.2 23
of root surface | E F2.3 27
. F3.1 8
ASME B31.3 - 2018 HAZ g o -50 F3.2 7
Ty F3.3 15
12 Weld Metal | i G2.1_ 21
ASME VIl Div.1 - 2019 within 1/16 in. 0 11Bx ! -50 G2.2 24
' of_t_2 weld surface : G2.3 22
2 HAZ 0.304 Ga.1 26
- ASME VIl Div.1 - 2019 1/4 - 112t from 0 11Bx -50 Ga2 28
12 weld surface i ' G3.3 19
OTHER TESTS
Vickers Hardness - see attached Laboratory Test Report No.:_C20-061.1 _
Welder's Name . . . WayneKruger - Certificate File No. W-25763
Tests Conducted By SGS Canadalinc.
Laboratory Test:Nao.. c20-061.4 . . " o

We certify the statements in this record are correct and that the test welds were prepared,
welded and tested in accordance with the requirements of Section IX of the ASME Code.

Organization ‘IPAC..S;eruicPT_s_ Qom
Date .. /?(/%/) @ZO / _. Print .

Signed o

Prepared by SGS Canada Inc. PQRPage 3af 3



CHARPY V-NOTCH IMPACT TEST

Customer: IPAC Services Corp. Laboratery Test No.: C20-061.1
8701 102 Street Date: January 31, 2020
Clairmont, Alberta
T8X 5G8

Attention:  Megan Lefebvre

PQR No.: IPAC-1-5 (Rev. 0) Material Heat No.: 367999 - 14828-01
Material: SA 516 Gr. 60/70 Welding Process: SMAW
Material Thickness: 5.89 mm (0.232 in.)
Filler Metals: EB010 (t1) / E7018-1 (t2)
Weld Thickness: t1 =2.39 mm (0.094 in.) / t2 = 3.50 mm (0.138 in.)
Thermal Condition: As Welded
Specimen Size: 10 x 5mm (0.394 x 0.197 in.) Instrument: Satec, SI-1C SN:1363
Orientation: Transverse Capacity: 325 J (240 ft-Ibf)
Test Temperature:  -46 °C (-50 °F) Verified Range: 1.7-260J (1.3 - 192 ft-1bf)
Governing Spec.. ASME B31.3 - 2018 Calibration Date:  June 5, 2019
Specimen Notch Impact Values
Number "~ Location Joules (ft-1bf)
B Weld Metal a1 (20
F2.2 within 1.5 mm (1/16") of root surface 31 {29)
F2.3 . 37 (27)
F3.1 11 (8)
F3.2 HAZ 9 . (7)
F3.3 20 (15)

Note: Metric values calculated by direct conversion.

Test Conducted By: Ibrahim Mohamoud {Calgary)

ACCREDITED

TESTING LABORATORY

Jamiu (Jide) Lawal, C.E.T. Certification ¥ L2057 -1

This report {or certificate) i5 issved by the Company under its General Conditions for Inspection and Testing Services (copy avatlable upon request). The Issuance of this report {or certificate) does nor
exonerate buyers or sellers from exercising all their rights and discharging all their liabilities under the Contract of Sale. Stipalations to the contrary are not binding oo the Company. The Company’s
responsibility nader this repert (or certificate) is limited to proven negligence and will in no case be more than ten times the amount of the fees or commission. Except by special arrangement, samples,
if drawn, will not be retained by the Company for more than 30 days. The information stated in this report {or certificate) is derived from the results of inspection or testing procedures carried out in
accordance with the instructions of cur Client, and/or our assessment of such results on the basls of any technicnl standards, trade custom or practice, or other circumstances which should in our
professional opinion be taken into account.
Page 10f1

Certified By:

4027 - 14 Street S.E.  Calgary, AB T2G 3K6 t +1(403) 262-7072 £ +1 (403) 266-3169
7925 Davies Road Edmanton, AB TEE 4N1_t +1 (780) 468-3030 f +1 (780) 468-3032 WWW.S05.COM

SGS Canada Inc.

i Mermber of the SGS Group (SGS SA)



CHARPY V-NOTCH IMPACT TEST

Customer: IPAC Services Corp. Laboratory Test No.: C20-061.1
8701 102 Street Date: January 31, 2020
Clairmont, Alberta
T8X 5G8

Attention: Megan Lefebvre

PQR No.: IPAC-1-5 (Rev. 0) Material Heat No.: 367999 - 14829-01
Material: SA 516 Gr. 60/70 Welding Process: SMAW
Material Thickness: 5.89 mm (0.232in.)
Filler Metals: E6010 (t1) / E7018-1 {t2)
Weld Thickness: t1=2.39 mm (0.094 in.) / t2 = 3.50 mm (0.138 in.)
Thermal Condition:  As Welded
Specimen Size: 10 x 3 mm (0.394 x 0.118 in.) Instrument: Satec, SI-1C SN:1363
Orientation: Transverse Capacity: 325 J (240 ft- 1bf)
Test Temperature:  -46 °C (-50 °F} Verified Range: 1.7-260J(1.3-192 ft-1bf)

Governing Spec.: ASME Section VIIl, Div. 1, UG-84 - 2019 Calibration Date: June 5, 2019

Specimen Notch Impact Values
Number Location Joules {ft-1bf}
G2. 28 21
G2.3 within 1.5 mm (1/16") of t2 weld surface 30 (22)
G3.1 35 26
632 1/4-1/2t, frttz)n-'l !t-“:\rzeld surface 29 Ezag
G3.3 ? 26 (19)

Note: Metric values calculated by direct conversion.

Test Conducted By: Ibrahim Mohamoud (Calgary)

ACCREDITED

Certified By: TESTING LABORATORY ~
Jamiu {Jide) Lawal, C.E.T. Certification # L2057 -1

This report (or certificate) is issued by the Company under its General Conditions for Inspection and Testing Services (copy avallable upon request). The issusm:e of this report {or certificate) does not

exanerale buyers or sellers from exercising all thelr rights end discharging a1l their liabilities under the Contract of Sate. Stipulations to the contrary are not binding on the C . The C s

responsibility under this report {or certificate) i limited 1o proven negligence and will in no case be more than ten times the amount of 1he fees or commisston. Excl.‘pl by special armangement, samples,
if drown, will oot be retained by the Company for more than 39 days. The Information scated In this report (or certificate) is derived from the resulis of inspection or testing procedures carried out in
with the i ios1s of our Clien1, and/or our assessment of such results on 1he basis of any techaleal standards, trade cusiom or practice, or other clrrumstances which should In gur
professional opinion be taken into account,

Page 1 of 1
SGS Canada Inc. | 4027 - 14 Street S.E. Calgary, AB T2G 3K6 t +1 (403) 262-7072 f +1 (403) 266-3169
7925 Davies Road Edmonton, AB T6E 4N1 t +1 (780) 468-3030 f +1 (780) 468-3032 WWW.505.COM

Member of the SGS Group {SGS SA)



HARDNESS TEST

Customer:  IPAC Services Corp. Laboratory Test No.: C20-061.1
8701 102 Street Date: January 31, 2020
Clairmont, Alberta
T8X 5G8

Attention: Megan Lefebvre

PQR No.: IPAC-1-5 {Rev. 0) Material Heat No.: 367999 - 14829-01
Material: SA 516 Gr. 80/70 Welding Process: SMAW

Material Thickness: 5.89 mm (0.232in.)

Filler Metals: E6010 (11} / E7018-1 (t2)

Weld Thickness: t1=2.39 mm (0.094 in.) / t2 = 3.50 mm {0.138 in.)
Thermal Condition: As Welded

Type of Test: Vickers 10kg (HV10) Instrument: DuraScan 667
Governing Spec.: ASTM E92-17 & ANSI/NACE MR0175/ISO 15156:2015 Calibration Date:  November 22, 2019

P R
.\.
Migwall — - — \ 6o o
'\_

1mm \. e

4 E":' : . \ O w » 28
Parent Metal HAZ Weld Metal HAZ Parent Metal
1 161 167 11 181 19 180 27 163
2 166 188 12 185 20 167 28 162

187 13 186 21 196
175 14 181 22 183
187 15 188 23 183
182 16 177 24 171
166 17 175 25 168
10 183 18 167 26 178

O N W

d

ACCREDITED

Test Conducted By: Ibrahim Mohamoud (Calgary)

Certified By: TESTING LABORATORY
Jamiu (Jide) Lawal, C.E.T. Certification # L2057 -1

This report (or certificate) Is issued by the Company under its General Conditions for Inspection and Testing Services (copy available upen request). The issuance of this report {or certificate) does not
exanernte buyers or sellers rom exercising all their rights and discharging all their Labilities under the Contract of Sale. Stipulations to the contrary are not binding on the Company. The Company's
responsibility under this report {or certificale) is Emited to proven negligence and will in no case be more than ten times the amount of the fees or commission. Except by special arrangement, samples,
if dean, will not be retained by the Company for more than 30 days. The information s1ated in this report (or certificate} is derived from (he results of Inspectlon or testing procedures carried out in
acegrdance with the instructions of our Client, andfor cur assessment of such results on (he basis of any technlcal standards, trade cusiom or practice, or other circomstonces which should in cur
professional opinion be taken Into account.

Page 10of 1
SGS Canada Inc. | 4027 - 14 Street S.E. Calgary, AB T2G 3K6 t +1 (403) 262-7072 f+1 (403) 266-3169
7925 Davies Road Edmonton, AB T6E 4N1_t +1 (780) 468-3030 f +1 (780) 466-3032 WWW.505.00M

l Member of the SGS Group (SGS SA)
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QW-483 PROCEDURE QUALIFICATION RECORD (PQR)

Redcore Enterprises Lid.

Procedure Qualification Record No. REL-1-2 Date December 2, 2009

Welding Procedure Specification No. ___REL-1 (Rev. 1)

Welding Process(es) SMAW Type(s) Manual

JOINTS (QW-402)

Type Butt joint, single vee groove, see next page

BASE METALS (QW-403)

Material Spec. SA 516 to SA 516 Type or Grade Gr. 60N to Gr. 70N

P-No. _P1 Grp.1__ To P-No. P1 _Grp. 2 Thickness 22.2 mm (0.875 in.)
Diameter N/A Other Plate product form

Heat Number 290117 - 15561 Carbon Equivalent 0.384

Deposited Weld Metal (Per pass) __Did not exceed 12.7 mm (0.500 in.)
C.E. formula per CSA Z662-07: C + F(Mn/6 + Si/24 + Cu/15 + Nif20 + Cr/5 + Mo/5 + /5 + Cb/5 + 5B)

FILLER METALS (QW-404)

Specification No. (SFA) SFA 5.1 SFA 5.1

AWS No. (Class) E6010 E7018-1 )

Filler Metal F-No. F3 F4

Filler Metal A-No. Al Al

Size of Electrode See attached sketch

Deposited Weld Metal Thickness __2.39 mm (0.094 in.) 19.8 mm (0.781 in.)
POSITION (QW-405)

Position of Groove 3G

Weld Progression Vertical Up

PREHEAT (QW-406)

Preheat Temperature 10°C (50°F) Interpass Temp. {(Max.) 232°C (450°F)
POSTWELD HEAT TREATMENT (QW-407)

Temperature None Time N/A

ELECTRICAL CHARACTERISTICS (QW-409)

Current Direct Polarity Reverse, electrode positive
Amps See next page Volts See next page

Maximum Heat Input F3: 1.92 kJ/mm (48,750 J/in.) F4: 3.52 kd/mm (89,294 J/in.)
TECHNIQUE (QW-410)

String or Weave F3: String _F4: Both Travel Speed See next page
Initial & Interpass Cleaning Brushing, chipping &grinding to remove slag

Method of Back Gouging Not used

Multiple or Single Pass Per Side Multipass from groove side

Multiple or Single Electrodes Single

Peening None

Prepared By Ludwig Associates Ltd. in accordance with ASME Section IX



60°

PQR NO.

REL-1-2

2.4 mm (3/32 in.@

22.2 mm (0.875in.)

2.4 mm (3/32in.)

; Diameter Current & | Amperage | Voltage Travel Speed

Pass | Process | Filler Metal mm (in.) Polarity Rzng; Ram?e mm/min (i?p.m.)

1 SMAW E6010 3.2 (1/8) DCRP 85 - 90 25 -27 71 (2.8)

2 SMAW E7018-1 2.4 (3/32) DCRP 90 - 95 21-23 102 (4.0)
3&4 | SMAW E7018-1 2.4 (3/32) DCRP 90 - 95 21-23 74 (2.9)

5 SMAW E7018-1 2.4 (3/32) DCRP 110-120 | 21-23 86 (3.4)

6 SMAW E7018-1 2.4 (3/32) DCRP 110-120 | 21-23 81 (3.2)

7 SMAW E7018-1 2.4 (3/32) DCRP 110-120 | 21-23 58 (2.3)

8 SMAW E7018-1 2.4 (3/32) DCRP 110-120 | 21-23 64 (2.5)

9 SMAW E7018-1 2.4 (3/32) DCRP 110-120 | 21-23 43 (1.7)

Prepared By Ludwig Associates Ltd. in accordance with ASME Section X




POR NO. _REL-1-2
TENSILE TEST (QW-150)
Specimen Width Thickness Area Ultimate Ultimate Character &
No. mm (in.) mm (in.) Sg. mm Load Stress Fracture Location
(Sq. in.) N (Ibs.) MPa (psl)
T1 19.0 20.7 393 207 800 528 Partial cup & cone
(0.748) (0.815) (0.610) (46,700) (76,600) | Parent metal (Gr. 70N)
T2 19.1 20.6 394 208 500 530 Partial cup & cone
(0.752) (0.811) (0.610) (46,900) (76,900) | Parent metal (Gr. 60ON)
GUIDED BEND TEST (QW-160)
Type & Figure No. Result Type & Figure No, Result
QW-462.2, TSB - §1 Pass QW-462.2, TSB - S3 Pass
QW-462.2, TSB - S2 Pass QW-462,2, TSB - S4 Pass

Type of Test

Charpy V-Notch

CHARPY IMPACT TOUGHNESS

Orientation

Transverse

Test Temperature ___-46°C (-50°F) Specimen Size __10 X 10 mm (0.394 X 0.394 in.)
Specimen No. Notch Location Impact Values J (ft. Ibs)
Z2:4 Weld Metal 51.2 (37.8)
222 within 1/16" 24.5 {18.1)
Z2.3 of root 54.0 (39.8)
Z3.1 Gr. 60N - HAZ 92.2 (68.0)
73.2 Gr. 60N - HAZ >140 (>103)
Z3.3 Gr. 60N - HAZ >140 (>103)
A3.1 Gr. 70N - HAZ 69.1 (61.0)
A3.2 Gr. 70N - HAZ 54.0 (39.8)
A3.3 Gr, 70N - HAZ 39.3 (29.0)
OTHER TESTS

Vickers Hardness - see attached laboratory test report # C09-1868.1

Rockwell Hardness - see attached laboratory test report # C09-1868.1

Welders Name

Christopher Lachuck

Tests Conducted By

Ludwig Associates Lid.

Certificate File No.

W-26345

Laboratory Test No.

C09-1868.1

We certify the statements in this record are correct and that the test welds were prepared,
welded and tested in accordance with the requirements of Section IX of the ASME Code,

Manufacturer

REDCORE ENTERPRISES LTD.

Date 17 Dec

04

Signed % =

Prepared By Ludwig Associates Ltd. in accordance with ASME Section IX



LABORATORY TEST REPORT

Laboratory Test No.: C09-1868.1

CUSTOMER: Redcore Enterprises Lid.
Date: December 8, 2009

2 Harrigan Street
Sylvan Lake, Alberta

T4S 1W6
Attention: Jonathon F'aulgaa'rd
PQR Number: REL-1-2
. Material: SA 516 Gr. 60N to SA 516 Gr.70N (Heat No.: 290117 - 15561)
Thickness: 22.2 mm (0.875in.)

Thermal Condition: As Welded
TENSILE TEST QW-150

SAMPLE NUMBER T1 QW-462.1(a) T2 QW-462,1(a)
WIDTH mm (in) 19.0 (0.748) 19.1 (0.752)
THICKNESS mm (in) 20.7 (0.815) 20,6 (0.811)
AREA sq mm (sq in) 393 (0.610) 394 (0.810)
ULTIMATE LOAD N (lbs) 207 800  (46,700) 208 500 (48,900)
UTS MPa (psi) 528 (76,600) 530 (76,900)

FRACTURE TYPE Partial Cup & Cone Partial Cup & Cone
FRACTURE LOCATION Parent Metal (SA 516 Gr. 70N) Parent Metal (SA 516 Gr. 60N)

GUIDED-BEND TEST QW-160

SAMPLE WIDTH: 9.52 mm (0.375in.)  SAMPLE THICKNESS: 22.2 mm (0.875 in.)

PLUNGER SIZE: 38.1 mm (1.50in.) , YOKE SIZE: 60.3 mm (2.375 in.)
Qw-462.2 - Side Bend Side Bend °  Side Bend Side Bend
SAMPLE NUMBER(S) $1 S2 S3 S4

RESULTS Pass Pass Pass Pass

We certify the test results in this report and that the specimen(s) were prepared and tested in accordance with the
requirements of ASME Section IX, 2007 edition and latest addenda. The information regarding material
identification (i.e. size, thickness, heat number, efc.) has been provided by the customer whose name appears on

this report. Samples associated with this report will be discarded in 45 days.

Y

Travis Parker, T.T. / Samuel Lu, C.Tech.

Laboratory Test Conducted By:

LABORATORY
ACCREDITATION
BUREAU comcirons 1027 14 Street, S.E, CALGARY, ALBERTA T2G 3K6 PHONE: (403) 262-7072 FAX: (403) 266-3169 Page 1 of 1
Cormotlo & LA07- LR 7925 Davies Road, EDMONTON, ALBERTA TGE 4N1 PHONE: (780) 468-3030  FAX: (780) 468-3032



LABORATORY TEST REPORT

CUSTOMER: Redcore Enferprises Lid. ' Laboratory Test No.: C09-1868.1
. 2 Harrigan Street ' Date:. - December 8, 2009
Sylvan Lake, Alberta ;
T4S 1W6
Attention: Jonathon Paulgaard
PQR Number: " REL-1-2 : ' _
Material: SA 516 Gr. 60N fo SA 516 Gr.70N (Heat No.: 290117 - 15561)
: Thic_knes_s: 22.2 mm (0.875 in.)

Thermal Condition: As Welded

NOTCH-TOUGHNESS TEST

TYPE OF TEST: Charpy V-Notch : ~ ORIENTATION: . Transverse
TEST TEMPERATURE: -46°C (-50°F) SPECIMEN SIZE: 10 x 10 mm
(0.394 x 0.394 in.)

‘Specimen Notch ‘ Impact Values

Number Location - Joules (ft.Ibs)

721 Weld Metal - 512  (37.8)

222 withih 1/16 in. 245 .(18.1)

Z2.3 ; of root 54.0 (39.8)

Z3.1 " Gr. 60N - HAZ 922 (68.0)

232 Gr. 60N - HAZ >140 (>103)

Z3.3 Gr. 60N - HAZ >140 (>103)

A3.1 Gr. 70N - HAZ - 69.1 (51.0)

A3.2 Gr. 70N - HAZ 54.0 (39.8)

A3.3 Gr. 70N - HAZ 39.3 .(29.0)

We certify the test results in this report and that the specimen(s) were prepared and tested in accordance with the
requirements of ASME Section VIII, Div. 1, UG-84, 2007 edition and latest addenda. The information regarding

material identification (i.e. size, thickness, heat number, efc.) has been provided by the customer whose name
appears on this report. Samples associated with this report will be discarded in 45 days. y

Laboratory Test Conducted By: iy \\w X g

Claire Robinson, T.T. / Samuel Lu, C.Tech.

LABORATORY _ -
@ e&cﬂggﬂlmﬂm 4027 - 14 Street, 5.E,, CALGARY, ALBERTA T2G 3K6 PHONE: (403) 262-7072 * FAX: (403) 266-3169 Page 1 of 1
age

(CCREDITED ISO/JEC 5
o mgmmk m"/ 7925 7925 Davies Road, EDMONTON, ALBERTA T6E 4N1 PHONE: (780) 468-3030 FAX: (780) 468-3032



Materials and Welding Consulting =~

LABORATORY TEST REPORT

CUSTOMER: Redcore Enterprises Ltd. Laboratory Test No.: C09-1868.1

2 Harrigan Street Date: December 8, 2009
Sylvan Lake, Alberta '
T48 1W6
Aitention: Jonathon Paulgaard
PQR Number: ‘REL-1-2 |
Material: SA 516 Gr. 60N to SA 516 Gr.70N (Heat No.: 290117 - 15561)
Thickness: 22.2 mm (0.875in.)

Thermal Condition: As Welded -
HARDNESS TEST

Type-of Test: Vickers 1000'g (HV4000) Instrument: Mitutoyo Macrovickers 5112

5 Qg P . e20 ! 2
o e 21 /
/
Midwall— — w23/
/
imm s\ 17 18
(s ~ 2 ¥ e ow +28
e, N g
Rarent| s Rare
1 | 158 3 | 187 - 11| 185 19 | 206 27 | 161
2 | 164 4 | 196 12 1 202 20 | 214 28 | 167
1 &6 | 207 13 | 199 121|214
6 | 202 14-| 189 . 22 | 203
7 | 199 15| 187 . | 23 | 205
8 | 203 16 | 198 24 | 214
-9 | 195 |17 | 211 25| 215
10 | 211 18 | 200 26 | 216

We certify the test results in this report and that the specimen(s) were prepared and tested in accordance with the
requirements of ASTM E384-08a. The information regarding material identification (i.e. size, thickness, heat
number, etc.) has been provided by the customer whose name appears on this report. Samples associated with

this report will be discarded in 45 days.

Travis Parker, T.T. /-Samuel Lu, C.Tech.

Laboratory Test Conducted By:

LABORATORY
@ IBil(jﬁgEngAﬂON 4027 - 14 Street, S.E.,, CALGARY, ALBERTA T2G 3K6 PHONE: (403) 262-7072 FAX: (403) 266-3169 p 1 f 1
) v By ’ 0

ACCRED[TEDISO/IECTI025 7925 Davies Rodd, EDMONTON, ALBERTA T6E 4N1 PHONE: (780) 468-3030  FAX: (780) 468-3032 o

Certificate # L2057-1 Testing



LABORATORY TEST REPORT

CUSTONER: Redcore Enterprises Lid.
: 2 Harrigan Street
Sylvan Lake, Alberta

Laboratory Test No.:

C09-1868.1°

Date: December 8, 2009

T4S 1W6
Attention: Jonathon Paulgaard
PQR Number: REL-1-2
Material: ' SA 516 Gr. 60N to SA 516 Gr.70N (Heat No.: 290117 - 15561)
Thickness: 22.2 mm (0.875 in.)

“Thermal Condition: As Welded

HARDNESS TEST

Type of Test: Rockwell Scale B (HRBW¥)

" Instrument: NewAge Digital Versitron

6 A
g0 |4 | 8 7 | 84 13| 87 16 | 80
5 | 89 8 | o1 14| 89
- | 9| 87
10 | 87
11| 91

* Note: HRBW indicates testing was conducled with a tungsten carbide jndenter.

We certify. the test results in this repo

requirements of ASTM E18 - 08a.
number, etc.) has been provided by the customer whose na

this report will be discarded in 45 days.

rt and that the specimen(s) were prepared and tested in accordance with the
The information regarding materidl identification (i.e. size, thickness, heat
me appears-on this report. Samples associated with

l.aboratory Test Conducted By:

Travis Parker, T.T. / Samuel Lu, C.Tech.

LABORATORY - ;
] QSEE‘E‘BITATION 4027 - 14 Street, 5.E,, CALGARY, ALBERTA T2G 3K6 PHONE: (403) 262-7072 FAX: (403) 266-316%
ACCREDITEDISO/IEC17025 7925 Davies Road, EDMONTON, ALBERTA T6E 4N1 PHONE: (780) 468-3030  FAX: (780) 468-3032

Cerlifcele # L2057-1 Tesling .

Page 1 of 1



T [T LO"TO 22 e=g JSDEUS 85N0H 1581 Ty
WTTTIEOWN g sJamoeruey
Juaugedap uenadsug : .
fERgUSBUNIG 27208-C ‘0854 Yoensog m®< J\\))m M» Vook Qi e ae :MHbm“Mo .:Hﬁ»w.sa xU ﬂo
Lo p_MULRNY 85Uy 19p oY : ©3UPRIGODE ) POSATRP UGD] SASY SRR PALCAUEL IAGGE BN 1912 gtios Dm.m.wgwr S02/202102 oV
2 WEII  TO-08%ST §TTO6Z N 8cLe 00000°08%. X 0000Q0°L6 X QOS2ZT’T T Z0
. . OTLSET T2 s
T WIILL  TO-PLSST LTT06Z K otTss 000C0'0B% X BOODS‘0ZT X 0SLB’O T T
T WELT  TO-ZLSST LITOGT N QISss 00000°087 X Q8Q0S'0ZT -X 0SL8’0 T « T0
, T WAL  TO~TLSST LTITO62 N 0TS 00000°08% X QOCOS’0ZT > 054870 T IO
* } T RELL T0-63S8ST LTIT06Z N 0Ts3:- .00000°08% X 0000S°0ZT X. 0sSL8°0 T To
T WELI - TO-89SST LTTO6T N QIS3 D0D00‘08% X Q0Q0S’0ZT X 054870 p TC
T WE&LI  TO-SSSST LTITLO6T N 0158 00D00"08% X QODOS’0ZT X 054840 T o
. T WEIYX  TO-S9SST LTICEZ N 0TS92 00000708% X QO000S‘0ZT. X QSLB’Q T 0
T WELI  TO-£9SST LTIO06Z N 0189 000CC“08% X 0000S'0ZT X 0SZ870 5% T0o
T WELTI  T0O-Z9SST LTECG2 N 0ISe ,0D0C0’08% X 0000S’02T X 0SL8’0 T . Te
T WELI  TO-TSSST - LTTQ06Z— N_ CTS® 00000708% X 0000S‘DZT % 05L8°0 5 oy T0
T WELI TQ=-6SSST LITO6Z N 0TIES 000CO’0B® X 0000S'0ZT ¥ 054870 T IO
T WELI  TO~8SSST LTTO06Z X 0TIss G000D“08% X 00OCS’0BI X 0S48°0 T T0o
T WSLI  T0-SSSST LTICEZ N O0TISS @0o0C‘02% X 0000S°0ZT X QSL8°0 T T0
T IEIT TO-2€SST LTTOEZ R 01se 00000 ’08% X 0000S‘0Z2T X 0SL8°0 T 70
T WAIL ~ TO-~68SST STT062Z N 01ss 00000’08% X 0000S'0ZT X osLg‘0 % 10
T WELI  T0-88SST STTOS2 N QTIS9 00000°08% X ODOOS 0ZT X 0SLs8’Q s ‘1o
T WELT  TD-38SST STTO6Z X o01ss 00000068 X 0000S‘0ZT X QSLB'Q T 0
T WELI  T0-S8SST .8TT06Z K 0Ts8 00000°08% X 0000S°0ZT X 05L8°0 4 0
T WELI  IO0-~-085ST STIN6Z K OTs9 00000’08% X 00DOS’0ZT = OSLB’D T To
T WELI  TO-8LEST - STT0EZ N O0TSS 00000 °08% X GOO0S’0ZT X GSL3°0 t . TO
T WEIT  TD-LLSST SITO062 X QTss 00000%08% X 0000S’0ZT = 0TLE8'Q T Ta
’ “ON 35SL uoppuos ﬂwﬂ o saszidyo oy
JUCUMU AR RSBYIMY  TON «qeid pojroy oM TERH fsapEp anpoig reonRIoBYY, RBusT WM SESUYOL laqumn way
- E-11)-4 Vvioa Tio8 yog 2ia na ole 809 e0g Yva
B - 3onpoad 3y jo uondussaa 669-10g
i LZ-70-2002-T2U 2~EOH~IIC Suswambs
_E__EE—E—— _;——E—m—:: SOYE+90 *¥Z~ZTHSY “ddnsfvy  £pg
) 0L~3TSYE  Sisepeays zo8
mm.ﬂﬁm TIOE IO DT-~0TOTL~20%0TE -0y 7oy NOWIE’ TEHLS NOIMOWAZ BNE06 ety ’ o
. wnpoig 108 - 9E0TS oy gy - ITHOE ' UAUNYD UOTRDEYW JssEioma SOy | Apoq Bugsadsul poystgeiss SOV
TR TOO=6LLSTE LO"TO 0Z-95T252 (FIN) IUOSHEE ISEL T LSaLaA
: TE6T PLWOT OST ¥AL SY + S66T TUHTE6TIF020T NE H¥Z SY €°T°€ EIVoTITINGD NOIIDRISNT
— “ON S{BORURD SOV ﬁ&&ts&

[IBRa S mpenUey 120y FON YIedSIp o TOMPY QLY

ALLOH YEONTTIIA mw

P00Z:-70Z0T NE ¥Id SY T ¢ EIOIAIINED NOIYOSJISHT No..n.
BESY IS/ Op JaB LR AN SUOCUR|GXE 0] SIBAD] 995/0SIGA NE T

- L 11082
(=&



T o L0 L0 2C =E5 T
. - FETIHOW g Sdamvelueyy
o v m 1006 Ost4ed se uogeoymen weysAg-wo |  H XA
JEBg/uShUllilg 897980 ‘0851 Yoepsod m@d. J\\ 2 ) ki g.ﬁs
10w SPSmusyny Jebulljiqg sep oy X 1] pesangap ussg onmy PIUSNUIL: SROTT I, I8 *Aized AQEBY SAA S0Z/R0Z/L0Z yaov
8’9 =T6~0 s0‘c =8L-0  TIT’'0 =85-03 8E’0 =Z0-0a1 8TI06Z
s’'s =16-04 700 =8L-03 8T’0 =S5~DJ 2¢€’p =Z0-0a LTTOET
L9 =T6~0& £0°0 =gL~04 L0’D =55-02 s€’0 =Z0-~0I STT06Z
ey
z08
suonsigsal Buifolly / weieainba uogiey sisAreue E3H ¥50
TG0C’0 £00°0 4 6TT06C
TCO0'0Q £€00°0 A — LTI06Z
T000’0 €000 X SIT062Z
g 3 3 B3
OLD kapieizy
TO0 D 00070 400’0 TED®Q S€0‘0 6T0Q zzo’o 520’0 8900’0 800070 QT0‘0 LT'T  ¥E£’0 ELT‘O x 6TTOEZ
T0d*0 go00‘Q |, .ooo.o EEC’Q TLO’0 Lac’c © L¥0‘0O 6E€0'0 8%00°‘0 600070 800’0 FT’T 08E‘D SLT’0 X - LTT0S2
T00’0 00070 aco’‘c 92090 €200 s0¢°0 9T0’0 TEQ'0 LS00’0 zZToO’0 CTC’0 ST’T 6S€’0 €LT’0 X STTOEZ
NS aN A ¥o iN ow nos ™~ N s 4 N Is 23 Jenl
5 [1}2s] zio8
] SISARUR 323} - 9, UoHISOSWIED [eoiuRy s 662-021D
IST gsT S%T TIST AW A-~GHD TS~ NT X ¥87ST STTO052 20
EST T0Z 8€T T2T AY A=-FTED IS- AT X €8%ST 6TTOEZ zo
. Zot PET 85T €ST AY A-gED TS~ AT X 28%ST 6TT05Z za
6TT 82T €TT LIT AY A-TED IS- AT ™™ TE%ST 6TITO06Z Z0
SIT TL TT QLT AR A-TED TS= AT T 087ST 6TT062 Zo
SET 6TT L9T 82T AY A-JED TS~ AT T TLSST LITOEZ IO
TZT yTT 62T TZT AW A-dED TS= AT TR TLSST LTT062 TO
snea ASTUSSAY svadism  soadiseyy gwn “ON IS8l “oN
oBetoAy SOMEA [ENPIATRY} famug PowgpwiBupsay,  joadf)  sowmm dut)  1gn jusugzasn (1ean) 22U8IaRY Ammdion ON JEBy s
b>ce) o svo v o oo W3 D 203 oo StE vag TOE g
3s83 308dUy] 6Y0-0yD ——
LT-70-3002~-TZHZ-EOH~TIQ  swewanmbas
SO0 *YT-~TUSY qddns Ay €08
04L-9TS¥S UBSEp PAS 208
» - - . . 4 - \{
SEIYIE TETI0N IOH DI~-0TOTL-80F50TH oN oy NOWNGE "IFELS NOLNOWAE JaRasal Ul Ha
Yonpo:g 108 ) SSO0T2 -oy oy ZTHOE YAONYED WOTIDEY JRSEUANS SOV | Apeq Bunoadsy) pausigeiss Sov
RELS C00-6LLSTE LO" TR 02-9ST2Zv¢ (TCN) EI04FE ISEL TWLERLON
; TEETPLYO0T OSY WHd SY + S66T:TY+IE6T: PO20T NE ¥8G SY 9°1°¢ HIVDIZTINED NOXIDFEISNT
= g yzedsip j0 areq
=8ys R0 mxu._dz Buﬂ:r..uﬂmuwquﬂ Mﬁ JON 4E0SIP 10 S2APY QLY

JLLOH YEONITTIA mm

7002°7020T NE ¥=d S¢

L°E€ SI¥OTATINED NOLLOZASNI zav
) SUCRBUBIONS IO} 2212431 FOEJ0S 0N Ne oA SUCHEIIEX/SlemioT SUs(s U BUrisIiens




e FTas] LOTT0"ZZ 9ieq  oues sioosdsy T ISECUER] SEAOH 1501 e
THITTEON g HRmpanuey
Wwaredap vogaedsiyy .
TEesn=bulllia 852990 ‘088 yoeRSOY m@m« J\l m\, 1006 Og] 1od se :.wwmo_,ﬁwo rwspshs-iNo xXQ
oV SdamusnH JabBuing 48D oY > DOUTRICIOR U] PRIIAIDP UFDQ INTY SIEUTIRLS PALOJUILL DAOTE 3t uMW...u.Aﬁ&O an“uw“n_w“” 02720202 Yov
¥ ¢ WILI  TO-08%ST 61T06Z N Bg£LD 00000’C8% X 00000’LE R 0SZT'T o 20
OTLOET Tz >
T WELI  TO~PLSST' LTTO06Z N 0TS 0C000‘08% X DOGOS’0ZT X 0S43°0 T T
T WEII  TO0-ZLSST LTTIO6EZ N 0TSs 00000°08% = 0QU0S‘0ZT X 05870 T TO
T WELI  TO-TLSST LTIDEZ N 0TS 00000°08% % 0000S’0ZT ¥ 0SL8‘0 j To
~ T WELI  TO~69SST LTTO6Z N 0TS Q0000“08% X 0000S’0ZT = GSL8‘0 T IO
T WELT  TO-88SST LTTO6Z N Q158 000007°08% x 0DO0S’0ZT X 05870 T TO
T WELT  T0-98SST LTIOGT N 0TIse CO0000“08% X QQ00S’02T X 05L8°C T To
T WELT  TO-S9SST LITOS6T N QJIss 00000 “08% X DOOUS’02T X 0SLE‘D T T0
T WELX  TO0-£9SST LTIO6Z N 0TsS 000C0‘08% X 00BO0S’'02T X 0SLZ8‘0 T TO
- T WILI | TO-2ZBSST LTTOS2 N 0Ise 00000 ‘08% X 0000S’0ZT X% 0SLg’D = o
T WIILI  TO-TOSST LTT06Z — N o1se 00000°08% X QOODS’0ZT * OSLB'D % T0
T RILT T0-6SSST LITO6T N 0TS® 0000G'0BY X ODODS’0ZT =X 0SL2'0 T I0
T WERI TO-8SSST LTICET N otse 00000’08% X DOOOS’0ZT = 0SL8°Q G+ 0
T WEIT  TO-SSSST LTI0EZ = N .0T59 00000°C8% X DOOOS’0ZT X 0SLS’0 T To
T JEET  T0-ZesST LTICEZ N o0T1sse D000C“08% X 0DOOS’‘DZT =X 0sze’n & To
T WEEXT  TO0-62SST STIOEZ N 0TSs9 0C00C’08E% % G000S’0ZT = 0548°0 T 1o
T WELI  T0-88SST STTOSsZ X otss 0000C’08% X 0000S’0ZT = gsLe’p T TO
5 T WELI  T0-38cSST STT0&Z N 0Issg 0C00D“08%7 X COO0US’0CT =X 0SLE’0 T 0
T WELTI  TO-S8SST STTO6T X 0T1ss 00000°08% X DUO0S'0ZT =X 0SLE’0 T B
T WELI T0-~0BSST STTO8Z N OTSS 000T0 ‘037 X DD00S‘02T = OS5LE’0 T TO
T WELXI  TQ-8LSST ETT06Z X 01ss 00000°08% X 0000S’GZT % 0Sce‘o T TO
T WEET  TO-LLSST STI0EZ N OTESS 000C0‘0B% X 0DODS’0ZT X QSL3*Q T To
’ oNISEL ueyypuoD ..,»ww - B N seonpdje ‘BN
Jomony o_unun.anu«u.sm FoN ayeid peyioy “ON JeeH f9NEPINROId  jespatoan) tpBuay P SSSWRL Jsquiny  way
: . r08 a0 yog kAR 4571 alg G0l se  vig
}onpoud sy} io uondussag 66g-102
b0 m.nm e 7
EEE—E—__E_ E-: . LZT-70-300C~TZU: C~EOH-TTQ  Suswaimbas
g SOY+H70 T YT ~TNSY ddns Aoy €08
i 02-9IS¥S  -uFSsppais Zom
mmamqm QETIoN Tog DI-0TOTL-BO0F0TE oy zyoy NOWIE’ISELS NOLNOWNCE JBN20AT oLty o
wopaig 108 980T3 oy 1oy DRNDEVOUNYD ROIEDEY SRSEYMNS SOV | Apog Busoadat pausnqess sav
MY TOO~GLLSLE L0 T0 02-S51Z7C (EIN) IEOITE ISEL TeINILUR
TEST¥LTOT OST ¥HE SY + S66T:TY+ISST¥0Z0T -NE N5 ST T E EIVDISILNED NOIIDIISNT
waus popi0 sIamRe oY) roN e 00Z:%0Z0T N& &4 S¥

T"€ FIWDIAIIEED NOLIOEISNT 0¥
10} S=RNa1 GeG[0SIaA & Jj0A SUOHES I

LLLOH YEONITIA mw |



T 0L LO L0 ¢Z .e®qQ 3 Wew
. VITTION "€ AAUTIEREN
JuaunIRdap yopsadsy)
lad s2 uones IHI91SAG- H a|
Teeg/usBuNIq 87.299-G ‘08St yoeysOg m@..,q .J\\.))m m “ M s smmumwngwwm il VA
LoY SsMuspng ummﬂamﬁ 18p oYy ¥ SIUTRICOTE Ul PILATSD UDIG SARY S{EUGTRIL PRUOHUBLY SACHE QU YR AR E.Eun M EQZROZ0Z POV
e's =T6~04 S0°'Q =BL-OX TIT'C =55-0% g€’ =Z0~0x SIT06Z
S’'s =T6-0Z 700 =BL-0Z 9T‘0 =55-04 8€’0 =Z0-03 LTTIOSZ
L’9 =TE~0g £0°0 =8L-0& Lo’a =55-04 8’0 =Z0-0X STTO0ST
Jeay
o8
suogolysal Bulkolry fjusfeninba uoqie) sisfj=ue jeay $eo
TO00’0 £0070 X 6TT06Z
To00’0 €000 A LTTO0sZ
TO00’0 €00‘0 A STI06T
g - il ®IY
s 020 zio8
TQ0'G gog’o 00870 T€0'0 9¢0’0 6T0°0 zzo’'o 620'0 2800'C =®000‘Q 0I0’90 LETE 7SE’0 ELT'e X m.n.nomﬂ.
00’0 000°0Q 000’0 €€0°C TLO'Q L0070 L300 6E0’0 8%¥00’Q &000°C 800’0 PL’T 09t’c SLT'0 X IT06E
T00‘0 coo’n 000’0 92070 £20°0 S00’0 9T g TEQ"0 LS00‘0 Z2T00°0 0T0’'0 ST'T sse’p ELT" 0 X STTIOosZ
NS =t A p=tas N an -0 ) N s d R s 2 " Jeayy
LD z'lodg
SISA[EUR JeSH - % UORISOdIIOS [RSISYD G020
TST 98T SPT TST AY A~GED TS- AT ¥ ¥8%ST S§TT0SZ zo
€€T 02 BET TZT AW A-EHD TS~ AT T €8%ST STTO6Z z0
28T PET 86T _EST AW A-GHD IS~ AT X ZBTST 6TTOSZ 20
ETT SZT £TT LIT AY A-FED TS- AT TX IB8FST §TTI052 zZ0
o o ZL SIT OLT AW A-EHD IS- NI T2 08¥ST 6TLCsZ z0
SET 6TT LIT 82T AY A~dHED I6- AT X ¥LSST LTTO6Z IO
TEZT PTT 62T IZT AY A-~gED TS~ AT X ZLSST LITOSZ 0
NfeA SSTIL=AY 208(dysy)  edsEijsey  gwn "N 358, oN
sbeany SOn[EA {enpraspL) Afsouzg poymm Bigser . joedfl  zowypmn dump 300 Juzwresy (jeeu) eouaialoy ardioy “ON JesH wEy
E>vo] 20 592 TS W b WD 803 200 02 sog Lzeg T8 4%
359} 3oRdw] §pO-0rD —
LZ2-%0-900C2-TTY: Z-TANE~-ITA sewaimbal
SCY+H0 T IZ-HUSY ,ldnsfuy cog
. DS-3TEWS ~ubicap pojs 208
s -20%0TE - = & NOINOM! MeosI
SEINTE QSTION IOE DI-0TOTL-BOFOTH <oy zygy NOWAE “TIFIIS (atc Jomeosa g _—
Pnpos poe| SS0TS -on oy  ITTRIND YAYNYD MOTHDEY 45SEUING 90V | APoq Bunoedsy) petsiqersS SOV
R Z00-6LLSTE L0°T0"0C~3STZye (FIN) LHOAEY ISEL TeLEaLwA
TE6T 7LP0T OSI ¥EE S¥ + S66T TESTE6TIH0ZOT N¥ WIS SY €°T° € ZLUDIATTIED NOILIDEISNT
ON FEEY S0V unzdsip 10 320
WSS JIBPIO SAUmIBIMURIAL /80 FON UDRESIR IO DY QLY

ALLOH YEONTTIA

)

7002:%020T NE ¥E& SY

1°€ SIVOLETINED NOIIDEASNI oy




s -f: ri-.rmi W u i




FILE PATH: P:\CAD\STOCK TANKS\800-899\843-1

CL-NOZz

2403mm
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T{sa

o NOZZLE SCHEDULE BILL OF MATERIALS
NO. PROJECTION | WELD | WELD | REPAD BILL OF MATERIALS | ITEM [REQ'D] PART DESCRIPTION MATERIAL _| WEIGHT,
@‘@ MARK| reqp | PESCRIPTION | SIZE | ANSI | TYPE 15 TouTSIDE| DETAIL| A [ B | € | D ITEM NUMBER 1 2 | SHELL |3/8" THK x 120" W ROLL T0 72" ID x 228 1/2" LG SA—516—70N| 58004
@ NT | 1 INLET 6" [150# [RFWN| 1° |8 1/2°| 1.4 |3/8] = | - | = 14.15.16,17 2 | 2 HEAD | 3/8" THK x 72" ID_FLANGED & DISHED SA—516—70N| 1191
N2 | 1 GUAGE 4" [150# [RFWN[SHOWN[B 1/27 1,4 [3/8] = [ = [ = 18,19,20 3 | 3 | SHELL |3/16" THK x 72° W ROLL TO 73 3/4" x 19=5 1/2°.G SA—36 | 3685
7
N3 [ 1 OUTLET 6" [150# [RFWN] 1° |8 1/2°| 1.4 [3/8] = [ = [ = 14,15,16 SHELL | ORDER 3/16° THK x 72" W ROLL TO 74" x 19—8" LG SA—36
Ng | 1 DRAIN 3" | 1504 [RFWN| FLUSH | SHOWN | 1,2,5 |3/8] = | = | = 21=30 4 1 SHELL | 3/16” THK x 60° W ROLL TO 73 3/4" ID x 19°=5 1/2°LG| SA—36 | 1024
HOLES THIS
SID= ONLY M1 1 MANWAY | 20° |150# [RFSO[2 1/27[8 1/2°| 2.4 |3/8] = [ = | = 31-37 SHELL | ORDER 3/16" THK x 60 W ROLL TO 74" ID x 19'=8'LG SA—36
LONG SEAM #1 45 T 1 TEST 1"_|s000#[cPLG] — - 3 /4 = [ =] - 38, 39 5 | 2 HEAD | 3/16° THK x 75 1/4° 0D SA—36 | 662
e
I 6 1_| SPACER [ 3/8" HRR x 60'—0" LF SA—36 604
I X X W,
hl GENERAL NOTES 7 1 | ANODE |2 x 1/4” FLATBAR x 6" LG w/ HOLE (SEE ANODE DWG) 3S 13
i ] B | 2 | SADDLE | 100 BBL SADDLE (SEE DWG 843—2) SA—36 600F
i ’ N R L A T, S o~ 7N 9 | 1 SKID__| 100 BBL STANDARD SKID (SEE DWG 843-2) - 1200§
8 -hl / 3: ALL FLANGE MATERIAL: SA—105—N : 11 1 HEATER | 12" x 24" CATADYNE HEATER (SEE CATADYNE HEATER DWG) - -
I il 4. ALL PIPE MATERIAL: SA—106—B 12 [ 1 VENT | GALV VENT AIR_OUTLET MOUNT SIDE OF HEATER NEAR TOP = =
_} L) W - g m-TI-EE&E"éiNgéEg#ALTOSg;? 5E7%/?®H|1T%l)" —2HM 13 1 DECAL [ 10" x 18" BILTON WELDING DECAL — —
- } - p— _— ” . ” — —
I ! H g 7. INTERNALLY COATED WITH 10—18 MILS OF DEVOE 253 14 | 2 | NIN3 |6 x 1504 RFWN FLG SCH XH SA—105-N | 484
1 Hi - 8. EXTERNAL SANDBLAST TO SSPC—SP—6 (COMMERCIAL) 151 2 | NI.N3 [6" PIPE SCH XH x 7 3/16" LG SA-106-B | 36#
i + 9. EXTERNALLY COATED WITH ONE COAT OF PRIMER AND ONE COAT OF INDUSTRIAL 16 | 2 | N1,N3 | 6 x 150f# FLANGE PROTECTOR POLY —
Hi > 10. cvf\érigwfg EI-TEQTLI-?Q LllgE /w REGULATOR, TEMPERATURE CONTROLLER, HOSE AND o v 3/8 THK DEFLECTOR PLATE Sh30 o4
C/W ” —_ —_
-:— I CABLE FOR 120VOLT/12VOLT POWER 12 1 :i :' F::PI-: 55%*:1 5:‘” 3 7ZL(1;/:‘?I:GXH/ HOLES (SEE_DOWNCOMER DWG) gﬁ 182 g ;gﬁ
K 12 11. ALL OPEN PIPE ENDS SHALL HAVE A 1/8" RADIUS INCLUDING INSIDE OF FLANGE EDGE . x L/ —106—
i 12. 1 1/2" RIGID URETHANE INSULATION WITH ALUMINUM CLADDING 20 | 1 N2 | 4" FLANGE PROTECTOR POLY -
L 13. DRAIN (N4) OPENING SHALL BE FLUSH WITH INSIDE OF VESSEL 21 | 4 N4 _|5/8" DA x 3 1/2° LG STUD SA—193-B7/M| _—
8 14. ALL SURFACES NOT COVERED BY INSULATION WILL BE PAINTED WITH INDUSTRIAL ENAMEL g 04— -
22 | 8 N4 | 5/8" DIA NUT SA—194—2HM
15. ALL OPENINGS SHALL BE COVERED PRIOR TO SHIPPING o3 Nt 3" x 1507 RFWN FLG SCH XA SA—105-N | 127
16. DESIGN PRESSURE: 50 PSI — MAWP: 14.9 PS| (NONREGISTERED) " x 1503
A 17. DESIGN TEMPERATURE: 300°F 24 | 2 N4 3" x 150# RFSO FLG SA—105-N | 8#
<7 _@ 18. CORROSION ALLOWANCE: 1/8" 25 | 1 N4 | 3" x 150f RF FLEXTALLIC GASKET 304SS —
- ;g' :IZE var)gl_EaLGP%ENs 35”25‘ Zl\?D PSSAI\DDLES SHALL BE AS PER CSA W47.1-92 USING GAS METAL 26 | 1 N4 |57 x 1504 FLANGE PROTECTOR POLY -
" "ARC WELDING WITH ER480S—6 FILLER METAL ' 27 | 1 N4 |3" PIPE SCH XH x 5 9/16" LG SA-106-B | 5¢
21. CONTAINMENT SHALL BE TESTED AS FOLLOWS: 28 | 1 N4 | 3" PIPE SCH XH x 31 1/16 LG SA—106-B | 27,
—PRESSURIZE WITH AIR TO 5 P 29 | 1 N4 |3 x 90" LR BW ELBOW SCH XH SA—234—WPB|__ 6
—TEST EACH WELD WITH A SOAPY SOLUTION 30 1 N4 DRAIN SPOOL BRACE (SEE DWG DRAIN PIPE SPOOL BRACE) A—36 ]
180° ZDEPRESSURIZE AND_REPAIR AND RETEST IF NEEDED st M1 1207 x 1504 RFSO FLG SA—105-N | 1654
5'—6 1/2” SADDLE OSM N 22. WEIGHT: 15,500 LBS 32 1 M1 20, x_150# BLIND FLG SA—105—N | 285#
50" N 33 | 1 M1__| 20° x 150# RF _FLEXITALLIC GASKET 304SS —
@) A 34 | 20 M1 1 1/8" DIA x 6" LG _STUD SA—193-B/M]  —
ORIENTATION VIEW A-A = A .c'> 35 [ 40 M1 1 1/8" DIA NUT SA—194—2HM[ —
— - 36 | 1 M1_| 20" PIPE SCH STD x 12 1/2° LG SA—106-B | 79§
&) = 37 | 1 M1__| 20" STANDARD DAVIT ARM (SEE 20 DAVIT DWG) - 374
LL NI = 38 | 1 T 1" x_3000# NPT FULL CPLG SA—105-N | 1#
E_) 729 , - oY 39 | 1 T VACUUM_GUAGE ASSEMBLY (ABOVE GROUND) — —
8" . 21 - 6-0 2-2" = <—| 40 | 6 | INSUL | 11/7 x 16-0 LG ST RIGID URETH,CORR & STUCCO EMBOSS ALUM ONE SIDE (CURFS) = =
; - & 41| 6 INSUL__| 1 1/2 x 80" LG SHT RIGID URETH,, CORR & STUCCO EMBOSS ALUM ONE SIDE (CURFS) = =
150# ' i A 42 | 2 | INSUL |1 1/2" x 45 COVx 126" LG SHT RIGID URETH. CORR & STUCCO EMBOSS ONE SIDE - -
' e S E— . - 43 | 3 INSUL__|11/7 x 45 COV x 146 LG SHT RIGID URETH., CORR & STUCCO EMBOSS ALUM BOTH SIDES - -
T |F o\ 44 |60 FT| INSUL | SEA "L” FLASHING - -
_____________________________ I s M A 45 |8 FT| INSUL | SEA "Z" FLASHING - -
R - = Ny S N PR N S LONG SEAMI  \ 46 | 600 | INSUL | SCREWS — #8 — 1/2° STAINLESS STEEL = =
1 1&5‘3}_&@ I+ 1 \ 47 | 3 | INSUL | ALUMINUM SILICONE CAULK - -
\ o = =
INSULATION i i I \ 48 | 8 DECAL | 2" X 6" DECAL
|
: i L
[ .
- —— — - - —] NOTES:
S | S ]
11 .
| g o8 I ! - Welds completed by: JC & JW
| 171 | .
= :': g g L - NDE Report#: TT-1121-24-2
EE===aA ol ol 1 . . .
O Iyl O .
A i ° DY L - Visual inspection of welds by: TO
B [ | I = n“_ - /
! ] 2| > 14
/\ \ ! / 1 s - 9
g ——
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As Built
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I 3" Initial Sign / Date

@ Digitall d by Kene Adilin

MATCH SKID i o B ene At

I " . STRAIT E=kadilih@strait.ca, O=Strait

23 -0 . KA |Kene Ad|||h Mechanical Ltd, OU=QA/QC,

Representative ON-Kere Adiin
ELEVATION VIEW i
REV. | — —— ——— o = 30X 6106
NO. [ DATE REVISION Y APPSR EE E = E B E 370458AVE CRESTAR ENERGY
WE o ) ; - - - ) - _ — == =E===

1 | ELD NECK FLANGE | D | SLIPONFLANGE | 3 | COUPLING 4 | NOZZLE NECK 5 | NOZZLE NECK 6 | INTERIOR SEAM | 77 | EXTERIOR SEAM 0_[10/18/00[STANDARD DRAWING JMB | JLM S==EE E E S S5 NNSFALAB O BB ABOVE GROUND DOUBLE WAL KNOCKOUT TANK

o 1 _[11/25/00|AS BUILT DRAWING DSG | JLM | e o e m—— = wm= CANADA 72" ID x 240" /S, 50 PSI DESIGN, 14.9 PSTMAWP (NON REGISTERED)
n' 2 1 ?0838-32272-777499923 DATE: 10/18/00 SHEET: 1 OF 1
6 5 3 s | -888-227- SCALE. N.T.S. JOB NO- SIZE
N g i y Welding & Manufacturing Ltd. FAX227-7796 [SRAWN BY. DSG 843 D
This drawing / of BILTON WELDING & MANUFACTURING LTD. and is lent to t -
o 5 recipient o e confidontialuse anly. In consideaton of the loa ofhis draving. he recipton: [P URCHASE ORDER:
5 promises and agrees that it shall not be used in any way detrimental to the interests of BLTON ~ |LOCATION: DRAWING NO.: REV.
VESSEL, 6 WELDING & MANUFACTURING LTD., that it shall be returned upon request, and that it shall
WALL not be reproduced, copied, lent,or otherwise disposed of, dircetly or indircetly, without the written [P ART NO.: 8 43 — 1 1
7 consent of BILTON WELDING & MANUFACTURING LTD.
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e P o 1 | [: a J{" MAGNETIC PARTICLE REPORT T . 1121 24 2
r—'.: [ . r—' Mg b::,‘i_ﬂﬂ-\":“f |y =]
I ND ST RIAL RABIOGRARNY ' MAGNETIC PARTICLE REPORT
1-THD-513-6222
DAILY COST REPORT (DCR) # TT - 1121 - 24 = 2
712019A RR72A COUNTY OF GRANDE PRAIRIE NO. 1 ALBERTA T8W 5H5
CLIENT NAME: FUELLED C/O STRAIT DATE: November 21 2024 pe# | 1 |oF | 2 | EQUIPMENT SERIALNUMBERS/ | ¢y igration TECHNIQUE: TEST MEDIUM / BATCH #S:
) INTENSITY; VERIFICATION
PERFORMED
. HAND YOKE SENTINAL MP- _|ALTERNATING WET
CLIENT REPRESENTATIVE: Cam Neal CONTRACTOR: Strait s oL #1652 PRIOR TO USE: [3;peEnT (acy v EEen BATCH #
- ) CALIBRATION W-PT 10.1 LB/4.6 DIRECT WET
LOCATION: Grande Prairie CLIENT AFE /PO #: SLOGK: kg SIN 1076 v SURrERT 00 APPL#2 BATCH #
JOB DESCRIPTION: MT As Requested CLIENT COST / CHARGE CODE: [ethi= LIS ENERGIZER - MODEL # TUF-4C1  [CONTINUOUS v |BRY MAGNAFLUX - RED (#8A) BATCH#| 21028
q g EQUIPMENT: POWDER
PROJECT: 8" Nozzle in FWKO CLIENT / CONTRACTOR JOB #: 22-2056 m_’;gfsﬂim ”S'x')“‘M“M 100FT CANDLES (1076 | geqipyaL FLUORESCENT BATCH #
AREA: Grande Prairie START TIME: 12PM EENE MINIMUM 100FT CANDLES (1076 |5 TIONAL INFORMATION:
INTENSITY: ux)
SURFACE WELDMENT/ SAND-  |BLack LiGHT .
e Y |iaz BASE METAL GROUND MACHINED PAINTED ST MATERIAL INSPECTED: | F0l/0 e o 20120 NDT PROCEDURE: MT-01 REV 08 ASME V, ART.1& 7
INSPECTION SURFACE e BETWEEN 41°F / 5°C & 118°F / e ) age PRE-HEAT POST-HEAT BLACK LIGHT .
e e BELOW 41°F / 5°C v age ABOVE 118°F / 48°C e e CARBON STEEL INTENSITY: 20120 NDT TECHNIQUE: ASME MT 1 - DRY MAGNETIC PARTICLE METHOD
EM MT #/1D DESCRIPTION NDEREE SIZE SCH. WELDER| pccepr | REJECT | FIELD CONTROL # DRAWING # SPOOL ID ADDITIONAL INFORMATION EURRIEN EREI ASEETRNEE OBSERVATIONS / REMARKS
# (if applicable) D WELD #
1 MT-1 NOSZ::;ELTO 8" XH Jc v A INSIDE 843-1REV 1 ASME SECT VIl DIV 1, -23 NO RELEVANT INDICATIONS AT TIME OF INSPECTION.
2 MT-2 NOSZSEELTO 8" XH JC v A OUSITDE 843-1REV 1 ASME SECT VIl DIV 1, -23 NO RELEVANT INDICATIONS AT TIME OF INSPECTION.
3 MT-3 NOZZLE 8" XH Jjc v B 8" FLANGE 843-1REV 1 ASME SECT VIl DIV 1, -23 NO RELEVANT INDICATIONS AT TIME OF INSPECTION.

10

1

12

13

14

15

16

17

18

19

20

Interpretation is in accordance with the above mentioned standards. The final interpretation is the responsibility of the client.

The above Magnetic Yoke passed a load test which 20/20 ND Technology Inc. assures the above instrument has been calibrated by reference to N.I.S.T traceable
standards and meets ASTM E709-15, ASTM-E 144-14, ASME Section V, Article 7, T-762, I-753.

—/

Ye

. SNT/CGSB LEVEL 20/20 UNIT #:
Tasie Okoro Tyson Spencer
Todd Turner SCOTT BOYKO LEVEL 2 - 3156 40
ASSISTANT (S) TECHNICIAN
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o PHOTO REPORT (PR) # TT 1121 - 24 -
Ml ! Ino
. PHOTO REPORT
I NP U THIAL RADIGGQ RS FHY
1-TED-%513-6222 DAILY COST REPORT (DCR) # TT 1121 - 24 -
712019A RR72A COUNTY OF GRANDE PRAIRIE NO. 1 ALBERTA T8W 5H5
[CLIENT NAME: FUELLED C/O STRAIT PROJECT: 8" Nozzle in FWKO DATE: November 21 | 2024 PG # | 2 | OF
CLIENT REPRESENTATIVE: Cam Neal [AREA: Grande Prairie CLIENT COST / CHARGE CODE:
LOCATION: Grande Prairie CONTRACTOR: Strait CLIENT / CONTRACTOR JOB #: 22-2056
[JOB DESCRIPTION: CLIENT AFE / PO #: START TIME: 12PM

1

MT-1

MT-3




' MAGNETIC PARTICLE REPORT
ED@@ = cL | -] w25 [ o 24 [ -] 2
- MAGNETIC PARTICLE REPORT
INDUSTHIAL RAD I G RAFHY
1-THO-513-6222
DAILY COST REPORT (DCR) # CcL = 1125 - 24 - 2
712019A RR72A COUNTY OF GRANDE PRAIRIE NO. 1 ALBERTA T8W 5H5
CLIENT NAME: FUELLED C/O STRAIT DATE: NOVEMBER 25 2024 pG# | 1 |oF | 1 | EQUIPMENT SERIALNUMBERS/ | o\ gration TECHNIQUE: TEST MEDIUM / BATCH #5:
' INTENSITY; VERIFICATION
CLIENT REPRESENTATIVE: Cam Neal CONTRACTOR: STRAIT (AN VS SENTINAL MP- P:Fg;'orzwl‘JEsDE- [ATIERNATIS] v |WET MAGNAFLUX WCP-2 CONTRAST | g\ 1 4
: - SERIAL #: A2L #5007 * | CURRENT (AC): APPL # 1 PAINT (CIl OIL VEHICLE) 21D17K
. . CALIBRATION 'W-PT 10.1 LB/4.6 DIRECT \WET MAGNAFLUX 7HF BLACK INK OIL
LOCATION: STRAIT G.P YARD CLIENT AFE / PO #: i kg SN 1586 v ey Pl prrs BATCH#| 18H16K
) . \WHITE LIGHT DRY
JOB DESCRIPTION: MT AS REQUESTED CLIENT COST / CHARGE CODE: E . ENERGIZER - MODEL # TUF-4C1 CONTINUOUS v MAGNAFLUX - YELLOW (#2) BATCH#| 21C070
QUIPMENT: POWDER
PROJECT: 8" Nozzle in FWKO CLIENT / CONTRACTOR JOB #: 22-2056 m:,‘IE.LESI[‘:,sHT IMU::;”MUM 100FT CANDLES (1076 RESIDUAL FLUORESCENT BATCH #|
AREA: Grande Prairie START TIME: 7:00 AM AMBIENT LIGHT | MINIMUM 100FT CANDLES (1076 | s o1 mionaL INFORMATION:
INTENSITY: Tux)

SURFACE WELDMENT/ SAND- . BLACK LIGHT MODEL # ZB-100F / .
CONDITION: v HAZ. BASE METAL GROUND MACHINED PAINTED BLASTED MATERIAL INSPECTED: EQUIPMENT: SERIAL # 520704 20/20 NDT PROCEDURE: MT-01 REV 08 ASME V, ART. 1& 7
INSPECTION SURFACE o . BETWEEN 41°F / 5°C & 118°F / o o PRE-HEAT POST-HEAT BLACK LIGHT " . ASME MT 2 - WET VISIBLE MAGNETIC PARTICLE
bl BELOW 41°F / 5°C v e ABOVE 118°F / 48°C B e CARBONSTEEL  [RHACKLCH MINIMUM 1000 W/CM 20120 NDT TECHNIQUE: el
TEM] T #/1D DESCRIPTION NDE REF & size | sch. |WELPER| accepr | resect | FIELD PIPE SPEC WELDING SPOOL ID ADDITIONAL INFORMATION| CURRENT EDITION ACCERTANCE OBSERVATIONS / REMARKS

p (if applicable) [ WELD #

TANK FILLET ALL FILLET WELDS TO ASME SECT VIII, DIV 1, 23
1 - NO RELEVANT INDICATIONS AT TIME OF INSPECTION.
MT-4 WELDS wo NOZZLE
2

. » . . . The above Magnetic Yoke passed a load test which 20/20 ND Technology Inc. assures the above i has been cali by to N..S.T
P sin U EDERT UDEED S SHBEE: standards and meets ASTM E709-15, ASTM-E 144-14, ASME Section V, Article 7, T-762, I-753.
-
TaSie Okoro SNT/CGSB LEVEL 20/20 UNIT #:
CORY LOCKHART SCOTT BOYKO LEVEL 2 - 3156 27
ASSISTANT (S) TECHNICIAN







NDE Certifying Statement — Acceptance of Manual Page10f2

STRAIT [oepartmen ac Document o acroRM 0126

Label/Project No. NDE Certifying Statement | Revision 0.00
Document Type Form Revision Date 2020-12-17

 SECTION 1.0 - NDE Certifying Statement

| have reviewed the:
Written Practice | QA Procedures Manual Revision 3
(Edition No. and/or Revision No. of Written Practice) | PC 1.0 Qualification & Certification Written Practice Rev. 9

NDE Procedures | 2.1 RT 01 Rev 10 Radiographic Inspection (2023 ASME V Art 1 2)
(Method & Edition and/or Revision No. of Procedures) | 2.2 RT-02 Rev 01 Radiographic Inspection (CSA W59)
2.3 RT 03 Rev 02 Radiographic Inspection (2023 CSA 7662)
2.5 RT 05 Rev 02 Radiographic Inspection (2023 CSA Z662) (TC
Energy)
3.1 UT 01 Rev 08 Ultrasonic Inspection (2023 ASME V Art 1 4)
3.2 UT-02 Rev 02 Ultrasonic Inspection (CSA W59)
3.3 UT 03 Rev 02 Ultrasonic Inspection (2023 CSA Z662)
3.4 UT 04 Rev 05 Ultrasonic 0 Degree (2023 ASME)
4.1 MT-01 Rev 08 Magnetic Particle Inspection (2023 ASME V Art 1
7)
4.2 MT-02 Rev 02 Magnetic Particle Inspection (CSA W59)
4.3 MT-03 Rev 02 Magnetic Particle Inspection (2023 CSA Z662)
5.1 PT-01 Rev 08 Liquid Penetrant Inspection (2023 ASME V Art 1
6)
5.2 PT-02 Rev 01 Liquid Penetrant Inspection (CSA W59)
5.3 PT-03 Rev 02 Liquid Penetrant Inspection (2023 CSA 2662)
6.1 HT-01 Rev 04 Hardness Testing (General Usage)
6.3 FT-01 Rev 01 Ferrite Testing (General Usage)
6.5 PM-01 Rev 00 Positive Material Identification

For | 20/20 NDT Technology Inc.
(Name and Address of NDE Company) | 712019 RR, 72a Unit A
County of Grande Prairie No. 1, AB T8W 5H5
It is my opinion that the specified NDE procedures are in accordance with ASME Section V requirements as referenced
by the applicable construction code and that the written practice complies in all respects with the requirements of the
construction code accepted Edition of SNT-TC-1A.

Based upon my review of the above referenced documents, | hereby certify that personnel performing and evaluating
NDE have been qualified and certified in accordance with their employers written practice and that the demonstration
of procedure(s) to the satisfaction of the Al. As required by the ASME Code, Section V, paragraph T-150, has been
completed as specified within the STRAIT Mechanical Ltd. Written quality system.

Therefore: 20/20 NDT Technology Inc. Is hereby appointed to perform:
RT. PT. MT. UT.HT. FT. PMI
For: STRAIT Mechanical Ltd.

SECTION 2.0 — Appointment of Level lll Examiner

Derek Billard Is by this appointed to act as the Level Il Examiner
(Name of RT. UT. MT. PT. Level lll Examiner) for:
STRAIT Mechanical LTD. In the following methods: RT. PT. MT. UT.HT. FT. PMI

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405 4 info@strait.ca @ strait.ca



NDE Certifying Statement — Acceptance of Manual Page 2 of 2

ST R AIT Department Qac Document No. QCFORM-0126

Label/Project No. NDE Certifying Statement | Revision 0.00
Document Type Form Revision Date 2020-12-17
SECTION 3.0 — QC Signature
QC Manager Signature Date Appointment Expiry Date
%}7 June 24, 2024 June 24, 2025
- J RS

SECTION 4.0 - Level Il Examiner Acceptance of Appointment

I hereby accept the appointment indicated above.

Level Il Examiner Name Signature Date
. Digitally signed by Derek Billard
CGSB Level 3 RT, UT, PT, MT
Derek Billard q@e o GWLevelzeXReF(Reg#SOSS) July 18, 2024

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405 4 info@strait.ca @ strait.ca






20/202T

A EMPLOYEE CERTIFICATIONS
<C\\Q

PO BOX 765
Grande Prairie, AB SCOTT BOYKO
780-513-6222 3156
CGSB LEVEL 11 RT, MT, XF, PT
SNT LEVEL 11 RT, MT, PT, UT

uam.ngnmnm W Reg Number | No. matricule 3156

NDTCB « OCENL

20/20 NDT Scott Boyko
s Certifications as per SNT-TC-1A 3156
i Date of Issue: Dec 20, 2022 Eeglgtragon Number
um [
Scott BO!kO has met the requirements set forth by the 20/20 NDT bl s
:c_t(lz:. ertt:n Pr;uct:‘ce ZC 1.2 and_ is l;_erebvtﬁrtlf-led Eolpzl_'foimdthe is certified by the Canadian est accredité par la Commission
ollowing Non-Destructive tExaminations at the Levels Indicated. Nuclear Safety Commission canadienne de streté nucléaire
METHOD LEVEL EXPIRY e ae f"p"sme Device a titre d'opérateur d'appareil
r . 5 iti
endliogrly F Dec 20, 2027 perator d'exposition.
Ultrasonics (Thickness) I Dec 20, 2027 o
Magnetic Particle Il Dec 20, 2027 2023/07/01 2028/07/01 Sy
Liquid Penetrant I Dec 20, 2027 b Issue Date Expiry Date Cesignated Officer
C]O ate d'émission Date d'expiration Fonctionnaire désigné
Derek Billard Level 11l RT, UT, MT, PT el GM Canadian Nuclear Commission canadienn
I & l Safety Commistion de zlirate reu::..f. paa Ca‘rlad:al



TECHNICIAN CERTIFICATIONS

PO BOX 765 Stn. Main SCOTT BOYKO
Grande Prairie, AB
T8V 3R5 3156
780-513-6222
2020 NOT -

NDT PERSONELL CERTIFICATION TO THE STANDARD
CAN/CGSB 48.9712 & ASNT SNT-TC-1A 2006 & 2011
ANNUAL EYE EXAMINATION REPORT

In accordance with the standard CA/CGSB 48.9712 “Non-destructive Testing — Qualification and Certification of
Personnel and ANST recommended practice SNT-TC-1A, this Eye Examination Report, consisting of three vision
requirements: Near Vision, Distance Vision, and Colour Vision for examination in any of the NDT Methods.

APPLICANT’S NAME: O ot Bouko REGISTRATION NUMBER: 2 |S(»

[ . am submitting for the following: (Please check)

EXAMINATIONLI RENEWAL & RE-CERTIFICATION O
NEAR VISION ACUITY: shall permit reading DISTANCE VISION ACUITY: shall be equal
of a Jaeger number 1 or equivalent letters at to or better than Snellen Fraction 20 /30
not less than 30.5 cm with one or both eyes, with one or both eyes, either corrected or
either corrected or uncorrected. uncorrected.
I CONFIRM THAT THE CANDIDATE: I CONFIRM THAT THE CANDIDATE:
O Meets without correction O Meets without correction
8 Meets with correction 8/ Meets with correction
O Does not meet O Does not meet
wvi
Vichas Evrall V[
Examiners Name Examiners Signature
oG Monaes Sept o M
Appointment/ Title Date of Eye Examination

COLOUR & GRAYSCALE CONTRAST DIFFERENTIATION

The following tests must be completed:
1) Colours using the HHR 4th Edition 24 tablet test for colour blindness for the NDT

method concerned.
2) Grayscale using Kodak Industrex Calibrated step tablet, density strip, 1-10 for the

NDT method concerned.

I CONFIRM THAT THE CADIDATE CAN DISTINGUISH BETWEEN THE COLOURS AND
CONTRASTS OF THE ABOVE TESTS IN THE NDT METHOD(S) CONCERNED:

Vichda Evrall [ 8™

Examiners Name Examiners Signature

Offes enac Sept (oY

Appointment/Title ¢ Date of Eye Examination







CWB Form 455E/2021-1

cwbgroup
Welding Inspector Visual Acuity Record

SECTION 1: IDENTIFICATION OF APPLICANT (Please print):

Applicant's Name: Tasie Okoro Registration #: 19826

|:| Application for Certification Renewal of Certification
*Email: TASONTASIE@GMAIL.COM
*I understand that all official communication moving forward will be sent to me via electronic mail (email) and it is my responsibility to advise

the CWB Group of any changes in my email address. T.0
T nmals

SECTION 2: VISION REQUIREMENTS:

Evidence of satisfactory vision, as determined by a medical professional, must be provided by all new applicants
and certified inspectors who are renewing their certification. The vision examination must have been
performed no more than 12 months from the date of receipt of this form by the CWB.

Near vision acuity shall permit reading a minimum of Jaeger number 1 or Times Roman N 4.5 or equivalent
letters (having a height of 1.6 mm) at not less than 30 cm with one or both eyes, either corrected or uncorrected.

Submission of a prescription for corrective lenses in lieu of this form is not acceptable.

SECTION 3: DECLARATION OF EXAMINER:
This is to certify that |, ALD LIN M CAMNTAMAR TA administered a test of visual acuity

Examiner's Name (please print)

o _TASIE OkoOrD on W 21 202y

Applicant's Name (please print) Examination Date (MM / DD / YYYY)

Meets the vision requirements in Section 2 without correction

| also certify that the applicant: (check applicable box) /\g\/

Meets the vision requirements in Section 2 with correction |:|
Does not meet the vision requirements in Section 2 ]___I
Check one of the following:
Egztometrist [Jopnthaimologist [[IMedical Doctor

I:l Registered Nurse

Address: alam | ([ SE..
Crrmde  Pricie, AR TRV Siwd (iwside Costeo)

Signature of Examiner: /_,/ ﬂ/\ . WTeI. & (:}XO) S’:}rb -53 4 f],.

FOR CWB USE ONLY:

Reviewed by: Date:

PLEASE ATTACH COMPLETED RECORD TO YOUR APPLICATION AND SEND TO THE CWB.
RETAIN A COPY FOR YOUR FILE.







Established 1965

26509 Township Road 543 Phone: (780) 459-6720
Sturgeon County, Alberta Fax: (780) 459-7837
T8T 1M1 Canada E-mail: info@westerninstruments.com

Web: www.westerninstruments.com

W- PT Certificate of Compliance

Date:

To:

Description:_ W-PT

Serial Number:_1986 Nominal Weight:_10.1 Pounds / 4.6 kg

This is to certify that the above referenced W-PT’s (10 Pound Pull Test Bar) is
manufactured to comply with the following Specifications:

¢ASTM-E709-95

eASTM-E1444-01

¢|SO 9934-2: 2002

eNAVSEA 271-97

eASME Section V, Article 7; T-762; |-753

Note: MIL-STD-1949A, and 6868E, may have been applicable at one time, but
have been cancelled by the issuer. This document may also be applicable
to other Reference Specifications, where similar lifting tests, or field
measurements are required.

This Pull Test Bar may be applicable to other Reference Specifications, where a 10
Pound Pull Test is required.

This Pull Test Bar was weighed on the following scale;
Manufacturer: O Haus Corporation
Model: CD11 S/N: 0024420-6KC
Calibration Date: April 4, 2016
Traceability: UL E 203458; USA NETP CC 99-100; AM53 40

The calibration of this “For Trade” Scale is Traceable to; Measurement Canada, with
reciprocal agreements between; Sl (France);and NIST (USA). Re-calibration is not
required unless physical damage has occurred to the Pull Test Bar that may implied its

TP A

Weste fistruments Ine.




western Instraments

Established

26509 Township Road 543 Phone: (780) 459-6720
Sturgeon County, Alberta Fax: (780) 459-7837
T8T 1M1 Canada E-mail: info@westerninstruments.com

Web: www.westerninstruments.com

W-PT Certificate of Compliance

Date: October 09, 2015

To:

Description: _ Pull Test Bar
Part Number: _ W-PT
Serial Number: _1076 Nominal Weight: _ 10 Pounds / 4.6 kg (min)

This is to certify that the above referenced 10 Pound Pull Test Bar complies with the
following Specifications:

eASTM-E709-95

eASTM-E1444-01

¢|SO 9934-2: 2002

eNAVSEA 271-97

eASME Section V, Article 7: T-762: 1-753

Note: MIL-STD-1949A and 6868E may have been applicable at one time but have been
cancelled by the issuer. This document may also be applicable to other Reference
Specifications where similar lifting tests or field measurements are required.

This Pull Test Bar may be applicable to other Reference Specifications, where a 10
Pound Pull Test is required.

This Pull Test Bar was weighed on the following scale:
Manufacturer: O Haus Corporation
Model: CD11 S/N: 0024420-6KC
Calibration Date: March 2, 2014
Traceability: UL E 203458; USA NETP CC 99-100; AM53 40

The calibration of this “For Trade” Scale is Traceable to Measurement Canada, with
reciprocal agreements between S| (France) and NIST (USA). Re-calibration is not
required unless physical damage has occurred to the Pull Test Bar that may imply its

Per: W /( Q\__
Wostern lnsﬁ&m/ oots Inc.
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Pressure Test Report

Page 1of1

STRAIT

Department QcC Document No. QCFORM-0130
Label/Project No. Pressure Test Report Revision 3.00
Document Type Form Revision Date 2024-10-11

 SECTION 1.0 - General Information

Job No. | 22-02056W Test No. | GP-S-001
Date of Test | November 21, 2024 Tag/Equip. No | Refer to attached drawing
Construction Code | N/A Test Fluid | Water
Location of Test | STRAIT FAB. SHOP GP Design Pressure | 50PSI
Min Test Pressure | 75psig (517kpag) Max Test Pressure | 100psig (690kpag)
Test Gauges No. | DD-5K-04 Hold Time | 15 minutes

Chart Recorder No.

10K 501-0997 (Seria #: 707097)

SECTION 2.0 — Pressure Test/Time

Pressure On / Time Pressure Off / Time
Chart On 03:33PM Pressure off (Strength Test) 04:26PM
80 psig
st st
Pressure on (1° Step u|?) 03:46PM Pressure off (1** Step dowr:n) 04:30PM
20 psig 40 psig
nd nd
Pressure on (2" Step u|?) 03:57PM Pressure off (2" Step dowr:n) 04:42PM
40 psig 20 psig
Pressure on (St’e"gtgoTs:itg) 04:10PM Chart Off 05:06PM

SECTION 3.0 — Equipment and/or Piping Included in Test

Line / Equipment No.

Isometric (If Applicable)

Drawing No.

Refer to attached drawing

SE24CCTION 4.0 - Comments

minutes at each increment.

After the test has been accepted, pressure is to be lowered in the increments specified above, held for a minimum of 10

Crystal nVision Module temperature probe malfunctioned during hydrotest.

Calibrated thermometer (serial #: 53601659MV) was used for verification and recording of test medium temperature.

SECTION 5.0 — Acceptance Signatures

STRAIT Representative Signature Date
. —_—
Tasie Okoro D}é@ November 22, 2024
Authorized Inspector/Owner Inspector Signature Date

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405

4 info@strait.ca

@ strait.ca



Page 1of1

Deadweight Log

ST RAIT Department Qac Document No. QCFORM-0042

Label/Project No. Deadweight Log Revision 2.00
Document Type Form Revision Date 2020-06-04

SECTION 1.0 — Project Details

Client | Fuelled Project No. | 22-02056W Date | November 21, 2024
Test Number | GP-S-01 Location/LSD

Deadweight No. | DD-5K-04 Calibration Date | 2024-08-20

Time Deadweight Pressure | Ambient Temperature Comments
03:30PM | O 9.2 Test start; Zero chart
03:45PM | O 8.2
03:46PM | 20 9.0 1%t step up
03:56PM | 20 8.9
03:57PM | 41 8.8 2" step up
04:07PM | 40 8.9
04:10PM | 80 8.9 On target test pressure
04:20PM | 80 8.9
04:25PM | 80 8.6 End target test pressure
04:30PM | 42 8.9 1°t step down
04:40PM | 42 9.4
04:42PM | 20 9.0 2" step down
04:52PM | 20 9.3
04:56PM | O 9.3 Zero cart
05:06PM | O 9.3 Test End

PSIG °C

SECTION 3.0 - Signatures

Client Rep Client Signature Date
STRAIT Rep STRAIT Signature Date
Tasie Okoro /, Q November 22, 2024

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405 4 info@strait.ca @ strait.ca



STRAIT

Pressure Test Examination Guide

Page 1of1

Department QcC Document No. QCFORM-0129
Label/Project No. Pressure Test Exam Guide Revision 1.00
Document Type Form Revision Date 2021-07-27

SECTION 1.0 — General Information

Job No. | 22-02056

Date | November 21, 2024

 SECTION 2.0 — Pressure Test ExaminationGuide .

Pressure Test Preparation STRAIT .
Representative
1. | All punch list items corrected. TO
2. | Test blinds correct thickness. TO
3. | All items which could be damaged by test isolated or removed (control valves, safety valves, N/A
instruments, expansion joints, etc.)
4. | Equipment with internals (i.e., filters) that could be damaged are isolated as required. N/A
5. | Vents and drains correctly installed. TO
6. | Open and Closed position of all valves verified. TO
7. | Shipping bars in place - bellows. N/A
8. | Hanger stops in place. N/A
STRAIT

Pressure Test Completion .
Representative

1. | All temporary blinds (blanks) removed. TO

2. | Temporary gaskets changed for correct gaskets. N/A

3. | Temporary supports removed. N/A

4. | Shipping bars removed from bellows. N/A

5. | Spring hanger stops removed - cold setting checked. N/A

6. | Pressure relief valves — correct ASME Code Symbol and correct set pressure and capacity N/A
installed.

7. | Pressure relief valve vents are correct size - adequately supported - drain holes and or weather | N/A
hoods installed.

8. | Screens for pumps and compressors installed (initial start-up and permanent screens). N/A

SECTION 3.0 - Signature

STRAIT Representative Name

STRAIT Representative Signature Date

Tasie Okoro

/ Q November 22, 2024

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405

4 info@strait.ca @ strait.ca



Data Collection Report

Chassis Left Scale Right Scale
Serial Number 706563 707097 703954
Datatype Lower Upper
Units PSI G °C
Lower Upper
PSI G GP-S-001 - 22-Nov-24, 03:33:19, 282 °c
90 - -+ 0.00
80 w
r \ + -50.00
60 \ -100.00
50
\ + -150.00
40 Asn \
30 \ -200.00
20
\ + -250.00
10 \
0 ; ; ; ; ; .‘ -300.00
o v ® U © o D ®
& S 5 &° 0 s
N & & & N N Q™

PSIG

Elapsed Time hh:mm:ss

Client: Fuelled

Project # 22-02056W

Location of Test: STRAIT FAB. SHOP, GP
Test# GP-S-00] Date: Nov. 22, 2024

03:33PM_ End Time: _05:06 PM

Test Start Time: 517 Kpag  Max. 690 Kpag

Psig  Max: 100 Psig
Recorder # w?cﬂibr_a_tinnl_.[}uelﬂlﬁ;ﬂﬂfi

Strait Rep: Tasie Okoro _.,.__2{5,1&»_‘3

Test Pressure Min:
il

Control # N/A

Client Rep:




Lower Upper BARO
Chassis Module Module Module Left Scale Right Scale
Serial Number 706563 707097 703954 707097 703954
Model NV 10KPSI RTD100
Message Store Unit# 501-0997
Userspan 1.00000 1.00000
Offset
Datatype Lower Upper
Units PSI G °C PSI G °C
Tare
Average
User Factor
User Offset
User Resolution
Firmware Version R080016 R090009 R100006
Calibration Due 14-May-25 14-May-25
Run Index 33
Run Start Time 22-Nov-24-15:33:19
Run Duration 1 hour 33 minutes 40 seconds
GP-S-001
Interva_l g0.0
Data Points
Point # Time Left - PSI G Right - °C
1 00:00:00.0 0 -273.15
2 00:00:20.0 0 -273.15
3 00:00:40.0 0 -273.15 Client: Fuelled
4 00:01:00.0 0 -273.15 . ; e
5 00:01:20.0 0 -273.15 e s 22 UHIS6W
6 00:01:40.0 0 -273.15 Location of Test: STRAIT FAB. SHOP, GP
’ 00:0220.0 0 7315 Test# GP-S-001  Date: —Nov. 22,2024
9 00:02:40.0 0 27315 . 03:33PM_ Epd Time: 05:06 PM
10 00:03:00.0 0 273.15 Test Start Time: ¢4 K M 690 i
11 00:03:20.0 0 -273.15 Test Pressure Min: .
12 00:03:40.0 0 27315 Min: 23 Psig  Max.— 100 psig
13 00:04:00.0 0 -273.15 Recorder # _10K-501-09973jibration Due 2025:-05-14
14 00:04:20.0 0 -273.15 ’ . "'\'" i,
15 00:04:40.0 0 -273.15 Strait Rep: Tasie Okoro — R
16 00:05:00.0 0 -273.15
17 00:05:20.0 0 -273.15 Control# N/A
18 00:05:40.0 0 -273.15
19 00:06:00.0 0 -273.15 Client Rep:
20 00:06:20.0 0 -273.15
21 00:06:40.0 0 -273.15



22
23
24
25
26
27
28
29
30
31
32
33
34
35
36
37
38
39
40
41
42
43
44
45
46
47
48
49
50
51
52
53
54
55
56
57
58
59
60
61
62
63
64
65
66
67
68
69

00:07:00.0
00:07:20.0
00:07:40.0
00:08:00.0
00:08:20.0
00:08:40.0
00:09:00.0
00:09:20.0
00:09:40.0
00:10:00.0
00:10:20.0
00:10:40.0
00:11:00.0
00:11:20.0
00:11:40.0
00:12:00.0
00:12:20.0
00:12:40.0
00:13:00.0
00:13:20.0
00:13:40.0
00:14:00.0
00:14:20.0
00:14:40.0
00:15:00.0
00:15:20.0
00:15:40.0
00:16:00.0
00:16:20.0
00:16:40.0
00:17:00.0
00:17:20.0
00:17:40.0
00:18:00.0
00:18:20.0
00:18:40.0
00:19:00.0
00:19:20.0
00:19:40.0
00:20:00.0
00:20:20.0
00:20:40.0
00:21:00.0
00:21:20.0
00:21:40.0
00:22:00.0
00:22:20.0
00:22:40.0

NONOOOOOOOOOOOOoOOoO

-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15



70
71
72
73
74
75
76
77
78
79
80
81
82
83
84
85
86
87
88
89
90
91
92
93
94
95
96
97
98
99
100
101
102
103
104
105
106
107
108
109
110
111
112
113
114
115
116
117

00:23:00.0
00:23:20.0
00:23:40.0
00:24:00.0
00:24:20.0
00:24:40.0
00:25:00.0
00:25:20.0
00:25:40.0
00:26:00.0
00:26:20.0
00:26:40.0
00:27:00.0
00:27:20.0
00:27:40.0
00:28:00.0
00:28:20.0
00:28:40.0
00:29:00.0
00:29:20.0
00:29:40.0
00:30:00.0
00:30:20.0
00:30:40.0
00:31:00.0
00:31:20.0
00:31:40.0
00:32:00.0
00:32:20.0
00:32:40.0
00:33:00.0
00:33:20.0
00:33:40.0
00:34:00.0
00:34:20.0
00:34:40.0
00:35:00.0
00:35:20.0
00:35:40.0
00:36:00.0
00:36:20.0
00:36:40.0
00:37:00.0
00:37:20.0
00:37:40.0
00:38:00.0
00:38:20.0
00:38:40.0

20
20
20
23
32
41
41
41
40
41
40
40
40
40
40
40
40
41
40
40
40
40
40
40
41
41
40
41
41
40
40
40
40
40
40
40
40
42
53
57
67
75
79
80
80
80
80
80

-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15



118
119
120
121
122
123
124
125
126
127
128
129
130
131
132
133
134
135
136
137
138
139
140
141
142
143
144
145
146
147
148
149
150
151
152
153
154
155
156
157
158
159
160
161
162
163
164
165

00:39:00.0
00:39:20.0
00:39:40.0
00:40:00.0
00:40:20.0
00:40:40.0
00:41:00.0
00:41:20.0
00:41:40.0
00:42:00.0
00:42:20.0
00:42:40.0
00:43:00.0
00:43:20.0
00:43:40.0
00:44:00.0
00:44:20.0
00:44:40.0
00:45:00.0
00:45:20.0
00:45:40.0
00:46:00.0
00:46:20.0
00:46:40.0
00:47:00.0
00:47:20.0
00:47:40.0
00:48:00.0
00:48:20.0
00:48:40.0
00:49:00.0
00:49:20.0
00:49:40.0
00:50:00.0
00:50:20.0
00:50:40.0
00:51:00.0
00:51:20.0
00:51:40.0
00:52:00.0
00:52:20.0
00:52:40.0
00:53:00.0
00:53:20.0
00:53:40.0
00:54:00.0
00:54:20.0
00:54:40.0

80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
79
80
80
79
80
80
80
80
80
79
77
73

-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15



166
167
168
169
170
171
172
173
174
175
176
177
178
179
180
181
182
183
184
185
186
187
188
189
190
191
192
193
194
195
196
197
198
199
200
201
202
203
204
205
206
207
208
209
210
211
212
213

00:55:00.0
00:55:20.0
00:55:40.0
00:56:00.0
00:56:20.0
00:56:40.0
00:57:00.0
00:57:20.0
00:57:40.0
00:58:00.0
00:58:20.0
00:58:40.0
00:59:00.0
00:59:20.0
00:59:40.0
01:00:00.0
01:00:20.0
01:00:40.0
01:01:00.0
01:01:20.0
01:01:40.0
01:02:00.0
01:02:20.0
01:02:40.0
01:03:00.0
01:03:20.0
01:03:40.0
01:04:00.0
01:04:20.0
01:04:40.0
01:05:00.0
01:05:20.0
01:05:40.0
01:06:00.0
01:06:20.0
01:06:40.0
01:07:00.0
01:07:20.0
01:07:40.0
01:08:00.0
01:08:20.0
01:08:40.0
01:09:00.0
01:09:20.0
01:09:40.0
01:10:00.0
01:10:20.0
01:10:40.0

69
64
59
54
49
45
43
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
42
39
36
33
28
23
21
20
20
20
20

-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15



214
215
216
217
218
219
220
221
222
223
224
225
226
227
228
229
230
231
232
233
234
235
236
237
238
239
240
241
242
243
244
245
246
247
248
249
250
251
252
253
254
255
256
257
258
259
260
261

01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01
01

:11:00.0
:11:20.0
:11:40.0
:12:00.0
:12:20.0
:12:40.0
:13:00.0
:13:20.0
:13:40.0
:14:00.0
:14:20.0
:14:40.0
:15:00.0
:15:20.0
:15:40.0
:16:00.0
:16:20.0
:16:40.0
:17:00.0
:17:20.0
:17:40.0
:18:00.0
:18:20.0
:18:40.0
:19:00.0
:19:20.0
:19:40.0

01:20:00.0
01:20:20.0
01:20:40.0
01:21:00.0
01:21:20.0
01:21:40.0
01:22:00.0
01:22:20.0
01:22:40.0
01:23:00.0
01:23:20.0
01:23:40.0
01:24:00.0
01:24:20.0
01:24:40.0
01:25:00.0
01:25:20.0
01:25:40.0
01:26:00.0
01:26:20.0
01:26:40.0

=S A a2 A A NDNPNNNNNNDNNDNNNNNNDNNDNNNNNNDNNNDNNDNNDNDNDNDDNDDNDDN
CO 2 WU NOOOOOOOODOODOODOODODOOODODODODOODOODOOOOoO

[eNeNoNoNoNoelNolNolNololNololo) BN RN

-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15



262
263
264
265
266
267
268
269
270
271
272
273
274
275
276
277
278
279
280
281
282

01:27:00.0
01:27:20.0
01:27:40.0
01:28:00.0
01:28:20.0
01:28:40.0
01:29:00.0
01:29:20.0
01:29:40.0
01:30:00.0
01:30:20.0
01:30:40.0
01:31:00.0
01:31:20.0
01:31:40.0
01:32:00.0
01:32:20.0
01:32:40.0
01:33:00.0
01:33:20.0
01:33:40.0

[cNeoNoNeoloNoNoloNoloNoNolNoNolNolNolNoNolNoNolNol

-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15
-273.15



FILE PATH: P:\CAD\STOCK TANKS\800-899\843-1

o NOZZLE SCHEDULE BILL OF MATERIALS
NO. PROJECTION [ WELD [ WELD | REPAD BILL OF MATERIALS | ITEM [REQ'D] PART DESCRIPTION MATERIAL | WEIGHT
@‘@ MARK| reqp | PESCRIPTION | SIZE | ANSI | TYPE 15 TouTSIDE| DETAIL| A [ B | € | D ITEM NUMBER 1 2 SHELL [ 3/8” THK x 120" W ROLL TO 72" ID x 228 1/2" LG SA—516—70N| 5800§
@ N1 1 INLET 6" [150# |[RFWN| 1" |8 1/2"[ 1.4 [3/8]| - | - | = 14.15,16.17 2 2 HEAD 3/8" THK x 72" ID FLANGED & DISHED SA—516—70N[ 1191#
N2 1 GUAGE 4" | 1504 |[RFWN|SHOWN[8 1/2"| 1,4 [3/8] — [ - | = 18,19,20 3 3 SHELL [3/16" THK x 72" W ROLL TO 73 3/4" x 19'=5 1/2°L.C SA—36 | 36854
N3 1 OUTLET 6" [150f [RFWN] 1" 8 1/2"[ 1.4 [3/8] - | - - 14,15,16 SHELL | ORDER 3/16" THK x 72" W ROLL TO 74" x 19'-8" LG SA—36
HOLES THIS N4 | 1 DRAIN 3" | 1504 |RFWN| FLUSH [ SHOWN [ 1,25 [3/8] = [ = | = 21-30 4 1 SHELL | 3/16” THK x 60" W ROLL TO 73 3/4" ID x 19°=5 1/2"LG| SA-36 10244
SIDE. ONLY M1 1 MANWAY [ 20" [1504 [RFSo0|2 1/278 1/2"| 2,4 [3/8] = [ -1 = 31-37 SHELL [ ORDER 3/16” THK x 60" W ROLL TO 74" ID x 19'-8"LG SA—36
/%SEAM—#LH T 1 TEST 1"_|s000#[cPLG] — - 3 /4 = [ =] - 38, 39 5 | 2 HEAD | 3/16° THK x 75 1/4 0D SA—36 | 662%
HI 6 1| SPACER [ 3/8" HRR x 60'—0" LF SA—36 60#
I GENERAL NOTES 7 | 1 | ANODE | 2" x 1/4" FLATBAR x 6 LG w/ HOLE (SEE ANODE DWG) 5 4
11 . 8 2 | SADDLE | 100 BBL SADDLE (SEE DWG 843—2) SA—36 600F
i ’ N R L A T, S o~ 7N 9 | 1 SKID__| 100 BBL STANDARD SKID (SEE DWG 843-2) - 1200§
-|—I| / 3: ALL FLANGE MATERIAL: SA—105—N : 11 1 HEATER | 12" x 24" CATADYNE HEATER (SEE CATADYNE HEATER DWG) - -
1 -L I , 4. ALL PIPE MATERIAL: SA—106—B 12 1 VENT | GALV VENT AIR OUTLET MOUNT SIDE OF HEATER NEAR TOP — —
970 | I j [l 5. ALL BOLTING MATERIAL: SA—193— B7M/?A 191)1- —2HM 13 1 DECAL | 10" x 18" BILTON WELDING DECAL — —
<:>— - = - 1 - - -———90 = 6. INTERNAL SANDBLAST TO SSPC—SP—5 (WHITE g T
! | ",l Q 7. INTERNALLY COATED WITH 10—18 MILS OF DEVOE 253 14 2 N1,N3 6. x_150f RFWN FLG SCH ,.XH SA—105-N 484
1 Hi - 8. EXTERNAL SANDBLAST TO SSPC—SP—6 (COMMERCIAL) 151 2 | NI.N3 [6" PIPE SCH XH x 7 3/16" LG SA-106-B | 36#
i M 9. EXTERNALLY COATED WITH ONE COAT OF PRIMER AND ONE COAT OF INDUSTRIAL 16 | 2 N1.N3 [ 6" x 150§ FLANGE PROTECTOR POLY —
Hi > 10 cvj\érigw?; EI-TEAA'II'_gIl?A LllgE /w REGULATOR, TEMPERATURE CONTROLLER, HOSE AND 1z . v 3/8 THK DEFLECTOR PLATE Sh30 o4
N C/W ” —_ —_
i CABLE FOR 120VOLT/12VOLT POWER 12 1 :i :' F::PI-: 55%*:1 ﬁﬂw : 7?_(1;/:'C I:GXH/ HOLES (SEE_DOWNCOMER DWG) gﬁ 182 g ;gﬁ
i 12 11. ALL OPEN PIPE ENDS SHALL HAVE A 1/8" RADIUS INCLUDING INSIDE OF FLANGE EDGE S X W —106—
i 12. 1 1/2" RIGID URETHANE INSULATION WITH ALUMINUM CLADDING 20 1 N2 4" FLANGE PROTECTOR POLY -
Ly 13. DRAIN (N4) OPENING SHALL BE FLUSH WITH INSIDE OF VESSEL 21 | 4 N4 5/8" DIA x 3 1/2" LG STUD SA—193-B7M[  —
8 14. ALL SURFACES NOT COVERED BY INSULATION WILL BE PAINTED WITH INDUSTRIAL ENAMEL 22 8 N4 5/8" DIA NUT SA—194—2HM —
15. ALL OPENINGS SHALL BE COVERED PRIOR TO SHIPPING 53 1 g 37 150 RFWN FLG SA X SA—105-N | 128
16. DESIGN PRESSURE: 50 PSI — MAWP: 14.9 PS| (NONREGISTERED) - X i
A 17. DESIGN TEMPERATURE: 300°F 24 | 2 N4 3" x 150# RFSO FLG SA—105-N | 8#
41'7,-‘% _@ 18. CORROSION ALLOWANCE: 1/8" 25 1 N4 3" x 1504 RF FLEXITALLIC GASKET 304SS -
- ;g' ZYE Rv?EESLGP%NS SSUIEI[E): Zr\?D F’SSAIDDLES SHALL BE AS PER CSA W47.1-92 USING GAS METAL 28 ! N4 57 x 1504 FLANGE PROTECTOR POLY -
" "ARC WELDING WITH ER4BOS—6 FILLER METAL ' 27 | 1 N4 | 3" PIPE SCH XH x 5 9/16" LG SA—106-B | S¢
21. CONTAINMENT SHALL BE TESTED AS FOLLOWS: 28 | 1 N4 | 3" PIPE SCH XH x 31 1/16" LG SA—106-B | 27,
—PRESSURIZE WITH AIR TO 5 P 29 1 N4 3" x 90° LR BW ELBOW SCH XH SA—234-WPB| 6
—TEST EACH WELD WITH A SOAPY SOLUTION 30 1 N4 DRAIN SPOOL BRACE (SEE DWG DRAIN PIPE SPOOL BRACE) A=36 44
180 DEPRESSURIZE SNDREPAIR AND RETEST IF NEEDED st 1 M1 1207 x 1504 RFSO FLG SA—105-N | 1654
5'—6 1/2” SADDLE OSM N 22. WEIGHT: 15,500 LBS 32 1 M1 20" x 150# BLIND FLG SA—105—N | 285#
60" N 33 1 M1 20" x 150# RF FLEXITALLIC GASKET 304SS -
(@) 34 | 20 M1 1 1/8" DIA x 6" LG STUD SA—193—-B7M[  —
ORIENTATION VIEW A-A = 35 [ 40 M1 1 1/8" DIA NUT SA—194—2HM[ —
— 36 1 M1 20" PIPE SCH STD x 12 1/2" LG SA-106—B | 794
&) 37 1 M1 20" STANDARD DAVIT ARM (SEE 20 DAVIT DWG) - 374
38 1 T1 17 x_3000# NPT FULL CPLG SA—105-N | 1#
. o e o 39 1 T1 VACUUM GUAGE ASSEMBLY (ABOVE GROUND) - -
g" = [——> 'f g 40 | 6 INSUL | 1 1/2" x 160" LG SHT RIGID URETH,CORR & STUCCO EMBOSS ALUM ONE SIDE (CURFS) - -
—— 41 6 INSUL | 1 1/2" x 80" LG SHT RIGID URETH., CORR & STUCCO EMBOSS ALUM ONE SIDE (CURFS) - -
150# H : A 42 | 2 INSUL | 11/2" x 45" COV x 12'-6" LG SHT RIGID URETH., CORR & STUCCO EMBOSS ONE SIDE - -
D I o e S e s e e s e e | : 43 | 3 INSUL {1 1/2" x 45" COV x 14'=6" LG SHT RIGID URETH, CORR & STUCCO EMBOSS ALUM BOTH SIDES - -
[l T\ 44 |60 FT| INSUL [ SEA "L" FLASHING - -
CL-NOZZ p----====rmmrmmmmmecnannaadte- 191 A 45 |8 FT| INSUL | SEA "Z" FLASHING - -
R (= ) (S R Y U 4 I D | LONG SEAMI ) 46 | 600 | INSUL | SCREWS — #8 — 1/2" STAINLESS STEEL - -
1 16}%55/'-\?4'3 Ty 1 \ 47 [ 3 INSUL | ALUMINUM SILICONE CAULK - -
3 = = - -
INSULATION : \ 48 | 8 DECAL | 2" X 6" DECAL
I
\
& : : : 1
— - - - T - ST S — - = -
3 (B |
= | = ]
141 I
i
£ 2 g L
e o Il o I H
S : 8 L
1 IS 1 o
X 1l o | h = /
N I = L RS = 1Nl Iy
1 =) H = 1 [
I 9 Ol i ii [
O— 15 M| B i1 AN
i @
nO) H : |
I I
HE Il Il IIEEH| | A
] ) ) |
1 1 I I <_|
270 1) 2R - |
5-5" 3"
| 3"
! MATCH SKID @
23'-Q"
REV. . . = == BOX6106
NO. DATE REVISION BY | APPD = S ST 70SSAVE CRESTAR ENERGY
1 |WELD NECK FLANGE | 2 | SLIPON FLANGE | 3 | COUPLING 4| NOZZLE NECK 5 | NOZZLE NECK 6| INTERIOR SEAM 7| EXTERIOR SEAM 0 [10/18/00[ STANDARD DRAWING JMB | JLM H E E E E=E mwisfaiLas 110 BBL ABOVE GROUND DOUBLE WALL KNOCKOUT TANK
: 1 _[11/25/00|AS BUILT DRAWING DSG | JLM | e o e m—— = wm= CANADA 72" ID x 240" /S, 50 PSI DESIGN, 14.9 PSTMAWP (NON REGISTERED)
n! 2 ——— 103-22T-1199 D ATE; 10/18/00 SHEET: 1 OF 1
B 5 3 —— | - §88-227-4923 SCALE: NI1.S JOB NO- SIZE
o Y Welding & Manufacturing Ltd. FAX227-7796 [SRAWN BY. DSG 843 D
A 5 Feipion To the eonienial s oy I consideraton f th o of s drwin. the rcipent [PURCHASE ORDER
5 promises and agrees that it shall not be used in any way detrimental to the interests of BLTON ~ |LOCATION: DRAWING NO.: REV.
VESSEL, 6 WELDING & MANUFACTURING LTD., that it shall be returned upon request, and that it shall
WALL not be reproduced, copied, lent, or otherwise disposed of, directly or indircetly, without the writien | P ART NO..: 8 43 —_ 1 1
7 consent of BILTON WELDING & MANUFACTURING LTD.
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CALIBRAT/ION

BURKE CALIBRATION LTD.

8013 110th St

Grande Prairie, Alberta TBW 6T2

Ph. (780) 897-5869
www.burkecalibration.com

CERTIFICATE OF CALIBRATION

10K 501-0997

lodel/Gauge Uncertainty:

Report No.:

BCL2024-C15340

+/- ASME 4A of span (0.1%)

Manufacturer Model Serial Number Calibration Date Expiration Date
CRYSTAL nVision 707097 2024-05-14 2025-05-14
As Received Condition:| In tolerance | As Left Condition: | In tolerance |
AS RECEIVED TEST RESULTS 10000 PSI
H 0,
Reference Reading Gauge Reading Allowable Tolerance | Difference [I::fz-;d/;n;f Condition
0 0 10 0 Pass
1999 2000 10 1 0.05% Pass
4000 4000 10 0 0.00% Pass
6003 6000 10 -3 -0.05% Pass
7999 8000 10 1 0.01% Pass
10001 10000 10 -1 -0.01% Pass
AS LEFT TEST RESULTS 10000 PSI
H 0,
Reference Reading Gauge Reading Allowable Tolerance | Difference Diff A of Condition
Reading
0 0 10 0 Pass
1999 2000 10 1 0.05% Pass
4000 4000 10 0 0.00% Pass
6003 6000 10 -3 -0.05% Pass
7999 8000 10 1 0.01% Pass
10001 10000 10 -1 -0.01% Pass

Laboratory ambient conditions throughout this

calibration were:
Tempurature:
Humidity:
Pressure:

20to 24°C
30 to 35% RH
100 to 103 kPa

Calibration Performed hy:

//,./”");/1/‘7/ - / '7/0’1"‘
f

Reference Standards used in this calibration are traceable to the National Institute of Standards and Technology of the United States,
through the following report numbers:

Manufacturer

Model

Serial Number

Report Number
=

Due Date

Reference Uncertainty

Crystal Engineering

15KPSIXP2I

475526

94864:167387420
2

2025-01-09

0-20% of FS: £(0.02% of FS);
20%-100% of FS: +(0.1% of Rdg)

Al calibrations are performed in a controlled environment by qualified personnel using instrumentation and methods which guarantee that specifications claimed are
reliable. Calibrations conform to ANSI/NCSL Z540-1-1994, MIL-STD 45662A, 10CFR21 and 10CFR50



\— BURKE CALIBRATION LTD.
7 BURKYE 8013 110th St

CALIBRATION Grande Prairie, Alberta T8W 6T2

Q.‘ Ph. (780) 897-5869

www.burkecalibration.com

TEMPERATURE CERTIFICATE OF CALIBRATION

. e Report No: A-75477:202400860
Nvision A G
Model/Gauge Uncertainty: +0.25 °C
Manufacturer Model Gauge Number Serial Number Calibration Date Expiration Date
Crystal Nvision 501-0997 BC20240111 2024-05-14 2025-05-14
As Left Condition:[ In Tolerance
AS LEFT TEST RESULTS 140 °F
Reference Reading Gauge Reading Allowable Tollerance Difference Difference (% of Reading) Test Results
-0.1 0 2.5% -0.1 -0.10% Pass
50 50.6 2.5% -0.6 -0.60% Pass
100 100.5 2.5% -0.5 -0.50% Pass
Laboratory ambient conditions throughout this calibration were: CalibratiMed By:

7
Temperature: 20to24°C 3
Humidity: 30 to 35% FH M [/L“’O
Pressure: 100 to 103 kPa /i

U

Reference Standards used in this calibration are traceable to the National Institute of Standards and Technology of the United States, through the following report numbers:

Manufacturer Model Serial Number Report Number Due Date Reference Uncertainty

FLUKE 9103 A21306 A-75477:202400860 Jan 11/2025 10.25°C

. All calibrations are performed in a controlled environment by qualified personnel using instrumentation and methods which guarantee that specifications claimed are reliable.
Calibrations conform to ANSI/NCSL Z540-1-1994, MIL-STD 45662A, 10CFR21 and 10CFR50 when specified by customer documentation.



~ Humidity:

\s

BURKE CALIBRATION LTD.

8013 110th St
B ” R K E Grande Prairie, Alberta T8W 6T2
f CALIBRAT/ION

~alb Ph. (780) 897-5869

www.burkecalibration.com

CERTIFICATE OF CALIBRATION

BCL2024R-C16248

Report No.:
DD-5K-04
Nodel/Gauge Uncertainty:|+/- ASME 4A of span (0.1%)

Manufacturer Model Serial Number Calibration Date Expiration Date
DRUCK 5000 PSI .1% 70517013 2024-08-20 2025-08-20
As Received Condition:| In tolerance | As Left Condition:| In tolerance |
AS RECEIVED TEST RESULTS 5000 PSI
H 0,
Reference Reading Gauge Reading Allowable Tolerance | Difference DIt A’ of Condition
Reading
0 0 5 0 Pass
997 1000 5 3 0.30% Pass
1996 2000 5 4 0.20% Pass
2996 3000 5 4 0.13% Pass
3996 4000 5 4 0.10% Pass
4997 5000 5 3 0.06% Pass
AS LEFT TEST RESULTS 5000 PSI
H 0,
Reference Reading Gauge Reading Allowable Tolerance | Difference DRl:fa'l d/ianzf Condition
0 0 5 0 Pass
997 1000 5 3 0.30% Pass
1996 2000 5 4 0.20% Pass
2996 3000 5 4 0.13% Pass
3996 4000 5 4 0.10% Pass
4997 5000 5 3 0.06% Pass

Laboratory ambient conditions throughout this
calibration were: Calibration Performed by:

Tempurature: 20to24° C - — - S
~ 30to35%RH
Pressure: 100 to 103 kPa

Reference Standards used in this calibration are traceable to the National Institute of Standards and Technology of the United States,
through the following report numbers:

Manufacturer Model Serial Number Report Number Due Date Reference Uncertainty
. i 0-20% of FS: £(0.02% of FS);
Crystal Engineering 10KPSIXP2| 545487 69253 2025-01-02 20%-100% of FS: +(0.1% of Rdg)

Al calibrations are performed in a controlled environment by qualified personnel using instrumentation and methods which guarantee that specifications claimed are
reliable. Calibrations conform to ANSI/NCSL Z540-1-1994, MIL-STD 45662A, 10CFR21 and 10CFR50



Certificate of Calibration

Kingsway Instruments Inc.
4319 Roper Road, Edmonton, AB T6B 355
PHONE: (780) 463-5264

Unit Under Test  Fluke 62 Max Test Results Pass
Description IR Thermometer Service Date October 15, 2024
Asset Number  A-86776 Due Date October 15, 2025
Serial Number  53601658MV Temperature 21-23°C
Unit Number 802-0083 Humidity 30-65%
Technician Mat Bridgens Work Orderit J-24919
FProcedure Name Fluke 62 Max:(1 Year) CAL VER/4181
Customer: Burke Calibration Ltd.

8013 110 St

Grande Prairie AB TEBW 6T2 Certificate #: 2024022003

Kingsway Instruments Ine. certifies that the instrument deseribed above meets or exceeds all specifications as stated in the referenced
procedure (unless otherwise noted). It has been calibrated using measurement standards traceable to the National Institute of Standards and
Technology (MIST), or to NIST accepted intrinsic standards of measurement, or derived by the ratio type of self-calibration technigues.

The guality system is registered to 150 9001:2015.
This calibration is a direct comparison of the unit under test to the listed reference standards and did not involve any sampling plans to
complete, No allowance has been made for the instability of the test device due to use, time, ete.  Such allowances would be made by the

customer as needed,

Any Test Uncertainty Ratio (TUR) that is less than four to one will appear under the "TUR" heading on the data record. If the TUR mects
or exceeds four to one, the field is left blank.

This report may not be reproduced, except in full, unless permission for the publication of an approved abstract is obtained in writing from
the orpanization issuing this report.

Remarks: Calibrated and certified.

STANDARDS USED FOR CALIBRATION

Serinl Number Deseription Service Date Due Date
B33878 - Fluke 4181 Infrared Calibrator March 14, 2024 March 14,2025
TEST RESULTS Pass Data Type: FOUND_LEFT

Test Deseription Nominal Valug Test Result Lower Limit Upper Limit Sintus TUR

TEMPERATURE TEST

50.0 *C 20.00 50.6 448.5 51.5 Pass 3.00
1500 "B 150.00 149.6 147.8 152.2 Pass 3.75
300.0 °C 300.00 2858.0 295.5 304.5 Pass
450.0 *C 450.00 449.5 443.2 456.8 Pass
Lasar Peinter Functional Pass

s#49*END OF CERTIFICATE®**#4+*

Technician: --;‘.' 3 ////"/

Certificate #: 2024622003

) ASSET #:  A-B6776 Page 1 of |
METITEAM Report: Cerlificate wilh Data v1.01s.mt
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Pressure Test Report

Page1of1

STRAIT

Department QcC Document No. QCFORM-0130
Label/Project No. Pressure Test Report Revision 3.00
Document Type Form Revision Date 2024-10-11

SECTION 1.0 — General Information

Job No. | 22-02056W Test No. | GP-S-002
Date of Test | November 21, 2024 Tag/Equip. No | N/A
Construction Code | N/A Test Fluid | Air
Location of Test | STRAIT FAB. SHOP GP Design Pressure | 14.5 Psig
Min Test Pressure | 5psig (34.4kpag) Max Test Pressure | N/A
Test Gauges No. | E230015700348 Hold Time | 60 Seconds
Chart Recorder No. | N/A

SECTION 2.0 — Pressure Test/Time

Pressure On / Time Pressure Off / Time
Chart On N/A Pressure off (Strength ;:;tg) Spsig / 6:26pm
Pressure on (1% Step up) Pressure off (1 Step down)
1.2psig N/A 2.5psig N/A
Pressure on (2" Step up) N/A Pressure off (2" Step down) N/A
2.5psig 1.5psig
Pressure on (Strength ;;:.tg) Spsig/ 6:25pm Chart Off N/A

SECTION 3.0 — Equipment and/or Piping Included in Test

Line / Equipment No.
Refer to attached drawing

Isometric (If Applicable) Drawing No.

SE24CCTION 4.0 - Comments

Air slowly introduced to vessel being tested, once 5psig is achieved hold for 60 seconds, once 60 seconds has elapsed
slowly bleed the air from vessel. External shell air test is complete.

SECTION 5.0 — Acceptance Signatures

STRAIT Representative Signature Date
Tammy Bowe November 26, 2024
Authorized Inspector/Owner Inspector Signature Date

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

N, 866.340.2405 B4 info@strait.ca

@ strait.ca



Pressure Test Examination Guide Page 1of 1

STRAIT [pepertmert T Document No. | GCFORH0123

Label/Project No. Pressure Test Exam Guide Revision 1.00

Document Type Form Revision Date 2021-07-27

SECTION 1.0 — General Information

Job No. | 22-02056 Date | November 26, 2024

SECTION 2.0 — Pressure Test Examination Guide

Pressure Test Preparation STRAIT .
Representative

1. | All punch list items corrected. N/A
2. | Test blinds correct thickness. N/A
3. | All items which could be damaged by test isolated or removed (control valves, safety valves, B

instruments, expansion joints, etc.)
4. | Equipment with internals (i.e., filters) that could be damaged are isolated as required. B
5. | Vents and drains correctly installed. TB
6. | Open and Closed position of all valves verified. TB
7. | Shipping bars in place - bellows. N/A
8. | Hanger stops in place. N/A

Pressure Test Completion STRAIT .
Representative

1. | All temporary blinds (blanks) removed. N/A
2. | Temporary gaskets changed for correct gaskets. N/A
3. | Temporary supports removed. N/A
4. | Shipping bars removed from bellows. N/A
5. | Spring hanger stops removed - cold setting checked. N/A
6. | Pressure relief valves — correct ASME Code Symbol and correct set pressure and capacity B

installed.
7. | Pressure relief valve vents are correct size - adequately supported - drain holes and or weather | TB

hoods installed.
8. | Screens for pumps and compressors installed (initial start-up and permanent screens). N/A

SECTION 3.0 - Signature

STRAIT Representative Name STRAIT Representative Signature Date
Tammy Bowe November 26, 2024

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

R, 866.340.2405 BA info@strait.ca @ strait.ca
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Deadweight Log

STRAIT Department QcC Document No. QCFORM-0042
Label/Project No. Deadweight Log Revision 2.00
Document Type Form Revision Date 2020-06-04
SECTION 1.0 — Project Details
Client | Fuelled Project No. | 22-02056W Date | November 26, 2024

Test Number | GP-S-02

Location/LSD | FNO vessel external shell

Deadweight No. | N/A

Calibration Date | N/A

Time Deadweight Pressure | Ambient Temperature Comments
6:20pm 0-5psig 16°C Air introduced to vessel external shell
6:25pm Spsig 16°C Hold at 5psig for 60seconds (1 minute)
6:26pm Spsig 16°C 60 second hold complete
6:27pm 5psig — Opsig 16°C Slowly Air released to decline to Opsig

SECTION 3.0 - Signatures

Client Rep Client Signature Date
STRAIT Rep STRAIT Signature Date
Tammy Bowe November 26, 2024

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

N, 866.340.2405

BA info@strait.ca @ strait.ca




FILE PATH: P:\CAD\STOCK TANKS\800-899\843-1

o NOZZLE SCHEDULE BILL OF MATERIALS
NO. PROJECTION | WELD | WELD | REPAD BILL OF MATERIALS |ITEM |[REQ'D]| PART DESCRIPTION MATERIAL | WEIGHT
@‘@ MARK| peq'p | PESCRIPTION | SIZE | ANSI | TYPE g 56 ursiDE | DETAIL A [ B [ € | D ITEM NUMBER 1 2 | SHELL | 3/8” THK x 120" W ROLL TO 72" ID x 228 1/2" LG SA—516—70N| 58004
@ N1 | 1 INLET 6" |150#|RFWN] 1" |8 1/2°| 1.4 [3/8] = | - | = 14,15,16,17 2 2 HEAD | 3/8” THK x 72" ID FLANGED & DISHED SA—516—70N| 191§
N2 | 1 GUAGE 4" | 1504 |[RFWN|[SHOWN|8 1/2°| 1,4 [3/8] = | - | — 18,19,20 3 3 | SHELL | 3/16° THK x 72° W ROLL TO 73 3/4" x 19'=5 1/2°.G SA—36 | 36854
N3 | 1 OUTLET 6" |150# [RFWN] 1" |8 1/2°| 1,4 [3/8] = | = | — 14,15,16 SHELL | ORDER 3/16" THK x 72" W ROLL T0 74" x 19—8" LG SA—36
HOLES THIS N4 | 1 DRAIN 3" | 1504 [RFWN| FLUSH | SHOWN | 1,2,5 [3/8] = | = | — 21-30 4 1 SHELL | 3/16" THK x 60" W ROLL TO 73 3/4" ID x 19=5 1/2'LG| SA—36 | 1024#
M1 | 1 MANWAY | 20" | 150# [RFS0[2 1/2°[8 1/2°| 2.4 |3/8] = | — | — 31-37 SHELL | ORDER 3/16° THK x 60° W ROLL TO 74" ID x 19'—8LG SA—36
SIDE ONLY
/%SEAM—#LW T | 1 TEST 1"_[3000#[CPLG| — - 3 /4 = [ = [= 38, 39 5 | 2 HEAD | 3/16° THK x 75 1/4° 0D SA—36 | 662%
I 6 1| SPACER | 3/8" HRR x 60'—0" LF SA—36 604
I, 1
I GENERAL NOTES 7 | 1 | ANODE | 2" x 1/4” FLATBAR x 6" LG w/ HOLE (SEE ANODE DWG) S 4
11 ) 8 2 | SADDLE | 100 BBL SADDLE (SEE DWG 843—2) SA—36 600#
i ’ Ay Ry N v iy v 9 | 1 SKID | 100 BBL STANDARD SKID (SEE DWG 843-2) - 12004
-|—|| / W 3 ALL FLANGE MATERIAL: SA—105—N i 11 1 HEATER | 12" x 24" CATADYNE HEATER (SEE CATADYNE HEATER DWG) - -
1 iy W 4. ALL PIPE MATERIAL: SA-106—B 12 [ 1 VENT | GALV_VENT AIR OUTLET MOUNT SIDE OF HEATER NEAR TOP - -
ro@y— |l & It : IR NS T S ey - 13 o 5 o7 bUoN el oecu -
_ - ! - - —_— 2 . » — —
I | H N 7. INTERNALLY COATED WITH 10—-18 MILS OF DEVOE 253 144 2 NINS 167 x 1504 RFWN FLG SCH XH SA—105-N | 484
1 Hi - 8. EXTERNAL SANDBLAST TO SSPC—SP—6 (COMMERCIAL) 151 2 | NIN3 [6" PIPE SCH XH x 7 3/16" LG SA-106-B | 36#
i T 9. EXTERNALLY COATED WITH ONE COAT OF PRIMER AND ONE COAT OF INDUSTRIAL 16 | 2 N1,N3 | 6" x 150# FLANGE PROTECTOR POLY —
11 . WARM GREY ALKALIDE 17 | 1 N1 3/8" THK DEFLECTOR PLATE SA—36 6f
T o -
! y 10. C(;;\AI’SEENEO'IQ-IE?;ESOILSTA/ZV\IIOE_I-I;GEJI(S@I;E%R, TEMPERATURE CONTROLLER, HOSE AND 18 1 1 N2 [+ x 1 50# RFWN FLG SCH XA SA—105-N | 164
HE 12 11. ALL OPEN PIPE ENDS SHALL HAVE A 1/8” RADIUS INCLUDING INSIDE OF FLANGE EDGE 19 | 1 N2 4" PIPE SCH XH x 75 1/2" LG w/ HOLES (SEE DOWNCOMER DWG) | SA—106-8 | 96f
eall 12. 1 1/2" RIGID URETHANE INSULATION WITH ALUMINUM CLADDING 20 [ 1 N2 | 4" FLANGE PROTECTOR POLY -
L 13. DRAIN (N4) OPENING SHALL BE FLUSH WITH INSIDE OF VESSEL 21| 4 N4 5/8" DIA x 3 1/2° LG STUD SA—193-B7M| —
8 14. ALL SURFACES NOT COVERED BY INSULATION WILL BE PAINTED WITH INDUSTRIAL ENAMEL 22 8 N4 5/8" DA NUT SA—194—2AMl =
15. ALL OPENINGS SHALL BE COVERED PRIOR TO SHIPPI 517 g 3 x 150F RFWN FLG SCH XH SA—T05-N | 128
16. DESIGN PRESSURE: 50 PSI — MAWP: 14.9 PSI (NONREGISTERED) X
A 17. DESIGN TEMPERATURE: 300°F 24 | 2 N4 3" x 150# RFSO FLG SA—105-N | 8#
k24 18. CORROSION ALLOWANCE: 1/8" 25 | 1 N4 3" x 150# RF FLEXITALLIC GASKET 304SS —
<&
;g' XEE’ Rv?gE[iLGP%ENS Ss”»ZE‘ A7NsD PSSAI\DDLES SHALL BE AS PER CSA W47.1-92 USING GAS METAL 261 1 N4 3" x 1504 FLANGE PROTECTOR POLY -
" "ARC WELDING WITH ER480S—6 FILLER METAL ) 27 | 1 N4 |37 PIPE SCH XH x 5 9/16" LG SA-106-B | 5S¢
21. CONTAINMENT SHALL BE TESTED AS FOLLOWS: 28 | 1 N4 | 3" PIPE SCH XH x 31 1/16" LG SA—106-B | 274
—PRESSURIZE WITH AR TO 5 PSI 29 [ 1 N4 3" x 90° LR BW ELBOW SCH XH SA—234—WPB| 6§
—\TIFSSJAEGKCTN\SN%ETWJEHAWSE?_QPY SOLUTION 30 | 1 N4 DRAIN SPOOL BRACE (SEE DWG DRAIN PIPE SPOOL BRACE) A—36 ]
, 8o —DEPRESSURIZE AND REPAIR AND RETEST IF NEEDED st} 1 M1 1207 x 1504 RFSO FLG SA—105-N | 1654
5'—6 1/2” SADDLE OSM N 22. WEIGHT: 15,500 LBS 32 1 M1 20" x 150# BLIND FLG SA—105—-N | 285¢
60" N 33 | 1 M1 20° x 1504 RF FLEXITALLIC GASKET 304SS —
(@) 5 34 | 20 M1 1 1/8" DIA x 6° LG _STUD SA—193—-B7M| _—
ORIENTATION VIEW A_A Z. .c|, 35 [ 40 M1 1 .1/8" DIA NUT SA—194—2HM| -
— - 36 | 1 M1 20" PIPE SCH STD x 12 1/2" LG SA—106—B | 79F
) ul 37 | 1 M1 20" STANDARD DAVIT ARM (SEE 20 DAVIT DWG) - 37¢
{mr)y 3 38 | 1 T 1" x_3000# NPT FULL CPLG SA—105-N | 1#
910" 13'—0" &—0" y_pr 8 39 [ 1 T VACUUM GUAGE ASSEMBLY (ABOVE GROUND) - -
8" — mamm— — — a <—| 40 6 INSUL | 1 1/2" x 160" LG SHT RIGID URETH.CORR & STUCCO EMBOSS ALUN ONE SIDE (CURFS) — —
o 41| 6 INSUL | 1 1/2° x 8-0" LG SHT RIGID URETH., CORR & STUCCO EMBOSS ALUN ONE SIDE (CURFS) — —
. i 42 | 2 INSUL | 1 1/2 x 45 COV x 126 LG SHT RIGID URETH,, CORR & STUCCO EMBOSS ONE SIDE - -
' A
: | _J : L LL = 43 | 3 INSUL _[11/2 x 45 COV x 14~6" LG SHT RIGID URETH. CORR & STUCCO EMBOSS ALUM BOTH SIDES — —
T | |l| \ 44 [60 FT| INSUL | SEA "L” FLASHING - -
CL-NOZZ pr=---==mmmmmmmmmeeeee e S I 191 R 45 |8 FT| INSUL | SEA *Z° FLASHING = -
T B A [ R XIS P LONG SEAMI  \ 46 | 600 | INSUL | SCREWS — #B — 1/2" STAINLESS STEEL — —
1 1/2" RIGID T Y 1 \ 47 | 3 INSUL_| ALUMINUM_SILICONE CAULK - -
INSULATION : i ! N 48 | 8 | DECAL | 2" X 6" DECAL — -
11 \
| 171 : \
I 2 I | [
— = = = = of +— - —§ = - - = = -—H
| T |
> IJs = = ]
| 141 |
£ ! o9 g L
7] 171 | 1
e O ol © o I ]
I52) Fec=d & & & 1T E I 5
o EE===7 H O] ol © 1! O| 1 ._0"| J
< EES i | o o T N (W 11
N 1 | ol | 5 L 1 | 7
© i 5 25 i gl I/
1 o Zl 9 29[| [i oy
O— 1 1 y ?@r
G
¥ 1= ! @ I@
i i | Pressure Test Gage
1 ] .
I I
: T " , location (external
I I || -
BOSYnmmmemmmma e — ' shell
! 55 3 )
| MATCH SKID @
03'—0"
REV. \ — e == === BOX 6106
NO. DATE REVISION BY |APPD _E E_E = T Joissave CRESTAR ENERGY
1 |WELD NECK FLANGE | 2 | SLIPON FLANGE | 3 | COUPLING 4 | NOZZLE NECK 5 | NOZZLE NECK 6| INTERIOR SEAM 7| EXTERIOR SEAM 0 [10/18/00[ STANDARD DRAWING JMB | JLM H E E E E=E mwisraiLas 110 BBL ABOVE GROUND DOUBLE WALL KNOCKOUT TANK
: 1 _[11/25/00|AS BUILT DRAWING DSG | JIM | e o e m—— = wm= CANADA 72" 1D x 240" /S, 50 PSI DESIGN, 14.9 PSTMAWP (NON REGISTERED)
n 2 ——— 103-227-T199  [HATE; 10/18/00 SHEET: 1 OF 1
B (3 3 —— | - §88-227-4923 SCALE: N1.S JOB NO- SIZE
Welding & Manufacturing Ltd. FAX 227-779 [SRAwWN BY. DSG 5
S : T G e TBTTOCNETONG EVANTACTIRRCLTD =0 b [PURCIASE ORDER: 845 | D
25 promises and agrees that it shall not be used in any way detrimental to the interests of BILTON ~ |LOCATION: DRAWING NO.: REV.
VESSEL, 6 WELDING & MANUFACTURING LTD., that it shall be returned upon request, and that it shall
WALL not be reproduced, copied, lent, or otherwise disposed of, directly or indircetly, without the writien | P ART NO..: 8 43 —_ 1 1
7 consent of BILTON WELDING & MANUFACTURING LTD.
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HDBWRKE

CALIrBRATION

BURKE CALIBRATION LTD.

8013 110th St

Grande Prairie, Alberta T8W 6T2

Ph. (780) 897-5869
www.burkecalibration.com

CERTIFICATE OF CALIBRATION

Report No.: BCL2024L1-C15759

E230015700348
Nodel/Gauge Uncertainty:|+/- ASME 1A of span (1%)
Manufacturer Model Serial Number Calibration Date Expiration Date
GAUGETECH 15 psi 5 point E230015700348 2024-11-28 2025-11-28
As Received Condition: | In tolerance | As Left Condition: | In tolerance
AS RECEIVED TEST RESULTS 15 PSI
H 0,
Reference Reading Gauge Reading Allowable Tolerance | Difference il:fe.l d/ianc;f Condition
0.000 0 0.150 0.000 Pass
3.107 3 0.150 -0.107 -3.57% Pass
6.133 6 0.150 -0.133 -2.22% Pass
9.126 9 0.150 -0.126 -1.40% Pass
12.067 12 0.150 -0.067 -0.56% Pass
15.144 15 0.150 -0.144 -0.96% Pass
AS LEFT TEST RESULTS 15 PSI
H [
Reference Reading Gauge Reading Allowable Tolerance | Difference DRI(fefe; d/ior;gf Condition
0.000 0 0.150 0.000 Pass
3.107 3 0.150 -0.107 -3.57% Pass
6.133 6 0.150 -0.133 -2.22% Pass
9.126 9 0.150 -0.126 -1.40% Pass
12.067 12 0.150 -0.067 -0.56% Pass
15.144 15 0.150 -0.144 -0.96% Pass

Laboratory ambient conditions throughout this

calibration were:
Tempurature:
Humidity:
Pressure:

20to 24° C
30 to 35% RH
100 to 103 kPa

Calibration Performed by: B %-\,\ \-'?\_\
- )

Reference Standards used in this calibration are traceable to the National Institute of Standards and Technology of the United States,

through the following report numbers:

Manufacturer Model Serial Number Report Number Due Date Reference Uncertainty
0 () .
Crystal Engineering 33-36/5000PSI* 4530-246676 BCL2022-C14547| 2025-03-12 ;chir:f(g 3%02 (())fo}gg g/° +°{)T)?J)4:

All calibrations are performed in a controlled environment by qualified personnel using instrumentation and methods which guarantee that specifications claimed are
reliable. Calibrations conform to ANSI/NCSL Z540-1-1994, MIL-STD 45662A, 10CFR21 and 10CFR50




STRAIT

HEAT TREATMENT

PWHT Procedure
Heat Treatment Instruction Sheet
Heat Treatment Report & Charts
Equipment Calibration Records



STRAIT

Not Applicable Page

Page1of1

Department QcC Document No. QCFORM-0051
Label/Project No. Not Applicable Page Revision 1.00
Document Type Form Revision Date 2020-06-04

NOT APPLICABLE

THIS SECTION
INTENTIONALLY
LEFT EMPTY

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405

X4 info@strait.ca

@ strait.ca




STRAIT

MATERIAL CONTROL

Material Receiving Reports & Packing Slips
MTRs



Receiving & Inspection Report Page 1 of 2

STRAIT Department QcC Document No. QCFORM-0122

Label/Project No. Receiving & Inspection Report Revision 0.00
Document Type Form Revision Date 2020-12-16

SECTION 1.0 — General Information

Note: This form is applicable for all STRAIT Mechanical Ltd. Quality Programs

STRAIT Job No. | 22-02056W Customer | Fuelled Energy Marketing End User
Inc.
Materials Supplied STRAIT [ Customer [ End User Vendor | Paragon
Commodity PVF [ Steel [0 Goods Bill of Lading No.
Materials/Goods | [] STRAIT [ 3™ Party Transport 3" Party Transport
Delivered Via | [] collect Prepaid Provider
MTR’s Provided & Yes O No O N/A
Complete
All Code Material must be identified by appropriate colour code.
B31.1 O ASME Sec. 1 O
B31.3 O ASME Sec. IV O
B31.5 O ASME Sec. VIII-1
CSA 7662 O Non-Code Material O
CSAW47.1 O Other O

SECTION 2.0 — Materials

Qty Size Description & Spec. Rating Schedule Heat No. PO No. Packing Slip NO.
1 8" Flange, RFWN CL150 XH 2075 22-02056W- GPP0O0013816
000-002

SECTION 3.0 - Comments

SECTION 4.0 — Non-Conformance
Any noted non-conformances? (If yes, attach copy of non-conformance report) O Yes No

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.
. 866.340.2405 info@strait.ca @ strait.ca




Receiving & Inspection Report Page 2 of 2

STRAIT Department Qc Document No. QCFORM-0122

Label/Project No. Receiving & Inspection Report Revision 0.00
Document Type Form Revision Date 2020-12-16

SECTION 5.0 - Signatures

Received/Inspected By
Name Signature Date Time

KATHLYN MACHAN KW, ’/Vg WWM 2024-11-13

Reviewed/Released By
Name Signature Date Time

KATHLYN MACHAN KW’ ,/W WW/M 2024-11-13

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405 info@strait.ca @ strait.ca



DAILY CONTINUATION SHEET

” P A R AG 0 N DELIVERY TICKET
OILFIELD SUPPLY ORDER: GPP00013816
ORDER DATE: 11/8/2024 8:54 AM
Company: Paragon Oilfield Supply L.P.
User: Patrick Thompson PICKED BY CHECKED BY
SOLD TO: Strait Pipeline & Integrity Ltd. SHIP TO: Strait Pipeline & Integrity Ltd. CONTRACTOR JOB #
INSPECTOR: 12009S4SE IT QyequeiSw 22-02056W
ORDERED BY: Cam Neal Calgary AB T2P 4G8 CUSTOMER P.O. NO. LOCATION PREPARED BY
PHONE: SHIP TERMS: P0O22-02056W-000-002 pthompson
EMAIL: cneal@strait.ca CUSTOMER AFE NO. DATE STAGING AREA
11/8/2024 8:54 AM

707?/

@ EA 8" 150# RFWN XH A350-LF2

2"

SIGN

PRINT

DATE - DD/MM/YY

Page: 1 of 1



s -f: ri-.rmi W u i




Receiving & Inspection Report Page 1 of 2

STRAIT Department QcC Document No. QCFORM-0122

Label/Project No. Receiving & Inspection Report Revision 0.00
Document Type Form Revision Date 2020-12-16

SECTION 1.0 — General Information

Note: This form is applicable for all STRAIT Mechanical Ltd. Quality Programs

STRAIT Job No. | 22-02056W Customer | Fuelled Energy Marketing End User
Inc.
Materials Supplied STRAIT [ Customer [ End User Vendor | STRAIT
Commodity PVF [ Steel [0 Goods Bill of Lading No.
Materials/Goods STRAIT [ 3" Party Transport 3" Party Transport
Delivered Via | [ collect O Prepaid Provider
MTR’s Provided & Yes O No O N/A
Complete
All Code Material must be identified by appropriate colour code.
B31.1 O ASME Sec. 1 O
B31.3 O ASME Sec. IV O
B31.5 O ASME Sec. VIII-1
CSA 7662 O Non-Code Material O
CSAW47.1 O Other O

SECTION 2.0 — Materials

Qty Size Description & Spec. Rating Schedule Heat No. PO No. Packing Slip NO.
2.88 8" Pipe, SMLS N/A S80 200142 11-01823 22-02056W

SECTION 3.0 - Comments

SECTION 4.0 — Non-Conformance
Any noted non-conformances? (If yes, attach copy of non-conformance report) O Yes No

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.
. 866.340.2405 info@strait.ca @ strait.ca




Receiving & Inspection Report Page 2 of 2

STRAIT Department Qc Document No. QCFORM-0122

Label/Project No. Receiving & Inspection Report Revision 0.00
Document Type Form Revision Date 2020-12-16

SECTION 5.0 - Signatures

Received/Inspected By
Name Signature Date Time

KATHLYN MACHAN /{W /V WWM 2024-11-21
v

Reviewed/Released By
Name Signature Date Time

KATHLYN MACHAN KW' _/W W&WM 2024-11-21

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.

. 866.340.2405 info@strait.ca @ strait.ca
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Receiving & Inspection Report Page 1 of 2

STRAIT Department QcC Document No. QCFORM-0122

Label/Project No. Receiving & Inspection Report Revision 0.00
Document Type Form Revision Date 2020-12-16

SECTION 1.0 — General Information

Note: This form is applicable for all STRAIT Mechanical Ltd. Quality Programs

STRAIT Job No. | 22-02056W Customer | Fuelled Energy Marketing End User
Inc.
Materials Supplied STRAIT [ Customer [ End User Vendor | STRAIT
Commodity | [J PVF Steel [0 Goods Bill of Lading No.
Materials/Goods STRAIT [ 3" Party Transport 3" Party Transport
Delivered Via | [ collect O Prepaid Provider
MTR’s Provided & Yes O No O N/A
Complete
All Code Material must be identified by appropriate colour code.
B31.1 O ASME Sec. 1 O
B31.3 O ASME Sec. IV O
B31.5 O ASME Sec. VIII-1
CSA 7662 O Non-Code Material O
CSAW47.1 O Other O

SECTION 2.0 — Materials

Qty Size Description & Spec. Rating Schedule Heat No. PO No. Packing Slip NO.
1 1/4" HOT ROLL PLATE N/A N/A 220947 22-01948 22-02056W PLATE
TRANSFER

SECTION 3.0 - Comments

SECTION 4.0 — Non-Conformance
Any noted non-conformances? (If yes, attach copy of non-conformance report) O Yes No

Printed copy is uncontrolled. Refer to STRAIT’s SharePoint for most recent version.
. 866.340.2405 info@strait.ca @ strait.ca




Receiving & Inspection Report Page 2 of 2

STRAIT Department Qc Document No. QCFORM-0122

Label/Project No. Receiving & Inspection Report Revision 0.00
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NORMA (INDIA) LIMITED

48, Site IV industrial Area, Sahibabad, Ghaziabad-201010 (U.P) INDIA.
Tel: 91-120-2896091, 2895404 Fax: 91-120-2895930 E-mail:normaindia@gmail.com

'NORMA/LAB NO- 2463/2023-24

P, Order. No:  20122ANI

Item Code QlWRXS-NI

T¢ Customer : -l "YELLOW

INVOICENO.E5112 |

Works Test Certlficate- N

(ASPER EN 10204:3.1)
Doc. No: QF/LB/07
DATE: 26.05.2023

FITTING LIMITED

WSTONE PIPE FLANGE & Forgmg specification | ASTM 350 LF2-2018

|ASME 350 LF2-2021

Component _ 87150 WNRF XH;S80 LF2 FLG. ; EDMONTON N - |
Drawing No. | A M- B N __CA_N_AE__'“ _} Steel Supplier EP.G.I. Pvt. Ltd. ]
‘Machining  ANSIB16.5- 2020 Quantlty -1 08 Nos. 1 - _ '
| STD | ASMEBI6.5-2020 B B B Mill Heat No.  [K3/02 1
TEST RESULTS | NORMA HEAT NO- 2075 5
CHEMICAL COMPOSITION | MECHANICAL PROPERTIES, o ‘
' Elements % ~ Specified . Actual PROPERTIES |SPECIF1ED [OBTAINED | |
_i | Compos1t10n | NORMA LAB| MILL T.C. . | Serrated face as per MSS-SP-6 With in limits |
— : . L |6f125-250AARH |
Carbon . 0.30max. 0206 021 Yield Strength | 250.00 367.38
Manganese | 0.60-135 | 121 | 120 |  (mpa) min. iSupply Condition: Fully Finished. |
"Silicon 015030 | 0281 .| 027 |Tensile Strength| 485655 57329 |Heat-Treatment: Normalized at temp, 920°C |
| | _ (mpa) ! 'for 3.20hrs & Air Cooled. |
|Sulphur 0.040max. 0.004 | 0.006 '%Elongatmn in | 2200
"Phosphorous 0.035max. 0017 | 0023 | S0mm/4D | min S4:30 ICARBON EQUIVALENT (CE) [
"Chromium 0.30max. 0070 | 0050 |%Reductionof| 30.00 6530 |&~C*Mn+CriMosV+NitCy |
= Ar " , 6 5 15
| = } —— Lo faea 1 min !
. 1 ! 1|
(MNickel  , O4Omax. | 0008 | 0020 Half];‘ess DT T MARKING AS PER MSS-SP-25-2008 |
. Copper . 040max. | 0.013  0.020 : ; : 87150 XH A350 LF2 CL1 2075 B16.5 NORMA |
| Molybdenum | 0.12max. | 0.008 | 0020 | ImpactValue 20(J)min at| 403842 |INDIA.01/2023 -46°C !
— | _ L | (-46°C)  =40.00 Avg I
| Vi di 0.080 i T 0.002 1;_ 0.006 Remarks As per ASTM A105: Table I(Note D For |Checked by: i
e ; = : ' 'each reduction of 0.01% below the specified carbon ARy M = ’\U 5
;Colnmbmm : 0.020max 0.002 - :maxlmum((] 35%).2n increase of 0.06% manganese Kuld S'" h ,
|Aluminum " 0.020min. | 0.031 0.028  [shovs ™o Speciied oawimum (105wl be permitted i gg% |
ECarbon | 0.470max. 0.425 0428 | SECT ‘ﬁ i
Equivalent (CE) | ‘ | IREMER

Declaratlun We here by certify that the material described here in has been tested in accordance with the applicable spec1f cations refcrred
[abovc and meets the requirements as per EN10204/3.1, NACEMRO0175-15, NACE MR0103-15 & ISO15156-2. All Material Supplied is!
[Cem fied to be free of Mercury Contamination and no Mercury bearing equipment was used during Manufacturing. No Weld Repair Performed. |
{Raw material used is fully killed and fine grain practice. Country of Origin/Melt: INDIA.

pelogo

i L e ————

Ramesh Kumar

nitial &

| ¥olhimQuality Control Manager
: \

RARU-1\-12
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ws " Vallouree Solugdes Tubularzs & Brasil S.A . RINA . Inspection Certificate
% va ourec Distruo Industrial, s/n - Jeceaba - MG - ZIP: 33498-300 - Drasil il AT EOAS 4ves (According to DIN IN 102043 1
R 133 1N 40 ST01 - owsas 0T v © e 203,340}
- otz N%: 0030060809 / 00 Sheet:] £ §
Customer: VAL QUREC CANADA [NC
Destination Countre: Canada Material Narober: 706947
Work Ovder: 639789 !/ 60
Material Supply Autorization: § 759 377933 Customer Order: 5672- ¥ 759 377935

Inspection Company: Vallouree $clugdes Tubulares do Brasil S.A

DESCRIPTION OF BRODUCTS: SEAMLESS STEEL PIPE. HOT FINISHED. QUENCHED+ TEVPERED,BEVELED ENDS 50 DEG.,(Bevel Angle Min:30.0 deg,Bavel Angle Max:35.0 deg).(Root Face Min - Bevel:0,80
mire, Roat Faze Max -'Bc_sz:Z,m mm)

SIZE (0.D. X W.T.): 219,10 mm X 12,70 mm GRADE: GRADE 35 £ 6 4 B £ B

STANDARD: CSA-Z245.1-1 - CATEGURY II

IN ACCORDADNCE ALSQO TO THE STANDARDS: ASIM A 333M - 18 # AYTM A 999M - 18 # ASME SA 333M, EDIVIWIN 2021 & ASME SA 999M, EDITION 2021 # ASIM Al06M - 19+ A & ASIM A 530M
18 & ASIM A 33M - 20

CUSTOMER SPECIFICATION: MRC GrB,6.359 Ca:fiSS. R4, 20.05.2022 - Rev. 04:

SURFACE PROTECTION: EXTERNAL: UV.VARNISH TSTERNAL: BARE PIPE ENDS PROTECTOR: FOLYETHYLENE CAP WITH HOLE

TOLERANCES: OUTSIDE DIAMETER (PIPE. BODY}: 0,80 mm / - 1,60 mm WALL TIICKNESS: -1,59 mm / +1.90 mm

TOLERANCES(PIPE ENDS): OUTSIDE DW@TER: -0.46 mm / + 1,60 nm ‘
LENGCTH: RANDOM 5485,00 mm - §706,00 mom X
STANDARD MARKING: PALNT SEENCILED: MANUFACIURER CSA-£2451-18 219,00 X 12,70 359 CATl U M45C 88 § HQ LENGIH HEAL NUMBER ASTM/ASME A/SA-333M 6 HE SCH 080 L} 45C WEIGHT
ASTMIASME AfSa-106M B 20,7 Mﬁ.:\mDF ASTM A 53M VSB 1.OGO NPS 8 X SCH XH G39789/60

SHIPPING MARKING: MRC P.§ S § 739 377935 - VANCOUVER/CANADA - MADE IN BRAZIL

Heat Hecat Treatment Lot Picces Lengths(m) Weight (ke)
200142 B 23 147,24 9594 ‘
C 96 619,47 40080
Total 119 766,71 49674 |

THE PRODUCT 1S SATISFACIURY IN THE FOLLOWING TESTS / INSPECTIONS: DIMENSIONAL # VISUAL # FLATIENING TEST # HYJROBIALIC LEYL: 20,7 MPA 5 5 # MAXIMUM RESIDUAL |
MAGNETISM - 3¢ GALSS & U'LTRASONIC TEST - iSO10893-10-LON'TRA/OU-IN U¥C = ULTRASONIC TEST FOR .,A}lu\p"e?.:&)é&(’?b‘ ACC.. CSA Z245 1-SOUR SERVICE 3 |

K Sc2aU-\1-Q\

o 00D



”\1’% vallourec

Chemical Compositien (%)

Ceq: CSA-Z245.1-CE11l

C Mn
Ladle Analysis Min 0,29
Max 0,250 1,20
Product Analysis ‘ Min 0,29
S Max 0250 1.20

Heat IPPN
200142 Ladle 0123 1,16
Check 1 106023 0,128 1,17
Check 1 206011 0,135 1,17
Check 2 305023 Q123 1,15
Check 2 206011 0,123 1,16

Ceq: Carban Equivaknt: Ceq: Carban Equivalent; CE: Combined Elemesnts:

Teasile Test

4

0,023

0,025

0,010
0,010
0,009
0:009
0,009

0,0250

0,0250

0.0030
0.0028
€.0029
0.0026
0.0024

S. Direction: Longitudinal
Gauge Length: L0= SOMM

Heat Heat
Treatment
Lot

200142

B
B
B
B
C

3

noNonN

C

F¥EVield sireneth: TS-Trusile Sreeneth: B lonuntian:

1PPN

103021
106023
305023
406013
102011
104013
306011
306023
412011
403011

Tempersture: Room Temperature

Method:Elong. Total Under Load 0,50 %

YS TS

(MPA) (MPA)
Required: ¥in 359 435
Max 3530 623

Positivn

Tap{leading) 573
Bortou(uailing) 576
Top(ieading) 386
Houontraiting) 3RG
Top(ieading) 339
Top(leading) 590
Noten(railing} 360
Rotton(uailing) 578
Ronon(trailing) 382
Top(lcading) 378

f ﬂ“t 3

it

RINA

STV £0MD TN
Y AOE e M Dkl o0t
Coased Horajaram Nies

Process: Electric Arc Furnace (EAF). bests folly killed
Ceq: C+ Mn/6+ (Crt Mo+ VIS + (Ni- Cayls

Si
0,10
0.50
.10
0,50

0,52
0.30
.20
039
6,30

E
%)
30

Inspection Certificate
{According to DIN EN 10204.3 1)

{°.: 0030060809 / 00 Sheet:2 /5

DI: CEL: Cr+ Cu+ Mo+ Ni+ V
Ni Cr Ao Al Cn A4 Nb B Ti N Ca Ceq Ceq CE1
0.40 0.30 0,120 0,40 0,080 0,020 00010 Q.LI0 0,40 0,40 1,00
0,40 030 0O 125 040 0.080 0.020 0,0010 0,110 0,40
008 002 0032 0611 0,08 0,058 0016 00002 0,000 00052 00010 038 0351 028
0.0% 008 0O 0,0%2 009 o040 5,017 00060 0000 0,00£% DOOIE 036 0,32 0,29
GO0 0.0 0032 0032 00 0080 0016 00060 0,000 0058 DODIZ 037 033 0,29
0,03 .08 0,032 0033 009 0,039 0.0l 00000 0,000 0,00¢4 L0018 035 0.31 0,29
G, 05 4,08 0,032 0.050 01 00002 0000 0047 00013 036 0,31 6,29
Type of Specimen STRIP 38,1 MM WIDTH

‘Wall Thickness: 32,70 wmro




‘i@ vailourec @ RINA Inspection Certificate

v‘i"l LTS . (According w DIN EN 10204 5.1)
D cmianetsmam ~: 0030060809 / 00 Sheel:3 /5

Harduess Test Through Wall

Scale: HV10
Individual Average
Required: Min
Max 246.0 246,0
OW1 OW?2 ow3 oW+, .0 1Avg MW1 Mw2 MW3 Mw4 Avg bAL ™2 w3 1w Avg Avp
Heat  He  IPPN Vosition o
Treatment
Lot
200142 B 105021 Top(leadicg) Qi 173.0 175.0 1750 178,0 1750 L1788 ™0 179,0 1350 1790 191.0 1870 187,90 190,90 1510
B 106023 Batton(trailing) Ql 89,0 189.0 1904 185.0 182.0 184.0 187.0 183,0 180 1859 1870 14,0 189.0 185,06 1570
5 406013  Bomton(trading) Q) 1300 90,0 189.0 135.0 188.0 195,0 1970 195,0 153.0 196.0 00,0 206.9 m.0 204,0 150.0
¢ 306023 Rouon(tailing) QT 10,0 IA0,0 186,030 1,0 1820 1870 ISRO 1904 KR4 1900 I8RO0 1870 1880 1860
O% . Oater Wall: MV - .'_':l_iddlr Wall: 1W - Inner Walk:
Tmpact Test
Test Spedmen: CHARPY 10)(55)_611? ‘TV ﬁ'OTCH Direction: Lougitudmal Truperatuce:: Isc

Striker radius: § mm
AE1 AE2 AE3  AE avg  SAS SA2 SA3  SA Ave  LEI LE2 LE3 LE Avg
mm @ @ e e A (R M (R 69 OO

Reyuired: Min 27 27 27 77 83 . 85 8S 85
Max
Heat Heat 1IPPN Position
Treatment
Lot
200142 B 106023  Botton(uaifing) 401 399 396 399 (0] IR 100 L 2 66 )
C 40401! Botton(uailing) 4zl 422 422 4 100 100 00 69 73 9

AE . Absorbed Eaperwv: 5A - Shear Aresy LE - Lateral Exownsion:




[T
ELTRr IR O
Condehon men it

W? vallourec f’ﬁ‘ RINA

Inspection Certificate
{According to DIN TN 10204 3.1}
N<: 0030060809 ;/ 00

Sheend 3

Impact Test

Test Specimen: CHARPY 10XSSX10 V NOTCH Direction: Transy

Temperature: -45C

Striker radivs: § mm

AE] AF? AE3 AE Ave SA1 Saz 5a3 YA Avg LE{
[0)) [6)} o o () (e} O] {%) (Mils)
Reqaired; Min 27 27 27 27 g5 s 45 83
Max :
Heat Heat PPN Position
Treatment
Lot
200142 B 1060273 Bonan{trailng) 323 ERA] d2a 353 i€ e 100 Lug
C 4535017 Somton{radmg) 350 20 6% 36= ; 100 106 100

AE - Absnched Fauersy: 5S4 - Shear Arear LE - Lateral Exnansine:

LE2 LE3
Mils)  (ils)
7 s
§4 S

Remarks:
MATFERIAL IN ACCORDANCE WITH NACE MROITE ¢
CSTEFT FUTLY KILIEDS anD FINE GRAIN PRACTICR”

"FREE OF MERCURY CONTAMINAIION NU WELD REPAIR. NO RADIOACTIVE
CONTAMINATION.”

AUSTENITIZALION

TEMPLEKSATURE 920 +

COOLING METHOD: Wa

TEMPERING

TENMPERATURE 630 =
FURNACE SGEMINT
COOLING METHOD, Au

B

ISO 15156 7 ANNEY & 212 & NACE MROI03 / 1SO 79351 513 1, LATEST EDITION -




“3 valiourec

We hereby coctify that this product bos been manufactuecd and examined in mrecordance

15T Y001 1SS tare
e 13 14001 5 O A - OMSAL omt 4
S

. TG MEnOgen o Stae

QUALITY CONTROL DEPARTMENT

Inspection Certificate

(According to DIN EN 10204.3.1)
No: 0030060809 / 00

Sheelrd 5

with all requirements of the standards aud specifications and all the results are found
to be satisfactory. This restrnonial and cerrificuate respectively is recorded by a1
computer svstem and is valid withour sigeature. Alteratien or use for others products

are regarded as talsification vf documents and will be subject tv criminal jarisdiction,

FAX: (55-31) 2141 5365

e-mall:carios horz@vstubos.com

| -
/ N
. ! J'Y/_.;‘-—"—""‘J —f—

- 7

' e
gz mﬂu

“~TECHMICAL RESPONSIELE

DATE
D1.41,2023




-h;'k_rt':a;l\)lmal Dolaszgné;r
P.O. Box 2460
Hamilton, Ontario CANADA
L8N 3J5

— References
Purchase Order / Bon de Commande
51061870 06 '

Bill of Lading / Connafssement
417774

Customer/Client
243000
Packing Slip/Bardereau de Charge

OO

Page 1 of 1
# E Attention:
ArcelorMittal ; Fax:
Test Report | Date: 04/09/2024
e Dassal___ e e ————
Sales Order/Bon de Commande Vendor/Vendeur

PCS 414783018
Vehicle or Carrler/Vehlcule ou Transporteur

~Sold To / Vendu A —
RUSSEL METALS INC.

P.0. BOX 39

WINNIPEG, MB.

R3C 263

11~ Ship To / Expedier A =5
RUSSEL METALS INC. T

A

WINNIPEG, MB.
R3H 0KS 510039750

— Spec / Norm et Spec— ~

DOF G40.21 44W/50W FOR CONV TO PLATE (01/11)
STD ASTM THICKNESS TOLERANCE

TEST REPORTS REQUIRED

Code: QID 49549, 26484

~ Material Description / Deseription du Material ————————————
PLATE-IN-COIL FOR CONVERSION
STRUCTURAL STEEL
COILS
MItL EDGE PLAIN DRY
.2360 MIN .2480 X 60 X COIL
WEIGHT: 55730 LBS

~ Test Methods / Methads d'Essal ————— sty
ASTM A370, E1019, €415

r~ Heat / Coulee: 220947 i

(& Mn P S Si Cu
.05 .67 01 .006 01 03
B 0
0000

Ni
.01

Cr Sn Mo Als Alt Ch v Ti Ca N
0S .001 .005 036 .038 035 .002 001 .0000 .0044

Test Units:  KS|

Serial Number Lift # Dir Yield Strength
Nombre De Serle Fardeau Resistance a la
D'elasticite

W78490/00 3766392 T 65

~ Mechanical Properties / Proprietes Mecanlques - ———————————- =

CE: A7 lo

Gauge Length: 2 INCH

Ultimate Strength  %Elong
Resistance a la Aliong
Traction

74 28 (*)

{*) - Method of elongation calculation:

at fracture. / Methode de calcul de I'allongement: au point de fracture.

Mechanical testing results are provided for information only. Coils are excluded from qualification to the applicable plate grade.

Melted In: CANADA

Ct:;ﬁntry Of Origin: CANADA Harmonlzation Cade: 7208370060
Tap Year: 2024 ) )
AORA Kaecm,kn\
K Q0D4- 11- 3D

As Shipped From ArcetorMittal Dofasco G.P. Gl

The Results Relate Only To The Items Tested.
This Report Shall Not Be Reproduced Except In Full Without The Expressed
Written Approval of the CMTL Supervisor.

Lesley Taggart - CMTL Supervisor - 905-548-7200 x 3477

This Contract Is Subject To The Terms And Conditions Of Sale Shown On The Order Acknowledgement.
Ce Contrat est Sujet aux Termes et Conditians de Vente Indiques Sur I'Accuse de Reception de Commande,
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FIELD INSPECTION REPORT

REPORT # 22-50393-20241212-1, SUBMITTED
22-50393, GRANDE PRAIRIE, ALBERTA, CANADA

Started: 12/12/2024, 6:48 AM MST - Location: 55.1172,-118.7929 Submitted: 12/12/2024, 7:03 AM MST - Location: 55.1172,-118.7929 Approved: N/A

GENERAL

Report Date: 12/10/2024, MST Description of Items and/or Areas of Work: Newly welded
nozzle, inlet nozzle and minor patch repairs

PRE-WORK SURFACE CONDITIONS

Substrate: Steel Primed for Subsequent Coats: No

General Description: Previously coated, abrasive blast Previously Painted-Degree of Corrosion: N/A
nozzles and patches

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 1 of 14



Photo Description: Inlet nozzle

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 2 of 14



Photo Description: Man way access

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 3 of 14



Photo Description: Mechanical damage at manway

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 4 of 14



Photo Description: Blisters inside inlet nozzle

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 5 of 14



Photo Description: Top of inlet

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 6 of 14



Photo Description: Mechanical damage

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 7 of 14



Photo Description: Mechanical damage

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 8 of 14



CONTRACT REQUIREMENTS / APPLICABLE STANDARDS SPECIFIED

Job Specifications Only: N/A SSPC: Yes: SSPC-SP 5 White Metal Blast Cleaning
Specified Surface Profile: 2.50 - 4.00 Microns NACE: N/A
Average Surface Profile: 0.00 Microns ASTM: N/A
Profile Accomplished By: Testex Tape ISO: N/A
Specified Coating Thickness Range Required: AWWA: N/A
Other: N/A

Thickness: 16.00 - 30.00 Microns, N/A

OBSERVED DEFECTS

Oil and Grease: No Weld Spatter: No Contamination Tested: No S04 (Sulfate): N/A
Moisture: No Sharp Edges: No CL: N/A CSN: N/A

Nitrates: N/A

SURFACE PREPARATION

Start Date/Time: 11/27/2024, Abrasive Blast: Yes Nozzle Size: 5 Low Pressure Wash: No
8:30 AM MST
Abrasive Used: Black magic Compressed Air Degree Cleanliness: N/A
Stop Date/Time: 11/27/2024, 30/60 Cleanliness: N/A
12:00 PM MST HP Water Wash: No
Blast Hose Size: 1.75 Hand Tool: Yes
Area Prepared: N/A Substrate Exposed: N/A
Air Supply: 375 Hand Tool Types: Sand
DFT gage calibrated on: Paper 80 Grit Lighting Conditions Surface
Shim Blast Nozzle Pressure: 110 Prep within 10-20 Ft.
PSI Power Tool: No Candles: N/A
Solvent Clean: Yes
Multiple Compressors Used: Power Tool Types: N/A BMR: N/A
Solvent Used: Mel N/A

# of Candles: N/A

Blasters: Blanny Aranton

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 9 of 14



herein is

ial and cannot be reproduced or distributed without prior written consent. © 2024

Photo Description: Solvent wipe

Page 10 of 14



PRODUCT / MIXING

PRODUCT / MIXING 1

Coating Product Type: Epoxy Batch # Part D: N/A

Manufacturer: International

Catalog No. / Name:
Enviroline 2405

Color: Green
Batch # Part A: 4024135009
Batch # Part B: 4024026018

Batch # Part C: N/A

Material Temperature: 22 °C

Date / Time Mixed:
11/27/2024, 1:00 PM MST

Kit Size: 4.5 gallons
Caulk Applied (tubes): N/A
Type of Thinner Added: N/A

Thinner Batch #: N/A

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024

Percentage Thinner Added:
N/A

Mixing Method: Low Speed
Power Agitated

Sweat-In Time: No

Duration of Sweat-In Time:
N/A

Pot Life: 3 hours at 20c

Start Application:
11/27/2024, 1:10 PM MST

Stop Application:
11/27/2024, 4:00 PM MST

®  Photo Description: Spot blast on manway hatch

Application Equipment
Used: Brush and Roll

Quantity Mixed / Applied: 2.5
Gallons

Spray Tip Size: N/A

Approximate Coverage by
Coating Applied: N/A

Lighting Conditions During
Application 20-50 Ft.
Candles: N/A

Number of Ft. Candles: N/A

Page 11 of 14



herein is

and cannot be reproduced or distributed without prior written consent. © 2024

Photo Description: Base part A

Page 12 of 14



Photo Description: Activator Part B

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 13 of 14



WET / DRY FILM THICKNESS

MIX 1

Coating: Enviroline 2405 Application Date:
11/27/2024, MST
Location: N/A

Application Time: 1:10 PM

MST

Approximate Area: N/A

Specified (Mils): 16.00 -
30.00

Description: Newly welded
nozzle and patches

Range Achieved (Mils):

16.50 - 29.80
Area Spot Reading 1 Spot Reading 2 Spot Reading 3
Area 1 22.40 20.10 26.40
28.60 22.70 29.80
21.90 20.20 18.30
16.50 23.80 26.70
20.50 21.70 22.00
Total
Total

Applicators: Blanny Aranton

INSPECTOR REMARKS AND SIGNATURES

(haw £5

Name: Andrew Coates
Type: Supervisor

Date: 12/12/2024, 7:03 AM
MST

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024

Total

68.9
81.1
60.4
67
64.2

341.6

341.6

Average

22.97
27.03
20.13
22.33
21.4

22.77

22.77

Page 14 of 14
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STONE TUCKER
INSTRUMENTS

Certificate Number:
Equipment:
Serial Number:

Unit condition found:
Testing Environment:

Test Method:

Standards Used For
Calibration:;

51 Scott Street West
St. Catharines ON, L2R 1E2
PH: (205) 688-5800

EJB2023-1220-009

PosiTector 6000 FRS
361283
in tolerance

Temperaty

This Coating Thickness Gauge we
MP 2530 Rev. F, using a set of F
uncertainty of measurement + O

CERTIFICATE OF CALIBRATION

Date of Certification: 20-Dec-23
Probe
Unit As Left: in tolerance
re: 23°+5° Humidity: up to 95%

s tested according to Manufacturer's specifications following procedure

errous Certified Calibration Standards traceable to NIST or PTB, having an

25 um with 95% confidence level.

Description Serial # Cal Date Due Date
DeFelsko S1 Ferrous Coating Thigkness Standards 1004896 2-Sep-~21 2-Sep-26
Reference Gauge
Nominal Plate Identity Standard Min. Reading Measurement | Max. Reading
Thickness Number (mils) Allowed (mils) Allowed
3 mils 36929 3.095 2.96 32 3.23
10 mils 36922 9.512 9.32 9.5 9.71
60 mils 36933 59.191 58.50 59.4 59.88

This document certifies that using the specified test method, the instrument met Manufacturer's

Specifications of:

> ils:

+ (0.05 mils + 1% of reading)
+ (0.1 mils + 1% of reading)

Calibration Interval is dependant upon usage, handling, and storage, as well as site Quality Standards.

Unit Tested by: David J Daigle

Web:

Em ;I; info@stone-tucker.com

o

967 Boulder Boulevard
Stony Plain, AB, T7Z OE7

ite: www.stone-tucker.com PH: (587) 758-8367 ‘
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INST : J ﬁ!&
Certificate Number:
Equipment:
Serial Number:
Unit condition found:
Testing Environment:

Test Method:

Standards Used For
Calibration:

As Found:
As Left:

As found:

As left:

As found:

As left:

51 Scott Street West
St. Catharines ON, L2R 1E2
PH: (905) 688-5800

CERTIFICATE OF CALIBRATION

EEB2023-1220-006 Date of Certification: 20-Dec-23
posiTector DPM Probe

369069

out of tolerance Unit As Left: in tolerance

Temperature:  23°+5° Humidity:  upto95%
This PosiTector Dew Point Meter Probe was calibrated to manufacturer's specifications using the
standards noted below. All test equipment was calibrated by an accredited laboratory and traceable to

NIST.

Description Serial # Cal Date Due Date
Kaymont KPPRHT-A-1/S Indicator KCl 1-1077 8-Jan-20 n/a
Kaymont KPPRHT-A-1PCC Relative Humidity Probe KCl P-20558313 11-Jan-23 11-Jan-24
Practi-Cal Industrial Temperature Calibrator PRI-1004 22-Mar-21 N/A
FLUKE 80PK-22 probe K24638 9-Nov-23 9-Nov-24
EDL Pocket-Probe Digital Pyrometer PD4679 9-Nov-23 9-Nov-24
EDL STS-Cool-1-DRL Surface Sensor Calibrator STS1062 21-May-21 N/A
EDL Pocket-Probe Digital Pyrometer PD4369 24-May-23 24-May-24
Air Temperature
Equip Set Point Control Value Gauge Reading
(°C) (°C) Min (°C) (°C) Max (°C) Pass/Fail
23 23.19 22.69 23.5 23.69 Pass
23 23.26 22.76 237 23.76 Pass
Relative Humidity @ 23 degrees C
Control Value Gauge Reading
Set Point (%) (%) Min (%) (%) Max (%) Pass/Fail
35 35.20 32.20 42.4 38.20 Fail
65 64.99 61.99 66.5 67.99 Pass
35 34.94 31.94 36.1 37.94 Pass
65 64.93 61.93 62.6 67.93 Pass
Surface Temperature
Equip Set Point Control Value Gauge Reading
(°C) (°C) Min (°C) (°C) Max (°C) Pass/Fail
40 40.10 39.60 40.0 40.60 Pass
100 100.00 98.50 99.5 101.50 Pass
40 40.10 39.60 40.0 40.60 Pass
100 100.00 98.50 99.5 101.50 Pass
This document certifies that using the specified test method, the instrument met Manufacturer's
Specifications of?
Temperature: Surface or Air +/- 0.5 degrees C -40 to 80 Degree C
Surface Temperature +/- 1.5 degrees C 80 to 190 Degrees C
Relative Humidity +/- 3% @ 23 degrees C

Calibration Interval is dependant upon usage, handling, and storage, as well as site Quality Standards.

Unit Tested by: Robert Sandford ‘ ?é 2

967 Boulder Boulevard
Email: info@stone-tucker.com Stony Plain, AB, T7Z OE7
Website: www.stone-tucker.com PH: (587) 758-8367
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STONE TUCKER
INSTRUMENTS

CERTIFICATE OF CALIBRATION

Certificate Number: EJB2023-1220-022 Date of Certification: 20-Dec-23
Equipment: Tinker & Rasor M1 holiday detector
Serial Number: 24926
Unit condition found: In tolerance Unit As Left: In tolerance
Testing Environment: Temperature: 23°+5° Humidity: up to 95%

This Tinker & Rasor M1 Low Voltage Holiday Detector was tested according to Stone
Test Method: Tucker Instruments procedure DOC # 015 in accordance with the manufacturer's
specifications using the standards noted below, traceable to NIST.

Sandance L.Jsed .For Description Serial # Cal Date Due Date
Calibration:
Fluke 87V Multimeter 62630269 8-Sep-23 8-Sep-24
Minimum Maximum

Reference Voltage Unit Under Test Voltage Alarm Test
Voltage (V) Permitted Permitted Pass / Fail

As found: 67.5 60.75 68.2 74.25 PASS

As left: 67.5 60.75 68.2 74.25 PASS

This document certifies that using the specified test method, the instrument met
Manufacturer's Specifications of + 10% of the specific voltage.

Calibration Interval is dependant upon usage, handling, and storage, as well as site Quality

Standards.

Unit Tested by: David J Daigle

51 Scott Street West
St. Catharines ON, L2R 1E2
PH: (905) 688-5800

967 Boulder Boulevard
Stony Plain, AB, T7Z OE7
PH: (587) 758-8367

Email: info@stone-tucker.com
Website: www.stone-tucker.com
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STONE TUCKER
INSTRUMENTS

Certificate Number:
Equipment:

Serial Number:

Unit condition found:

Testing Environment:

Test Method:

Standards Used For
Calibration:

CERTIFICATE OF CALIBRATION

EJB2023-1220-019
Mitutoyo Testex Dial Thickness Gauge

PNT649

in tolerance

Temperature:

Date of Certification:
Unit As Left: in tolerance
23°+5° Humidity:

20-Dec-23

up to 95%

The Mitutoyo Testex Dial Thickness Gauge was tested using a set of Thickness Standards
certified against NIST traceable standards, with a margin of error of + 0.0002"

Description Serial # Cal Date Due Date
Starrett .002" Thickness Gauge 22329584 6-Oct-23 6-Oct-24
Starrett .004" Thickness Gauge 22184729 6-Oct-23 6-Oct-24
Starrett .0067" Thickness Gauge 22174581 6-Oct-23 6-Oct-24
Aux Zero Value as found: 0 Aux Zero Value as left: 0
As Found As Left
Reference Micrometer As Found Micrometer As Left
Standard (jn) Reading Pass / Fail Reading Pass / Fail
0.002 0.0020 Pass 0.0020 Pass
0.004 0.0040 Pass 0.0040 Pass
0.006 0.0060 Pass 0.0060 Pass

51 Scott Street West
St. Catharines ON, L2R 1E2
PH: (905) 688-5800

This document certifies that using the specified test method, the instrument met

Manufacturer's Specifications of:
0.0002" for the range specified

Calibration Interval is dependant upon usage, handling, and storage, as well as site Quality

Standards.

Unit Tested br:

David J Daigle

Email: info@stone-tucker.com

Website: www.stone-tucker.com

25

967 Boulder Boulevard
Stony Plain, AB, T7Z OE7
PH: (587) 758-8367




Enviroline, 2405

Hybrid Epoxy

PRODUCT
DESCRIPTION

INTENDED USES

PRACTICAL
INFORMATION FOR
ENVIROLINE 2405

REGULATORY DATA

%International.

An ultra high solids, two component polycyclamine cured lining system utilising advanced epoxy
technology, designed for single-leg application.

Intended to provide high corrosion protection, with a rapid cure in a single coat scheme, for the
internals of steel storage tanks, pipes and vessels for service in crude oil up to 149°C (300°F). Its
low surface energy of 36 Dynes/cm allows enhanced cargo release properties.

For use under other aggressive service conditions, including high temperature produced water,
consult the Product Characteristics.

Enviroline 2405 is compliant with the requirements of United States' FDA regulations and is suitable
for use in rail cars intended to store and transport liquid and dry foodstuffs.

Colour Green, Light Grey

Gloss Level Not applicable

Volume Solids 96% = 2% (measured according to ISO 3233 and ICF Method)

Typical Thickness 400-750 microns (16-30 mils) dry equivalent to

417-781 microns (16.7-31.2 mils) wet

1.96 m?#/litre at 500 microns d.f.t. and stated volume solids
80 sq.ft./US gallon at 20 mils d.f.t. and stated volume solids

Theoretical Coverage

Practical Coverage Allow appropriate loss factors

Method of Application Airless Spray, Plural Component Airless Spray

Drying Time

Overcoating interval with self
Temperature Touch Dry Hard Dry Minimum Maximum
10°C (50°F) 7 hours 17 hours? 22 hours 14 days’
25°C (77°F) 2.5 hours 5 hours? 6 hours 14 days’
40°C (104°F) 1.5 hours 3 hours? 5 hours 7 days'

' If the maximum overcoating interval is exceeded it will be necessary to thoroughly abrade the
surface of the lining with coarse emery paper.

2 Sufficient coating film strength has developed to permit the handling and movement of coated
steelwork. A Shore D hardness reading of 75-80 is a recommended guideline to indicate suitability
for return to service.

Flash Point (Typical)  Part A >101°C (>214°F); Part B >101°C (>214°F); Mixed >101°C (>214°F)
1.57 kg/l (13.1 Ib/gal)

0.37 Ib/gal (45 g/lt)

Product Weight
voc EPA Method 24

See Product Characteristics section for further details

Protective Coatings

Page 1 of 4
Issue Date:21/08/2017
Ref:10139

AkzoNobel



Enviroline, 2405 ¢sInternational.

Hybrid Epoxy
SURFACE All surfaces to be coated should be clean, dry and free from contamination. Prior to application all
PREPARATION surfaces should be assessed and treated in accordance with ISO 8504:2000
Where necessary, remove weld spatter and where required smooth weld seams and sharp edges.
Oil or grease should be removed in accordance with SSPC-SP1 solvent cleaning.

Steel

Best performance will always be achieved when Enviroline 2405 is applied to surfaces prepared by
abrasive blast cleaning to Sa3 (ISO 8501-1:2007) or SSPC-SP5. Where Enviroline 2405 is not to
be used in high heat and/or aggressive service, preparation to an absolute minimum of Sa2%: (ISO
8501-1:2007) or SSPC-SP10 at time of coating application may be acceptable. Contact
International Protective Coatings for further information.

A sharp, angular surface profile of 75-125 microns (3-5 mils) is recommended.

Enviroline 2405 must be applied before oxidation of the steel occurs. If oxidation does occur the
entire oxidised area should be reblasted to the standard specified above. Surface defects revealed
by the blast cleaning process should be ground, filled or treated in the appropriate manner.

The preferred method of holding the blast standard is by dehumidification. Alternatively, an
approved holding primer may be used.

APPLICATION Mixing Material is supplied in two containers as a unit. Complete units should be
stored, mixed and applied in accordance with the Enviroline Application
Guidelines.
Always mix a complete unit in the proportions supplied. Once the unit has
been mixed it must be used within the working pot life specified.
(1) Agitate Base (Part A) with a power agitator.
(2) Agitate Curing Agent (Part B) with a power agitator.
(3) Combine entire contents of the Curing Agent (Part B) with the Base
(Part A) and mix thoroughly with the power agitator.

Mix Ratio 2 part(s) : 1 part(s) by volume
Working Pot Life 10°C (50°F) 25°C (77°F) 40°C (104°F)
2 hours 60 minutes 30 minutes
Plural Component Recommended Use suitable proprietary equipment
Airless Spray
Airless Spray Recommended Tip Range 0.48-0.73 mm (19-29 thou)

Total output fluid pressure at spray tip not less
than 211 kg/cm? (3000 p.s.i.)

Brush Suitable - small areas  Typically 150-200 microns (6.0-8.0 mils) can be
only achieved

Roller Suitable - small areas  Typically 150-200 microns (6.0-8.0 mils) can be
only achieved

Thinner DO NOT THIN

Cleaner Enviroline 71C (or International GTA203)

Work Stoppages Thoroughly clean all equipment with Enviroline 71C. Once units of paint

have been mixed they should not be resealed and it is advised that after
prolonged stoppages work recommences with freshly mixed units.

Clean Up Clean all equipment immediately after use with Enviroline 71C.

All surplus materials and empty containers should be disposed of in
accordance with appropriate regional regulations/legislation.

Page 2 of 4



Enviroline, 2405 ¢sInternational.

Hybrid Epoxy

PRODUCT The detailed Enviroline Application Guidelines should be consulted prior to use.
CHARACTERISTICS
Enviroline 2405 may be suitable for use in storage tanks and pressure vessels with continuous
operating up to 135°C (275°F), subject to approval by an International Paint Technical
Representative.

Enviroline 2405 may also be used under continuous dry temperatures of up to 200°C (392°F).

This datasheet provides general guidance on the use of Enviroline 2405. Specific project
requirements will be dependent upon the service end use and operating conditions of the tank or
vessel. Always consult International Protective Coatings to confirm that Enviroline 2405 is suitable
for contact with the product to be stored.

The detailed project coating specification provided by International Protective Coatings must be
followed at all times.

Stripe coating is an essential part of good working practice and as such should form part of any
lining specification.

For heavily pitted or porous steel, spray apply approximately 50% of the required film thickness and
follow immediately with a short nap roller or squeegee to work material into the bottom of pitted
areas.

Surface temperature must always be a minimum of 3°C (5°F) above dew point. The minimum
mixed paint temperature for airless spray application is 20°C (68°F).

Use the following chart for preferred temperature conditions. These conditions plus adequate
ventilation must be maintained throughout the curing cycle.

Substrate Temperature Air Temperature
Preferred 21-49°C (70-120°F) 21-38°C (70-100°F)
Minimum 10°C (50°F) 10°C (50°F)

After the coating system has cured hard, the dry film thickness should be measured using a
suitable non-destructive magnetic gauge to verify the minimum applied system thickness. The
coating system should be free of all pinholes or other holidays. The cured film should be essentially
free of runs, sags, drips, inclusions or other defects. All deficiencies and defects should be
corrected. The repaired areas shall be retested and allowed to cure as specified before placing the
finished lining into service.

For post cure conditions specific to rail car application, see the relevant Enviroline 2405 Application
Guidelines.

Enviroline 2405 is compliant with the requirements of United States' FDA regulations and is suitable
for use in rail cars intended to store and transport liquid and dry foodstuffs. Consult International
Protective Coatings for further details.

Note: VOC values are typical and are provided for guidance purpose only. These may be subject to
variation depending on factors such as differences in colour and normal manufacturing tolerances.

Low molecular weight reactive additives, which will form part of the film during normal ambient cure
conditions, will also affect VOC values determined using EPA Method 24.

SYSTEMS This product is normally applied directly to correctly prepared steel substrates and is not normally
COMPATIBILITY topcoated.

Page 3 of 4



Enviroline, 2405 ¢sInternational.

Hybrid Epoxy

ADDITIONAL Further information regarding industry standards, terms and abbreviations used in this data sheet
INFORMATION can be found in the following documents available at www.international-pc.com:

+ Definitions & Abbreviations

» Surface Preparation

» Paint Application

» Theoretical & Practical Coverage

Individual copies of these information sections are available upon request.

SAFETY This product is intended for use only by professional applicators in industrial situations.
PRECAUTIONS All work involving the application and use of this product should be performed in compliance with all
relevant national Health, Safety and Environmental standards, regulations and legislation.

Proper ventilation must be provided during application and afterwards during curing (refer to
product datasheets for typical curing times) to ensure safe limits and prevent fires and explosions.
Forced extraction will be required in confined spaces. Ventilation and/or respiratory personal
protective equipment (airfed hoods or appropriate cartridge masks) must be provided during
application and curing. Take precautions to avoid skin and eye contact (overalls, gloves, goggles,
masks, barrier cream, etc).

Before use, obtain, read and then follow the advice given on the Material Safety Data Sheets (Parts
A and B if two-pack) and the Health and Safety section of the Coatings Applications Procedures for
this product.

In the event that welding or flame cutting is performed on metal coated with this product, dust and
fumes will be emitted which will require the use of appropriate personal protective equipment and
adequate local exhaust ventilation.

The detailed safety measures are dependent on application methods and the work environment. If
you do not fully understand these warnings and instructions or if you cannot strictly comply with
them, do not use the product and consult International Protective Coatings.

Warning: This product contains liquid epoxies and modified polyamines and may cause skin
sensitisation if not used correctly.

PACK SIZE Unit Size Part A Part B
Vol Pack Vol Pack

4.5 US gal 3USgal 5USgal 1.5 US gal 2 US gal

Part A and Part B also available in 50 US Gallons supplied in a 55 US Gallon drum.
For availability of other pack sizes, contact International Protective Coatings.

SHIPPING WEIGHT Unit Size Part A Part B

(TYPICAL) 4.5 US gal 60.9 Ib 26.2 b

STORAGE Shelf Life 12 months at 25°C (77°F). Subject to re-inspection thereafter.
Store in dry, shaded conditions away from sources of heat and
ignition.

Important Note

The information in this data sheet is not intended to be exhaustive; any person using the product for any purpose other than that specifically recommended in this data sheet without first
obtaining written confirmation from us as to the suitability of the product for the intended purpose does so at their own risk. All advice given or statements made about the product
(whether in this data sheet or otherwise) is correct to the best of our knowledge but we have no control over the quality or the condition of the substrate or the many factors affecting the
use and application of the product. Therefore, unless we specifically agree in writing to do so, we do not accept any liability at all for the performance of the product or for (subject to the
maximum extent permitted by law) any loss or damage arising out of the use of the product. We hereby disclaim any warranties or representations, express or implied, by operation of
law or otherwise, including, without limitation, any implied warranty of merchantability or fitness for a particular purpose. All products supplied and technical advice given are subject to
our Conditions of Sale. You should request a copy of this document and review it carefully. The information contained in this data sheet is liable to modification from time to time in the
light of experience and our policy of continuous development. It is the user's responsibility to check with their local representative that this data sheet is current prior to using the product.

This Technical Data Sheet is available on our website at www.international-marine.com or www.international-pc.com, and should be the same as this document. Should there be any
discrepancies between this document and the version of the Technical Data Sheet that appears on the website, then the version on the website will take precedence.

Copyright © AkzoNobel, 21/08/2017.

All trademarks mentioned in this publication are owned by, or licensed to, the AkzoNobel group of companies.
www.international-pc.com
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HOLIDAY REPORT

REPORT # 22-50393-20241212-2, SUBMITTED
22-50393, GRANDE PRAIRIE, ALBERTA, CANADA

Started: 12/12/2024, 7:03 AM MST - Location: 55.1172,-118.7929 Submitted: 12/12/2024, 7:07 AM MST - Location: 55.1172,-118.7929 Approved: N/A

GENERAL

Report Date: 12/10/2024, MST Description of ltems and/or Areas of Work: Coated nozzles
and patches

HOLIDAY TEST
Standard: SPO88 Area Tested:
Voltage: 67.5 Volts Holidays Marked With: Marker

Electrode Type: Internal Sponge
# Holidays: 4

Project inspected and accepted?: Yes
# Holidays Remaining: N/A

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 1 of 13



Photo Description: Manway

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 2 of 13



Photo Description: Manway

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 3 of 13



Photo Description: Manway

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 4 of 13
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ial and cannot be reproduced or distributed without prior written consent. © 2024

Photo Description: Manway hatch
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Photo Description: Manway

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 6 of 13
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Photo Description: Manway hatch
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Photo Description: Nozzle internal
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/ Photo Description: Holiday test

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 9 of 13
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Photo Description: Holidays marked out

Page 10 of 13



Photo Description: Inside vessel

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 11 of 13



Photo Description: Patch inside vessel

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 12 of 13



Photo Description: Patch internal of vessel

REMARKS AND SIGNATURE

Name: Andrew Coates
Type: Supervisor

Date: 12/12/2024, 7:07 AM
MST

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 13 of 13
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INST : J ﬁ!&
Certificate Number:
Equipment:
Serial Number:
Unit condition found:
Testing Environment:

Test Method:

Standards Used For
Calibration:

As Found:
As Left:

As found:

As left:

As found:

As left:

51 Scott Street West
St. Catharines ON, L2R 1E2
PH: (905) 688-5800

CERTIFICATE OF CALIBRATION

EEB2023-1220-006 Date of Certification: 20-Dec-23
posiTector DPM Probe

369069

out of tolerance Unit As Left: in tolerance

Temperature:  23°+5° Humidity:  upto95%
This PosiTector Dew Point Meter Probe was calibrated to manufacturer's specifications using the
standards noted below. All test equipment was calibrated by an accredited laboratory and traceable to

NIST.

Description Serial # Cal Date Due Date
Kaymont KPPRHT-A-1/S Indicator KCl 1-1077 8-Jan-20 n/a
Kaymont KPPRHT-A-1PCC Relative Humidity Probe KCl P-20558313 11-Jan-23 11-Jan-24
Practi-Cal Industrial Temperature Calibrator PRI-1004 22-Mar-21 N/A
FLUKE 80PK-22 probe K24638 9-Nov-23 9-Nov-24
EDL Pocket-Probe Digital Pyrometer PD4679 9-Nov-23 9-Nov-24
EDL STS-Cool-1-DRL Surface Sensor Calibrator STS1062 21-May-21 N/A
EDL Pocket-Probe Digital Pyrometer PD4369 24-May-23 24-May-24
Air Temperature
Equip Set Point Control Value Gauge Reading
(°C) (°C) Min (°C) (°C) Max (°C) Pass/Fail
23 23.19 22.69 23.5 23.69 Pass
23 23.26 22.76 237 23.76 Pass
Relative Humidity @ 23 degrees C
Control Value Gauge Reading
Set Point (%) (%) Min (%) (%) Max (%) Pass/Fail
35 35.20 32.20 42.4 38.20 Fail
65 64.99 61.99 66.5 67.99 Pass
35 34.94 31.94 36.1 37.94 Pass
65 64.93 61.93 62.6 67.93 Pass
Surface Temperature
Equip Set Point Control Value Gauge Reading
(°C) (°C) Min (°C) (°C) Max (°C) Pass/Fail
40 40.10 39.60 40.0 40.60 Pass
100 100.00 98.50 99.5 101.50 Pass
40 40.10 39.60 40.0 40.60 Pass
100 100.00 98.50 99.5 101.50 Pass
This document certifies that using the specified test method, the instrument met Manufacturer's
Specifications of?
Temperature: Surface or Air +/- 0.5 degrees C -40 to 80 Degree C
Surface Temperature +/- 1.5 degrees C 80 to 190 Degrees C
Relative Humidity +/- 3% @ 23 degrees C

Calibration Interval is dependant upon usage, handling, and storage, as well as site Quality Standards.

Unit Tested by: Robert Sandford ‘ ?é 2

967 Boulder Boulevard
Email: info@stone-tucker.com Stony Plain, AB, T7Z OE7
Website: www.stone-tucker.com PH: (587) 758-8367
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STONE TUCKER
INSTRUMENTS

Certificate Number:
Equipment:
Serial Number:

Unit condition found:
Testing Environment:

Test Method:

Standards Used For
Calibration:;

51 Scott Street West
St. Catharines ON, L2R 1E2
PH: (205) 688-5800

EJB2023-1220-009

PosiTector 6000 FRS
361283
in tolerance

Temperaty

This Coating Thickness Gauge we
MP 2530 Rev. F, using a set of F
uncertainty of measurement + O

CERTIFICATE OF CALIBRATION

Date of Certification: 20-Dec-23
Probe
Unit As Left: in tolerance
re: 23°+5° Humidity: up to 95%

s tested according to Manufacturer's specifications following procedure

errous Certified Calibration Standards traceable to NIST or PTB, having an

25 um with 95% confidence level.

Description Serial # Cal Date Due Date
DeFelsko S1 Ferrous Coating Thigkness Standards 1004896 2-Sep-~21 2-Sep-26
Reference Gauge
Nominal Plate Identity Standard Min. Reading Measurement | Max. Reading
Thickness Number (mils) Allowed (mils) Allowed
3 mils 36929 3.095 2.96 32 3.23
10 mils 36922 9.512 9.32 9.5 9.71
60 mils 36933 59.191 58.50 59.4 59.88

This document certifies that using the specified test method, the instrument met Manufacturer's

Specifications of:

> ils:

+ (0.05 mils + 1% of reading)
+ (0.1 mils + 1% of reading)

Calibration Interval is dependant upon usage, handling, and storage, as well as site Quality Standards.

Unit Tested by: David J Daigle

Web:

Em ;I; info@stone-tucker.com

o

967 Boulder Boulevard
Stony Plain, AB, T7Z OE7

ite: www.stone-tucker.com PH: (587) 758-8367 ‘
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STONE TUCKER
INSTRUMENTS

CERTIFICATE OF CALIBRATION

Certificate Number: EJB2023-1220-022 Date of Certification: 20-Dec-23
Equipment: Tinker & Rasor M1 holiday detector
Serial Number: 24926
Unit condition found: In tolerance Unit As Left: In tolerance
Testing Environment: Temperature: 23°+5° Humidity: up to 95%

This Tinker & Rasor M1 Low Voltage Holiday Detector was tested according to Stone
Test Method: Tucker Instruments procedure DOC # 015 in accordance with the manufacturer's
specifications using the standards noted below, traceable to NIST.

Sandance L.Jsed .For Description Serial # Cal Date Due Date
Calibration:
Fluke 87V Multimeter 62630269 8-Sep-23 8-Sep-24
Minimum Maximum

Reference Voltage Unit Under Test Voltage Alarm Test
Voltage (V) Permitted Permitted Pass / Fail

As found: 67.5 60.75 68.2 74.25 PASS

As left: 67.5 60.75 68.2 74.25 PASS

This document certifies that using the specified test method, the instrument met
Manufacturer's Specifications of + 10% of the specific voltage.

Calibration Interval is dependant upon usage, handling, and storage, as well as site Quality

Standards.

Unit Tested by: David J Daigle

51 Scott Street West
St. Catharines ON, L2R 1E2
PH: (905) 688-5800

967 Boulder Boulevard
Stony Plain, AB, T7Z OE7
PH: (587) 758-8367

Email: info@stone-tucker.com
Website: www.stone-tucker.com




Enviroline, 2405

Hybrid Epoxy

PRODUCT
DESCRIPTION

INTENDED USES

PRACTICAL
INFORMATION FOR
ENVIROLINE 2405

REGULATORY DATA

%International.

An ultra high solids, two component polycyclamine cured lining system utilising advanced epoxy
technology, designed for single-leg application.

Intended to provide high corrosion protection, with a rapid cure in a single coat scheme, for the
internals of steel storage tanks, pipes and vessels for service in crude oil up to 149°C (300°F). Its
low surface energy of 36 Dynes/cm allows enhanced cargo release properties.

For use under other aggressive service conditions, including high temperature produced water,
consult the Product Characteristics.

Enviroline 2405 is compliant with the requirements of United States' FDA regulations and is suitable
for use in rail cars intended to store and transport liquid and dry foodstuffs.

Colour Green, Light Grey

Gloss Level Not applicable

Volume Solids 96% = 2% (measured according to ISO 3233 and ICF Method)

Typical Thickness 400-750 microns (16-30 mils) dry equivalent to

417-781 microns (16.7-31.2 mils) wet

1.96 m?#/litre at 500 microns d.f.t. and stated volume solids
80 sq.ft./US gallon at 20 mils d.f.t. and stated volume solids

Theoretical Coverage

Practical Coverage Allow appropriate loss factors

Method of Application Airless Spray, Plural Component Airless Spray

Drying Time

Overcoating interval with self
Temperature Touch Dry Hard Dry Minimum Maximum
10°C (50°F) 7 hours 17 hours? 22 hours 14 days’
25°C (77°F) 2.5 hours 5 hours? 6 hours 14 days’
40°C (104°F) 1.5 hours 3 hours? 5 hours 7 days'

' If the maximum overcoating interval is exceeded it will be necessary to thoroughly abrade the
surface of the lining with coarse emery paper.

2 Sufficient coating film strength has developed to permit the handling and movement of coated
steelwork. A Shore D hardness reading of 75-80 is a recommended guideline to indicate suitability
for return to service.

Flash Point (Typical)  Part A >101°C (>214°F); Part B >101°C (>214°F); Mixed >101°C (>214°F)
1.57 kg/l (13.1 Ib/gal)

0.37 Ib/gal (45 g/lt)

Product Weight
voc EPA Method 24

See Product Characteristics section for further details

Protective Coatings
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Enviroline, 2405 ¢sInternational.

Hybrid Epoxy
SURFACE All surfaces to be coated should be clean, dry and free from contamination. Prior to application all
PREPARATION surfaces should be assessed and treated in accordance with ISO 8504:2000
Where necessary, remove weld spatter and where required smooth weld seams and sharp edges.
Oil or grease should be removed in accordance with SSPC-SP1 solvent cleaning.

Steel

Best performance will always be achieved when Enviroline 2405 is applied to surfaces prepared by
abrasive blast cleaning to Sa3 (ISO 8501-1:2007) or SSPC-SP5. Where Enviroline 2405 is not to
be used in high heat and/or aggressive service, preparation to an absolute minimum of Sa2%: (ISO
8501-1:2007) or SSPC-SP10 at time of coating application may be acceptable. Contact
International Protective Coatings for further information.

A sharp, angular surface profile of 75-125 microns (3-5 mils) is recommended.

Enviroline 2405 must be applied before oxidation of the steel occurs. If oxidation does occur the
entire oxidised area should be reblasted to the standard specified above. Surface defects revealed
by the blast cleaning process should be ground, filled or treated in the appropriate manner.

The preferred method of holding the blast standard is by dehumidification. Alternatively, an
approved holding primer may be used.

APPLICATION Mixing Material is supplied in two containers as a unit. Complete units should be
stored, mixed and applied in accordance with the Enviroline Application
Guidelines.
Always mix a complete unit in the proportions supplied. Once the unit has
been mixed it must be used within the working pot life specified.
(1) Agitate Base (Part A) with a power agitator.
(2) Agitate Curing Agent (Part B) with a power agitator.
(3) Combine entire contents of the Curing Agent (Part B) with the Base
(Part A) and mix thoroughly with the power agitator.

Mix Ratio 2 part(s) : 1 part(s) by volume
Working Pot Life 10°C (50°F) 25°C (77°F) 40°C (104°F)
2 hours 60 minutes 30 minutes
Plural Component Recommended Use suitable proprietary equipment
Airless Spray
Airless Spray Recommended Tip Range 0.48-0.73 mm (19-29 thou)

Total output fluid pressure at spray tip not less
than 211 kg/cm? (3000 p.s.i.)

Brush Suitable - small areas  Typically 150-200 microns (6.0-8.0 mils) can be
only achieved

Roller Suitable - small areas  Typically 150-200 microns (6.0-8.0 mils) can be
only achieved

Thinner DO NOT THIN

Cleaner Enviroline 71C (or International GTA203)

Work Stoppages Thoroughly clean all equipment with Enviroline 71C. Once units of paint

have been mixed they should not be resealed and it is advised that after
prolonged stoppages work recommences with freshly mixed units.

Clean Up Clean all equipment immediately after use with Enviroline 71C.

All surplus materials and empty containers should be disposed of in
accordance with appropriate regional regulations/legislation.
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Enviroline, 2405 ¢sInternational.

Hybrid Epoxy

PRODUCT The detailed Enviroline Application Guidelines should be consulted prior to use.
CHARACTERISTICS
Enviroline 2405 may be suitable for use in storage tanks and pressure vessels with continuous
operating up to 135°C (275°F), subject to approval by an International Paint Technical
Representative.

Enviroline 2405 may also be used under continuous dry temperatures of up to 200°C (392°F).

This datasheet provides general guidance on the use of Enviroline 2405. Specific project
requirements will be dependent upon the service end use and operating conditions of the tank or
vessel. Always consult International Protective Coatings to confirm that Enviroline 2405 is suitable
for contact with the product to be stored.

The detailed project coating specification provided by International Protective Coatings must be
followed at all times.

Stripe coating is an essential part of good working practice and as such should form part of any
lining specification.

For heavily pitted or porous steel, spray apply approximately 50% of the required film thickness and
follow immediately with a short nap roller or squeegee to work material into the bottom of pitted
areas.

Surface temperature must always be a minimum of 3°C (5°F) above dew point. The minimum
mixed paint temperature for airless spray application is 20°C (68°F).

Use the following chart for preferred temperature conditions. These conditions plus adequate
ventilation must be maintained throughout the curing cycle.

Substrate Temperature Air Temperature
Preferred 21-49°C (70-120°F) 21-38°C (70-100°F)
Minimum 10°C (50°F) 10°C (50°F)

After the coating system has cured hard, the dry film thickness should be measured using a
suitable non-destructive magnetic gauge to verify the minimum applied system thickness. The
coating system should be free of all pinholes or other holidays. The cured film should be essentially
free of runs, sags, drips, inclusions or other defects. All deficiencies and defects should be
corrected. The repaired areas shall be retested and allowed to cure as specified before placing the
finished lining into service.

For post cure conditions specific to rail car application, see the relevant Enviroline 2405 Application
Guidelines.

Enviroline 2405 is compliant with the requirements of United States' FDA regulations and is suitable
for use in rail cars intended to store and transport liquid and dry foodstuffs. Consult International
Protective Coatings for further details.

Note: VOC values are typical and are provided for guidance purpose only. These may be subject to
variation depending on factors such as differences in colour and normal manufacturing tolerances.

Low molecular weight reactive additives, which will form part of the film during normal ambient cure
conditions, will also affect VOC values determined using EPA Method 24.

SYSTEMS This product is normally applied directly to correctly prepared steel substrates and is not normally
COMPATIBILITY topcoated.
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Enviroline, 2405 ¢sInternational.

Hybrid Epoxy

ADDITIONAL Further information regarding industry standards, terms and abbreviations used in this data sheet
INFORMATION can be found in the following documents available at www.international-pc.com:

+ Definitions & Abbreviations

» Surface Preparation

» Paint Application

» Theoretical & Practical Coverage

Individual copies of these information sections are available upon request.

SAFETY This product is intended for use only by professional applicators in industrial situations.
PRECAUTIONS All work involving the application and use of this product should be performed in compliance with all
relevant national Health, Safety and Environmental standards, regulations and legislation.

Proper ventilation must be provided during application and afterwards during curing (refer to
product datasheets for typical curing times) to ensure safe limits and prevent fires and explosions.
Forced extraction will be required in confined spaces. Ventilation and/or respiratory personal
protective equipment (airfed hoods or appropriate cartridge masks) must be provided during
application and curing. Take precautions to avoid skin and eye contact (overalls, gloves, goggles,
masks, barrier cream, etc).

Before use, obtain, read and then follow the advice given on the Material Safety Data Sheets (Parts
A and B if two-pack) and the Health and Safety section of the Coatings Applications Procedures for
this product.

In the event that welding or flame cutting is performed on metal coated with this product, dust and
fumes will be emitted which will require the use of appropriate personal protective equipment and
adequate local exhaust ventilation.

The detailed safety measures are dependent on application methods and the work environment. If
you do not fully understand these warnings and instructions or if you cannot strictly comply with
them, do not use the product and consult International Protective Coatings.

Warning: This product contains liquid epoxies and modified polyamines and may cause skin
sensitisation if not used correctly.

PACK SIZE Unit Size Part A Part B
Vol Pack Vol Pack

4.5 US gal 3USgal 5USgal 1.5 US gal 2 US gal

Part A and Part B also available in 50 US Gallons supplied in a 55 US Gallon drum.
For availability of other pack sizes, contact International Protective Coatings.

SHIPPING WEIGHT Unit Size Part A Part B

(TYPICAL) 4.5 US gal 60.9 Ib 26.2 b

STORAGE Shelf Life 12 months at 25°C (77°F). Subject to re-inspection thereafter.
Store in dry, shaded conditions away from sources of heat and
ignition.

Important Note

The information in this data sheet is not intended to be exhaustive; any person using the product for any purpose other than that specifically recommended in this data sheet without first
obtaining written confirmation from us as to the suitability of the product for the intended purpose does so at their own risk. All advice given or statements made about the product
(whether in this data sheet or otherwise) is correct to the best of our knowledge but we have no control over the quality or the condition of the substrate or the many factors affecting the
use and application of the product. Therefore, unless we specifically agree in writing to do so, we do not accept any liability at all for the performance of the product or for (subject to the
maximum extent permitted by law) any loss or damage arising out of the use of the product. We hereby disclaim any warranties or representations, express or implied, by operation of
law or otherwise, including, without limitation, any implied warranty of merchantability or fitness for a particular purpose. All products supplied and technical advice given are subject to
our Conditions of Sale. You should request a copy of this document and review it carefully. The information contained in this data sheet is liable to modification from time to time in the
light of experience and our policy of continuous development. It is the user's responsibility to check with their local representative that this data sheet is current prior to using the product.

This Technical Data Sheet is available on our website at www.international-marine.com or www.international-pc.com, and should be the same as this document. Should there be any
discrepancies between this document and the version of the Technical Data Sheet that appears on the website, then the version on the website will take precedence.

Copyright © AkzoNobel, 21/08/2017.

All trademarks mentioned in this publication are owned by, or licensed to, the AkzoNobel group of companies.
www.international-pc.com
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STONE TUCKER
INSTRUMENTS

Certificate Number:
Equipment:

Serial Number:

Unit condition found:

Testing Environment:

Test Method:

Standards Used For
Calibration:

CERTIFICATE OF CALIBRATION

EJB2023-1220-019
Mitutoyo Testex Dial Thickness Gauge

PNT649

in tolerance

Temperature:

Date of Certification:
Unit As Left: in tolerance
23°+5° Humidity:

20-Dec-23

up to 95%

The Mitutoyo Testex Dial Thickness Gauge was tested using a set of Thickness Standards
certified against NIST traceable standards, with a margin of error of + 0.0002"

Description Serial # Cal Date Due Date
Starrett .002" Thickness Gauge 22329584 6-Oct-23 6-Oct-24
Starrett .004" Thickness Gauge 22184729 6-Oct-23 6-Oct-24
Starrett .0067" Thickness Gauge 22174581 6-Oct-23 6-Oct-24
Aux Zero Value as found: 0 Aux Zero Value as left: 0
As Found As Left
Reference Micrometer As Found Micrometer As Left
Standard (jn) Reading Pass / Fail Reading Pass / Fail
0.002 0.0020 Pass 0.0020 Pass
0.004 0.0040 Pass 0.0040 Pass
0.006 0.0060 Pass 0.0060 Pass

51 Scott Street West
St. Catharines ON, L2R 1E2
PH: (905) 688-5800

This document certifies that using the specified test method, the instrument met

Manufacturer's Specifications of:
0.0002" for the range specified

Calibration Interval is dependant upon usage, handling, and storage, as well as site Quality

Standards.

Unit Tested br:

David J Daigle

Email: info@stone-tucker.com

Website: www.stone-tucker.com

25

967 Boulder Boulevard
Stony Plain, AB, T7Z OE7
PH: (587) 758-8367
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@ AM P Pm Certificate of Achievement

The Association for Materials Protection and Performance Recognizes

Andrew Coates

As a Certified

Certified Coatings Inspector

Expires
July 17,2025

Cert No.N-74417
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