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Department QC Document No. QCFORM-0154 

Label/Project No. QC Turnover Index - Facility Revision 0.00 

Document Type Form Revision Date 2021-04-14 

 

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

 866.340.2405 info@strait.ca strait.ca 

 

SECTION 1.0 – Project Details 

Client Fuelled  Project No. 22-02056W Project Name 
Install 8” Nozzle in 
FWKO 

Date 2024-12-17 Location/LSD  AFE  
 

SECTION 2.0 – Index 

Section No. Section Description 
Complete 

Initial Date 

1 

SCOPE OF WORK 
Contract Review 
Design / Piping Specs 
ITP – Completed & Signed Off 

TO 2024-12-07 

2 

CLIENT INFORMATION 
Client Issued IFC Drawings 
P&ID Redlines 
RFIs & Scope Change Communication  

TO 2024-12-07 

3 

WELDING  
Welders Log 
Welder’s Declaration & Qualification Records  
Weld Procedures 
Weld Mapping 

TO 2024-12-07 

4 

NON-DESTRUCTIVE EXAMINATION 
NDE Requests & Reports 
NDE Certifying Statement – signed & dated. 
NDE Technician Certifications & Eye Exams 
NDE Equipment Calibration Records 

TO 2024-12-07 

5 

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 

6 
HEAT TREATMENT 
Heat Treatment Instruction Sheet, Report & Chart – signed & dated. 
Equipment Calibration Records 

N/A  

7 

MATERIAL CONTROL 
Material Receiving Reports & Packing Slips 
MTR Log 
MTRs – Verified, Dated & Initialed 
CRN’s as applicable  

TO 2024-12-07 

8 
NON-CONFORMANCE 
NCRs – signed off & closed. 

N/A  

9 
PROJECT COMPLETION 
AB-83 Construction and Test Data Report or equivalent 
AB-40 Vessel Repair/Alteration Report or Equivalent 

N/A  

10 

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

N/A  

 

2024-12-12AC

Fuelled Energy Marketing
Inc.

As-Built Drawings
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CLIENT INFORMATION 
Client Issued IFC Drawings 

P&ID Redlines 
RFIs / Scope Change Communication 

Change Orders 
Document Transmittal 

 Drawings 



DATEREV.
NO.

PART NO.:

DATE:
SCALE:
DRAWN BY:
PURCHASE ORDER:
LOCATION:

APP'DREVISION BY BOX 6106
3704 58 AVE.
INNISFAIL, AB
CANADA
403-227-7799
1-888-227-4923
FAX 227-7796

DRAWING NO.:

JOB NO.:
SHEET:

REV.

OF
SIZE

WELDING & MANUFACTURING LTD., that it shall be returned upon request, and that it shall

consent of BILTON WELDING & MANUFACTURING LTD.
not be reproduced, copied, lent, or otherwise disposed of, directly or indirectly, without the written

promises and agrees that it shall not be used in any way detrimental to the interests of BILTON
recipient for their confidential use only. In consideration of the loan of this drawing, the recipient
This drawing is property of BILTON WELDING & MANUFACTURING LTD. and is lent to the
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As-Built Drawings



ASME Welder’s Log Page 1 of 1 

Department QC Document No. QCFORM-0141 

Label/Project No. Welder’s Log Revision 0.00 

Document Type Form Revision Date 2021-01-08 

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

866.340.2405 info@strait.ca strait.ca 

SECTION 1.0 – Welder’s Log 

Job No. 22-02056 

Welders 
Name & 

ABSA File 
No. 

Symbol Process 
Welding 

Procedure 
(WPS #) 

“P” 
No. 

“F” No. Position(s) 

Max. 
Dep. 
Weld 
Metal 
Thk. 

Min. 
Pipe 
Dia. 

Expiry 
Date 

P.Q. CD. 

Jeremy 
Cheney 

W-34553

JC SMAW/SMAW STRAIT-1 
Rev.1 

P1 to 
P1 

F3/F4 All 0.104” 
To 

Max 

1”OD July 17, 
2026 

Jordan 
Williams 
W-35261

JW SMAW/SMAW STRAIT-1 
Rev.1 

P1 to 
P1 

F3/F4 All 0.250” 
To 

Max 

1”OD May 01, 
2026 



.
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X

X





STRAIT
Welder's Declaration Page 1 of 1

ffi-ffi$
Department QC Document No. QCFORM-0025
[abel/Proiect No. Welder's Declaration Revision 2.00
Document Type Form Revision Date 2020-06-04

Client location Project No.
Welder Jeremy Cheney Welder File No. w-34533 Welder Symbol JC

sEcTtoN 1..0 - Details

L That I have reviewed the Welding Procedures Specifications (WPS) applicable to the work as listed below and I

will comply with all stipulated criteria.

2. I am qualified to the WPS's list in accordance with the Act and Regulations, which encompasses CSA 2662-19

requirements and/or ASME Sec lX.

3. The Client may have additional requirements / instructions that I will be required to follow.
4. That a copy of each WPS required for the work has been given to me and I will keep it immediately accessible

for reference.

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

6. I shall use only STRAIT supplied and controlled electrodes. Under no circumstance shall I 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. I shall ensure preheat & interpass temperatures are verified, check with temp stick provided.

9. Lines that require PWHT, I 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.

SECTlON 2.0 - Declaration

1. 5.
2. 7

3. 8
4. 9
5. 10.

SECTION 3.0 - WPS Qualified to Use

Welde/s Name Welder's Signature Date
Jeremy Cheney

STRAIT Rep -STRAIT Signature Date

SECTION 4.0 - Signatures

Printed copy is uncontrolled. Referto STRAIT'S SharePoint for most recent version

\ 866.340.240s F4 info@strait.ca @ strait.ca

Fuelled 22-02056W

STRAIT 1 Rev .1

November 19, 2024

November 19, 2024Tasie Okoro



Employee Qualification Record - Welder Page 1 of 2

Department QC Document No. QCFORM-0011
Label/Project No. Employee Qualification - Welder Revision 3.00
Document Type Form Revision Date 2024-03-21

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

866.340.2405 info@strait.ca strait.ca

SECTION 1.0 – Employee Data
Welder Jeremy Cheney Reg./File No. W-34533 Welder Symbol JC

SECTION 2.0 – Employee Qualifications                                                                   

AQP (Front) AQP (Back)

AQP (Front) AQP (Back)



Employee Qualification Record - Welder Page 2 of 2

Department QC Document No. QCFORM-0011
Label/Project No. Employee Qualification - Welder Revision 3.00
Document Type Form Revision Date 2024-03-21

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

866.340.2405 info@strait.ca strait.ca

SECTION 1.0 – Employee Data
Welder Jeremy Cheney Reg./File No. W-34533 Welder Symbol JC

SECTION 2.0 – Employee Qualifications                                                                   

AQP (Front) AQP (Back)

AQP (Front) AQP (Back)





STRAIT
Welder's Declaration Page 1 of 1

ffiffi$
Department QC Document No. QCFORM-0026
Label/Proiect No. Welder's Declaration Revision 2.00
Document Type Form Revision Date 2020-06-04

Client Location Proiect No.
Welder Jordan Williams Welder File No, w-32561 WelderSymbol JW

SECTION 1.0 - Project Details

1'. That I have reviewed the Welding Procedures Specifications (WPS) applicable to the work as listed below and I

will comply with all stipulated criteria.

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

3. The Client may have additional requirements / instructions that I will be required to follow.
4. That a copy of each WPS required for the work has been given to me and I will keep it immediately accessible

for reference.

5. That, upon request to the Site Superintendent, I have access to the Welding Control section of the euality
Management System (QVS1, and such other sections of the Manual as may be applicable to the work I have to
perform.

6. I shall use only STRAIT supplied and controlled electrodes, Under no circumstance shall I 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. I shall ensure preheat & interpass temperatures are verified, check with temp stick provided.
9. Lines that require PWHT, I 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, Verticalwelding up or down).
11. I shall transfer heat numbers to pipe pups as well as drawings.

SECTION 2.0 - Declaration

1. 6.
2. 7
3. 8.
4. 9.
5 10.

SECTION 3.0 - WPS Qualified to Use

Welde/s Name Welder's Signature Date
Jordan Williams

STRAIT Rep STRAIT Signature Date

SECTION 4.0 - Signatures

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

\ 866.340.240s Fl info@strait.ca @ strait.ca

November 24, 2024

November 24, 2024
Tasie Okoro

STRAIT-1 Rev. 1

22-2056WFuelled





l" 
ol l-

p-fls1a

I 
I J_

I B
 F

q3
E

=
 

6 
C

oJ 
c 

o

E
;H

 g

?i 
^e

xs
g

oz(L6.Eoo== o== oooII

oEozFoI=lUoz=EouEu0EUoJui

.Doo

ooEood)

oFozIoIJJ

=tco

1t!

o.EEGU
R

oL

F-d,Fut

oo
o-o-

ci
2

z

z-qiIocEoU

lfrouJoroo@No

ooqc

9b'60
rco 

.^g

E
aiI

o8C
E

3d
L

E
E

g4E
;

i!Eo

6ro

zEooooFc'c(!o.EEulo,Eo6=

(o
Lr
€ogooE=do6NIII

a!art

(!E.lcLatt
o.

oFoooo

$

orOotNoN

F
pE
9

G
5

3€-
d6g6:s'a=

&
2

[6E
€g

E
E

S
}

63p
€E

E
ag?

E
€E

=
 8.E

g3-
e;cc9€d=gd33
.qo
pE3€
g3.
F

(or,t
NF

'

3ozIIJJuadloEg;ca!
!touiz

lolz
3lc
cr lo
* lci

l"ot
oo.,6d$o5z3sfi
o>urs
z&

.
rPfH-uo25

FItrFU
I

co

ci
zL6'-oo3= o== (,ooooL

ouOzoFoulUozErtucEUoJUE

(v)

c)o

oo= oco

oF9zIoIrJ

=ttFo
oI 1L

oEoxul
ffi

FIEFU
I

oo:
o-l

oz
z

ci
zIro.EEoU

tsstNrotsulNNoNoN

ooo(L

l" 
ol l-

P
-11=

1+
I 

I J_

| 3 F
ql

oE
 

c 
O

n9E
n

E
-o .9 

E
o; 

s 
o

n<
 

o
-.so

9b'60rco.g.o
E

&(!

O
B

C
E

3d
(L

E
;

94E
;

i!A

oieQ
9

qE3€-
t6gF;36=&

2
&

6
95 

oi

tx 
o

*;6
33 

p
*E

 
c

5iE
E

€E
=

8E
o 9-
9;cc9eg638qo
pE8€
E

B
-

F

ot
ooa, 

=
o

rk6Ezfsgo2nr*
=

&
.

rPflHruo2g

cf)

oo
dzo6()

oIo3o

fi,

ca!
Ja!EJEa!
o-

NNart
$to(\t

oFoo6o

ctaoa.t
F

oE6t!
EEFU

I

oEg= tra!
!tLouiz (oloN(t=ozulJuam

F-6

0.200"





Department Document No.

Label/Project No. Revision

Document Type Revision Date

Date
Location/LSD

STRAIT-1 (Rev 1)
0.45 if Gr. >  

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.

Weld Procedure Matrix & Acceptance

Tasie Okoro 19-Nov-20
Engineer Engineer Signature Date

STRAIT Rep STRAIT Signature Date

Weld Procedure Matrix & Acceptance

Form

SECTION 1.0 - Project Details

QCFORM-0106

8.00

2024-09-17

QC

Client
Project No.

Fuelled
22-02056W

19-Nov-24

PWHT Impact "p" No. or Grade Position Preheat
SECTION 2.0 - Weld Procedure Matrix

Base Thickness WPS Number C.E / Pcm Process(es) Diameter Restrictions WPS Consumables & Weld Piping 

Client Rep Client Signature Date
SECTION 3.0 - Signatures

1 of 1



SMAW / SMAW
J5655343

1 1
3 / 4 1 / 1

0.0625" 1.75"

0.116"

-50°F Without

9/06/2023

1.75"

Welding Procedure Specifications 

 ACCEPTED 

 Reg. No. W.P _________________________  

 Weld Process _________________________ 

P.No.  __________ to P.No. _______

F.No.  ___________   A.No. _______

As Welded. Thk. Min. ______  Max.________
Low Temp. Thk. Min. ______  Max. ________

Low Temp.  ______________ PWHT_______
Date ________Signed ___________# ______

TECHNICAL SAFETY BC 

13186A











































































































































































DATEREV.
NO.

PART NO.:

DATE:
SCALE:
DRAWN BY:
PURCHASE ORDER:
LOCATION:

APP'DREVISION BY BOX 6106
3704 58 AVE.
INNISFAIL, AB
CANADA
403-227-7799
1-888-227-4923
FAX 227-7796

DRAWING NO.:

JOB NO.:
SHEET:

REV.

OF
SIZE

WELDING & MANUFACTURING LTD., that it shall be returned upon request, and that it shall

consent of BILTON WELDING & MANUFACTURING LTD.
not be reproduced, copied, lent, or otherwise disposed of, directly or indirectly, without the written

promises and agrees that it shall not be used in any way detrimental to the interests of BILTON
recipient for their confidential use only. In consideration of the loan of this drawing, the recipient
This drawing is property of BILTON WELDING & MANUFACTURING LTD. and is lent to the

FI
LE

 P
A

TH
:

110 BBL ABOVE GROUND DOUBLE WALL KNOCKOUT TANK
72" ID x 240" S/S, 50 PSI DESIGN, 14.9 PSI MAWP (NON REGISTERED)

P:
\C

A
D

\S
TO

C
K

 T
A

N
K

S\
80

0-
89

9\
84

3-
1

3 COUPLINGWELD NECK FLANGE1 SLIP ON FLANGE2 6 INTERIOR SEAM

8

3 1 3 3 1

T1

N4

M1

N1 N2

N3

11

N1

9

8

12

M1

7

8

N4
T1

4

N3N2

4 NOZZLE NECK 5 NOZZLE NECK 7 EXTERIOR SEAM

2

5

24
03

mm

BOS

CL-NOZZ

CL
-N

OZ
Z

FO
F

7298"
150#

NOTES:
- Welds completed by: JC & JW
- NDE Report#: TT-1121-24-2
- Visual inspection of welds by: TO

B

A

  

As Built 

 Initial Sign / Date 

STRAIT 
Representative 

KA  KA Kene Adilih

Digitally signed by Kene Adilih
DN: C=CA, 
E=kadilih@strait.ca, O=Strait 
Mechanical Ltd, OU=QA/QC, 
CN=Kene Adilih
Date: 2024.12.10 
16:24:29-07'00'



                                                                          

NON-DESTRUCTIVE 
EXAMINATION

NDE Requests & Reports
NDE Certifying Statement

NDE Technician Certifications & Eye Exams
NDE Equipment Calibration Records

Reports
atement

NDE Requests
NDE Certifying

Reports
atement



TT - - 2

TT - - 2

21 , PG # 1 OF 2

✓

✓

✓ 21J028

✓ MACHINED

✓

ITEM 

#
SIZE SCH.

WELDER 

ID
ACCEPT REJECT

FIELD 

WELD #

1 8" XH JC ✓ A

2 8" XH JC ✓ A

3 8" XH JC ✓ B

4

5

6

7

8

9

10

11

12

13

14

15

16

17

18

19

20

Todd Turner SCOTT BOYKO LEVEL 2 - 3156 40

ASSISTANT (S) TECHNICIAN

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.

Tyson Spencer
SNT / CGSB LEVEL 20/20 UNIT #:

MT-3 NOZZLE  8" FLANGE 
ASME SECT VIII, DIV 1, -23

NO RELEVANT INDICATIONS AT TIME OF INSPECTION.

MT-2
NOZZLE TO 

SHELL
OUSITDE 843-1 REV 1

ASME SECT VIII, DIV 1, -23
NO RELEVANT INDICATIONS AT TIME OF INSPECTION.

ADDITIONAL INFORMATION
CURRENT EDITION ACCEPTANCE 

CODE
OBSERVATIONS / REMARKS

MT-1
NOZZLE TO 

SHELL
INSIDE 843-1 REV 1

MT # / ID DESCRIPTION
NDE REF. #

(if applicable)
CONTROL # DRAWING # SPOOL ID

ASME SECT VIII, DIV 1, -23
NO RELEVANT INDICATIONS AT TIME OF INSPECTION.

20/20 NDT PROCEDURE: MT-01 REV 08 ASME V, ART. 1 & 7

CARBON STEEL
BLACK LIGHT 

INTENSITY:
20/20 NDT  TECHNIQUE:

SURFACE 

CONDITION:

WELDMENT/

H.A.Z.
BASE METAL GROUND PAINTED

SAND-

BLASTED

INSPECTION SURFACE 

TEMPERATURE: 
BELOW 41°F / 5°C

BETWEEN 41°F / 5°C & 118°F / 

48°C
ABOVE 118°F / 48°C

PRE-HEAT

TREATMENT

POST-HEAT

TREATMENT

MATERIAL INSPECTED:
BLACK LIGHT 

EQUIPMENT:

AREA: Grande Prairie START TIME: 12PM
AMBIENT LIGHT 

INTENSITY:

MINIMUM 100FT CANDLES (1076 

lux)

RESIDUAL FLUORESCENTPROJECT: 8" Nozzle in FWKO CLIENT / CONTRACTOR JOB #: 22-2056
WHITE LIGHT 

INTENSITY:

MINIMUM 100FT CANDLES (1076 

lux)
BATCH # 

ADDITIONAL INFORMATION:

CONTINUOUS
DRY

POWDER
MAGNAFLUX - RED (#8A) BATCH # JOB DESCRIPTION: MT As Requested CLIENT COST / CHARGE CODE:

WHITE LIGHT 

EQUIPMENT:
ENERGIZER - MODEL # TUF-4C1

WET 

APPL # 2 
BATCH # 

ASME MT 1 - DRY MAGNETIC PARTICLE METHOD

LOCATION: Grande Prairie CLIENT AFE / PO #:
CALIBRATION 

BLOCK:

W-PT 10.1 LB/4.6 

kg S/N 1076

DIRECT 

CURRENT (DC):

CLIENT REPRESENTATIVE: Cam Neal CONTRACTOR: Strait
HAND YOKE

SERIAL #:

SENTINAL  MP-

A2L  # 1652

CALIBRATION 

VERIFICATION 

PERFORMED 

PRIOR TO USE:

TECHNIQUE: TEST MEDIUM / BATCH #'S:

ALTERNATING 

CURRENT (AC):

WET 

APPL # 1 
BATCH # 

712019A RR72A COUNTY OF GRANDE PRAIRIE NO. 1 ALBERTA T8W 5H5

CLIENT NAME: FUELLED C/O STRAIT DATE: November 2024
EQUIPMENT SERIAL NUMBERS / 

INTENSITY:

DAILY COST REPORT (DCR) # - 1121 24

MAGNETIC PARTICLE REPORT

MAGNETIC PARTICLE REPORT 

(MPR) #
- 1121 24

LEVEL 2

843-1 REV 1

Tasie Okoro



- - 24 - 2

- - 24 - 2

21 , PG # 2 OF 2

PHOTO REPORT
PHOTO REPORT (PR) # TT 1121

DAILY COST REPORT (DCR) # TT 1121

712019A RR72A COUNTY OF GRANDE PRAIRIE NO. 1 ALBERTA T8W 5H5

November 2024

CLIENT REPRESENTATIVE: Cam Neal AREA: Grande Prairie CLIENT COST / CHARGE CODE:

CLIENT NAME: FUELLED C/O STRAIT PROJECT: 8" Nozzle in FWKO DATE:

12PM

LOCATION: Grande Prairie CONTRACTOR: Strait CLIENT / CONTRACTOR JOB #: 22-2056

JOB DESCRIPTION: CLIENT AFE / PO #: START TIME:

MT-1 MT-2

1 2

MT-3

3 4

5 6



CL - - 2

CL - - 2

25 , PG # 1 OF 1

✓ 21D17K

✓ 18H16K

✓ 21C070

✓ MACHINED

✓

ITEM 

#
SIZE SCH.

WELDER 

ID
ACCEPT REJECT

FIELD 

WELD #

1 JW ✓

2

3

4

5

6

7

8

9

10

11

12

13

14

15

16

17

18

19

20

CORY LOCKHART SCOTT BOYKO LEVEL 2 - 3156 27

ASSISTANT (S) TECHNICIAN

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.

SNT / CGSB LEVEL 20/20 UNIT #:

ADDITIONAL INFORMATION
CURRENT EDITION ACCEPTANCE 

CODE
OBSERVATIONS / REMARKS

MT-4
TANK FILLET 

WELDS

ALL FILLET WELDS TO 

NOZZLE

MT # / ID DESCRIPTION
NDE REF. #

(if applicable)
PIPE SPEC WELDING SPOOL ID

ASME SECT VIII, DIV 1, 23
NO RELEVANT INDICATIONS AT TIME OF INSPECTION.

20/20 NDT PROCEDURE: MT-01 REV 08 ASME V, ART. 1 & 7

CARBON STEEL
BLACK LIGHT 

INTENSITY:
MINIMUM 1000 μW/CM² 20/20 NDT  TECHNIQUE:

SURFACE 

CONDITION:

WELDMENT/

H.A.Z.
BASE METAL GROUND PAINTED

SAND-

BLASTED

INSPECTION SURFACE 

TEMPERATURE: 
BELOW 41°F / 5°C

BETWEEN 41°F / 5°C & 118°F / 

48°C
ABOVE 118°F / 48°C

PRE-HEAT

TREATMENT

POST-HEAT

TREATMENT

MATERIAL INSPECTED:
BLACK LIGHT 

EQUIPMENT:

MODEL # ZB-100F /

SERIAL # 520704

AREA: Grande Prairie START TIME: 7:00 A.M
AMBIENT LIGHT 

INTENSITY:

MINIMUM 100FT CANDLES (1076 

lux)

RESIDUAL FLUORESCENTPROJECT: 8" Nozzle in FWKO CLIENT / CONTRACTOR JOB #: 22-2056
WHITE LIGHT 

INTENSITY:

MINIMUM 100FT CANDLES (1076 

lux)
BATCH # 

ADDITIONAL INFORMATION:

CONTINUOUS
DRY

POWDER
MAGNAFLUX - YELLOW (#2) BATCH # JOB DESCRIPTION: MT AS REQUESTED CLIENT COST / CHARGE CODE:

WHITE LIGHT 

EQUIPMENT:
ENERGIZER - MODEL # TUF-4C1

WET 

APPL # 2 

MAGNAFLUX 7HF BLACK INK OIL 

(W/V)
BATCH # 

ASME MT 2 - WET VISIBLE MAGNETIC PARTICLE 

METHOD

LOCATION: STRAIT G.P YARD CLIENT AFE / PO #:
CALIBRATION 

BLOCK:

W-PT 10.1 LB/4.6 

kg S/N 1986

DIRECT 

CURRENT (DC):

CLIENT REPRESENTATIVE: Cam Neal CONTRACTOR: STRAIT
HAND YOKE

SERIAL #:

SENTINAL MP-

A2L  # 5007 

CALIBRATION 

VERIFICATION 

PERFORMED 

PRIOR TO USE:

TECHNIQUE: TEST MEDIUM / BATCH #'S:

ALTERNATING 

CURRENT (AC):

WET 

APPL # 1 

MAGNAFLUX WCP-2 CONTRAST 

PAINT (CII OIL VEHICLE)
BATCH # 

712019A RR72A COUNTY OF GRANDE PRAIRIE NO. 1 ALBERTA T8W 5H5

CLIENT NAME: FUELLED C/O STRAIT DATE: NOVEMBER 2024
EQUIPMENT SERIAL NUMBERS / 

INTENSITY:

DAILY COST REPORT (DCR) # - 1125 24

MAGNETIC PARTICLE REPORT

MAGNETIC PARTICLE REPORT 

(MPR) #
- 1125 24

MT-4

Tasie Okoro
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Department QC Document No. QCFORM-0126 

Label/Project No. NDE Certifying Statement Revision 0.00 

Document Type Form Revision Date 2020-12-17 

 

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

 866.340.2405 info@strait.ca strait.ca 

 

SECTION 1.0 – NDE Certifying Statement 

I have reviewed the: 

Written Practice  
(Edition No. and/or Revision No. of Written Practice) 

QA Procedures Manual Revision 3 
PC 1.0 Qualification & Certification Written Practice Rev. 9 

NDE Procedures 
(Method & Edition and/or Revision No. of Procedures) 

2.1 RT 01 Rev 10 Radiographic Inspection (2023 ASME V Art 1  2) 
2.2 RT-02 Rev 01 Radiographic Inspection (CSA W59) 
2.3 RT 03 Rev 02 Radiographic Inspection (2023 CSA Z662) 
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 Z662) 
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  
(Name and Address of NDE Company) 

20/20 NDT Technology Inc. 
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, I 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 A1. 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 III Examiner 

 Is by this appointed to act as the Level III Examiner 
for: (Name of RT. UT. MT. PT. Level III Examiner) 

STRAIT Mechanical LTD. In the following methods: RT. PT. MT. UT.HT. FT. PMI 

 

 

Derek Billard 
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Department QC Document No. QCFORM-0126 

Label/Project No. NDE Certifying Statement Revision 0.00 

Document Type Form Revision Date 2020-12-17 

 

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

 866.340.2405 info@strait.ca strait.ca 

 

SECTION 3.0 – QC Signature 

QC Manager Signature Date Appointment Expiry Date 

 June 24, 2024 June 24, 2025 

 

SECTION 4.0 - Level III Examiner Acceptance of Appointment  

I hereby accept the appointment indicated above. 

Level III Examiner Name  Signature Date 

   

 

 

 

 

 

 

Derek Billard July 18, 2024
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Pressure Test Report Page 1 of 1 

Department QC Document No. QCFORM-0130 

Label/Project No. Pressure Test Report Revision 3.00 

Document Type Form Revision Date 2024-10-11 

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

866.340.2405 info@strait.ca strait.ca 

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) 

80 psig 
04:26PM 

Pressure on (1st Step up) 
20 psig 

03:46PM 
Pressure off (1st Step down) 

40 psig 
04:30PM 

Pressure on (2nd Step up) 
40 psig 

03:57PM 
Pressure off (2nd Step down) 

20 psig 
04:42PM 

Pressure on (Strength Test) 
80 psig 

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

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 November 22, 2024

Authorized Inspector/Owner Inspector Signature Date 

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

Crystal nVision Module temperature probe malfunctioned during hydrotest. 

Calibrated thermometer (serial #: 53601659MV) was used for verification and recording of test medium temperature.
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Department QC Document No. QCFORM-0042 

Label/Project No. Deadweight Log Revision 2.00 

Document Type Form Revision Date 2020-06-04 

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

866.340.2405 info@strait.ca strait.ca 

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 

SECTION 2.0 – Data 

Time Deadweight Pressure Ambient Temperature Comments 

03:30PM 0 9.2 Test start; Zero chart 

03:45PM 0 8.2 

03:46PM 20 9.0 1st step up 

03:56PM 20 8.9 

03:57PM 41 8.8 2nd 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 1st step down 

04:40PM 42 9.4 

04:42PM 20 9.0 2nd step down 

04:52PM 20 9.3 

04:56PM 0 9.3 Zero cart 

05:06PM 0 9.3 Test End 

PSIG ℃ 

SECTION 3.0 – Signatures 

Client Rep Client Signature Date 

STRAIT Rep STRAIT Signature Date 

Tasie Okoro November 22, 2024 
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Department QC Document No. QCFORM-0129 

Label/Project No. Pressure Test Exam Guide Revision 1.00 

Document Type Form Revision Date 2021-07-27 

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

866.340.2405 info@strait.ca strait.ca 

SECTION 1.0 – General Information 

Job No. 22-02056 Date November 21, 2024 

SECTION 2.0 – Pressure Test Examination Guide 

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, 
instruments, expansion joints, etc.) 

N/A 

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 

Pressure Test Completion 
STRAIT 

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 
installed. 

N/A 

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

N/A 

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 November 22, 2024 



Data Collection Report

Chassis Left Scale Right Scale
Serial Number 706563 707097 703954
Datatype Lower Upper
Units PSI G °C
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GP-S-001 - 22-Nov-24, 03:33:19, 282

PSI G °C



Chassis
Lower
Module

Upper
Module

BARO
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
Run Duration
Run Tag
Logging Interval 20.0

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
4 00:01:00.0 0 -273.15
5 00:01:20.0 0 -273.15
6 00:01:40.0 0 -273.15
7 00:02:00.0 0 -273.15
8 00:02:20.0 0 -273.15
9 00:02:40.0 0 -273.15

10 00:03:00.0 0 -273.15
11 00:03:20.0 0 -273.15
12 00:03:40.0 0 -273.15
13 00:04:00.0 0 -273.15
14 00:04:20.0 0 -273.15
15 00:04:40.0 0 -273.15
16 00:05:00.0 0 -273.15
17 00:05:20.0 0 -273.15
18 00:05:40.0 0 -273.15
19 00:06:00.0 0 -273.15
20 00:06:20.0 0 -273.15
21 00:06:40.0 0 -273.15

1 hour 33 minutes 40 seconds
GP-S-001

22-Nov-24-15:33:19

Data Points



22 00:07:00.0 0 -273.15
23 00:07:20.0 0 -273.15
24 00:07:40.0 0 -273.15
25 00:08:00.0 0 -273.15
26 00:08:20.0 0 -273.15
27 00:08:40.0 0 -273.15
28 00:09:00.0 0 -273.15
29 00:09:20.0 0 -273.15
30 00:09:40.0 0 -273.15
31 00:10:00.0 0 -273.15
32 00:10:20.0 0 -273.15
33 00:10:40.0 6 -273.15
34 00:11:00.0 6 -273.15
35 00:11:20.0 7 -273.15
36 00:11:40.0 6 -273.15
37 00:12:00.0 7 -273.15
38 00:12:20.0 8 -273.15
39 00:12:40.0 12 -273.15
40 00:13:00.0 19 -273.15
41 00:13:20.0 20 -273.15
42 00:13:40.0 20 -273.15
43 00:14:00.0 20 -273.15
44 00:14:20.0 20 -273.15
45 00:14:40.0 20 -273.15
46 00:15:00.0 20 -273.15
47 00:15:20.0 20 -273.15
48 00:15:40.0 20 -273.15
49 00:16:00.0 20 -273.15
50 00:16:20.0 20 -273.15
51 00:16:40.0 20 -273.15
52 00:17:00.0 20 -273.15
53 00:17:20.0 20 -273.15
54 00:17:40.0 20 -273.15
55 00:18:00.0 20 -273.15
56 00:18:20.0 20 -273.15
57 00:18:40.0 20 -273.15
58 00:19:00.0 20 -273.15
59 00:19:20.0 20 -273.15
60 00:19:40.0 20 -273.15
61 00:20:00.0 20 -273.15
62 00:20:20.0 20 -273.15
63 00:20:40.0 20 -273.15
64 00:21:00.0 20 -273.15
65 00:21:20.0 20 -273.15
66 00:21:40.0 20 -273.15
67 00:22:00.0 20 -273.15
68 00:22:20.0 20 -273.15
69 00:22:40.0 20 -273.15



70 00:23:00.0 20 -273.15
71 00:23:20.0 20 -273.15
72 00:23:40.0 20 -273.15
73 00:24:00.0 23 -273.15
74 00:24:20.0 32 -273.15
75 00:24:40.0 41 -273.15
76 00:25:00.0 41 -273.15
77 00:25:20.0 41 -273.15
78 00:25:40.0 40 -273.15
79 00:26:00.0 41 -273.15
80 00:26:20.0 40 -273.15
81 00:26:40.0 40 -273.15
82 00:27:00.0 40 -273.15
83 00:27:20.0 40 -273.15
84 00:27:40.0 40 -273.15
85 00:28:00.0 40 -273.15
86 00:28:20.0 40 -273.15
87 00:28:40.0 41 -273.15
88 00:29:00.0 40 -273.15
89 00:29:20.0 40 -273.15
90 00:29:40.0 40 -273.15
91 00:30:00.0 40 -273.15
92 00:30:20.0 40 -273.15
93 00:30:40.0 40 -273.15
94 00:31:00.0 41 -273.15
95 00:31:20.0 41 -273.15
96 00:31:40.0 40 -273.15
97 00:32:00.0 41 -273.15
98 00:32:20.0 41 -273.15
99 00:32:40.0 40 -273.15

100 00:33:00.0 40 -273.15
101 00:33:20.0 40 -273.15
102 00:33:40.0 40 -273.15
103 00:34:00.0 40 -273.15
104 00:34:20.0 40 -273.15
105 00:34:40.0 40 -273.15
106 00:35:00.0 40 -273.15
107 00:35:20.0 42 -273.15
108 00:35:40.0 53 -273.15
109 00:36:00.0 57 -273.15
110 00:36:20.0 67 -273.15
111 00:36:40.0 75 -273.15
112 00:37:00.0 79 -273.15
113 00:37:20.0 80 -273.15
114 00:37:40.0 80 -273.15
115 00:38:00.0 80 -273.15
116 00:38:20.0 80 -273.15
117 00:38:40.0 80 -273.15



118 00:39:00.0 80 -273.15
119 00:39:20.0 80 -273.15
120 00:39:40.0 80 -273.15
121 00:40:00.0 80 -273.15
122 00:40:20.0 80 -273.15
123 00:40:40.0 80 -273.15
124 00:41:00.0 80 -273.15
125 00:41:20.0 80 -273.15
126 00:41:40.0 80 -273.15
127 00:42:00.0 80 -273.15
128 00:42:20.0 80 -273.15
129 00:42:40.0 80 -273.15
130 00:43:00.0 80 -273.15
131 00:43:20.0 80 -273.15
132 00:43:40.0 80 -273.15
133 00:44:00.0 80 -273.15
134 00:44:20.0 80 -273.15
135 00:44:40.0 80 -273.15
136 00:45:00.0 80 -273.15
137 00:45:20.0 80 -273.15
138 00:45:40.0 80 -273.15
139 00:46:00.0 80 -273.15
140 00:46:20.0 80 -273.15
141 00:46:40.0 80 -273.15
142 00:47:00.0 80 -273.15
143 00:47:20.0 80 -273.15
144 00:47:40.0 80 -273.15
145 00:48:00.0 80 -273.15
146 00:48:20.0 80 -273.15
147 00:48:40.0 80 -273.15
148 00:49:00.0 80 -273.15
149 00:49:20.0 80 -273.15
150 00:49:40.0 80 -273.15
151 00:50:00.0 80 -273.15
152 00:50:20.0 80 -273.15
153 00:50:40.0 80 -273.15
154 00:51:00.0 79 -273.15
155 00:51:20.0 80 -273.15
156 00:51:40.0 80 -273.15
157 00:52:00.0 79 -273.15
158 00:52:20.0 80 -273.15
159 00:52:40.0 80 -273.15
160 00:53:00.0 80 -273.15
161 00:53:20.0 80 -273.15
162 00:53:40.0 80 -273.15
163 00:54:00.0 79 -273.15
164 00:54:20.0 77 -273.15
165 00:54:40.0 73 -273.15



166 00:55:00.0 69 -273.15
167 00:55:20.0 64 -273.15
168 00:55:40.0 59 -273.15
169 00:56:00.0 54 -273.15
170 00:56:20.0 49 -273.15
171 00:56:40.0 45 -273.15
172 00:57:00.0 43 -273.15
173 00:57:20.0 42 -273.15
174 00:57:40.0 42 -273.15
175 00:58:00.0 42 -273.15
176 00:58:20.0 42 -273.15
177 00:58:40.0 42 -273.15
178 00:59:00.0 42 -273.15
179 00:59:20.0 42 -273.15
180 00:59:40.0 42 -273.15
181 01:00:00.0 42 -273.15
182 01:00:20.0 42 -273.15
183 01:00:40.0 42 -273.15
184 01:01:00.0 42 -273.15
185 01:01:20.0 42 -273.15
186 01:01:40.0 42 -273.15
187 01:02:00.0 42 -273.15
188 01:02:20.0 42 -273.15
189 01:02:40.0 42 -273.15
190 01:03:00.0 42 -273.15
191 01:03:20.0 42 -273.15
192 01:03:40.0 42 -273.15
193 01:04:00.0 42 -273.15
194 01:04:20.0 42 -273.15
195 01:04:40.0 42 -273.15
196 01:05:00.0 42 -273.15
197 01:05:20.0 42 -273.15
198 01:05:40.0 42 -273.15
199 01:06:00.0 42 -273.15
200 01:06:20.0 42 -273.15
201 01:06:40.0 42 -273.15
202 01:07:00.0 42 -273.15
203 01:07:20.0 42 -273.15
204 01:07:40.0 39 -273.15
205 01:08:00.0 36 -273.15
206 01:08:20.0 33 -273.15
207 01:08:40.0 28 -273.15
208 01:09:00.0 23 -273.15
209 01:09:20.0 21 -273.15
210 01:09:40.0 20 -273.15
211 01:10:00.0 20 -273.15
212 01:10:20.0 20 -273.15
213 01:10:40.0 20 -273.15



214 01:11:00.0 20 -273.15
215 01:11:20.0 20 -273.15
216 01:11:40.0 20 -273.15
217 01:12:00.0 20 -273.15
218 01:12:20.0 20 -273.15
219 01:12:40.0 20 -273.15
220 01:13:00.0 20 -273.15
221 01:13:20.0 20 -273.15
222 01:13:40.0 20 -273.15
223 01:14:00.0 20 -273.15
224 01:14:20.0 20 -273.15
225 01:14:40.0 20 -273.15
226 01:15:00.0 20 -273.15
227 01:15:20.0 20 -273.15
228 01:15:40.0 20 -273.15
229 01:16:00.0 20 -273.15
230 01:16:20.0 20 -273.15
231 01:16:40.0 20 -273.15
232 01:17:00.0 20 -273.15
233 01:17:20.0 20 -273.15
234 01:17:40.0 20 -273.15
235 01:18:00.0 20 -273.15
236 01:18:20.0 20 -273.15
237 01:18:40.0 20 -273.15
238 01:19:00.0 20 -273.15
239 01:19:20.0 20 -273.15
240 01:19:40.0 20 -273.15
241 01:20:00.0 17 -273.15
242 01:20:20.0 15 -273.15
243 01:20:40.0 13 -273.15
244 01:21:00.0 11 -273.15
245 01:21:20.0 10 -273.15
246 01:21:40.0 9 -273.15
247 01:22:00.0 7 -273.15
248 01:22:20.0 7 -273.15
249 01:22:40.0 6 -273.15
250 01:23:00.0 0 -273.15
251 01:23:20.0 0 -273.15
252 01:23:40.0 0 -273.15
253 01:24:00.0 0 -273.15
254 01:24:20.0 0 -273.15
255 01:24:40.0 0 -273.15
256 01:25:00.0 0 -273.15
257 01:25:20.0 0 -273.15
258 01:25:40.0 0 -273.15
259 01:26:00.0 0 -273.15
260 01:26:20.0 0 -273.15
261 01:26:40.0 0 -273.15



262 01:27:00.0 0 -273.15
263 01:27:20.0 0 -273.15
264 01:27:40.0 0 -273.15
265 01:28:00.0 0 -273.15
266 01:28:20.0 0 -273.15
267 01:28:40.0 0 -273.15
268 01:29:00.0 0 -273.15
269 01:29:20.0 0 -273.15
270 01:29:40.0 0 -273.15
271 01:30:00.0 0 -273.15
272 01:30:20.0 0 -273.15
273 01:30:40.0 0 -273.15
274 01:31:00.0 0 -273.15
275 01:31:20.0 0 -273.15
276 01:31:40.0 0 -273.15
277 01:32:00.0 0 -273.15
278 01:32:20.0 0 -273.15
279 01:32:40.0 0 -273.15
280 01:33:00.0 0 -273.15
281 01:33:20.0 0 -273.15
282 01:33:40.0 0 -273.15



DATEREV.
NO.

PART NO.:

DATE:
SCALE:
DRAWN BY:
PURCHASE ORDER:
LOCATION:

APP'DREVISION BY BOX 6106
3704 58 AVE.
INNISFAIL, AB
CANADA
403-227-7799
1-888-227-4923
FAX 227-7796

DRAWING NO.:

JOB NO.:
SHEET:

REV.

OF
SIZE

WELDING & MANUFACTURING LTD., that it shall be returned upon request, and that it shall

consent of BILTON WELDING & MANUFACTURING LTD.
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recipient for their confidential use only. In consideration of the loan of this drawing, the recipient
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Pressure Test Report  Page 1 of 1 

Department QC Document No. QCFORM-0130 

Label/Project No. Pressure Test Report Revision 3.00 

Document Type Form Revision Date 2024-10-11 

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

866.340.2405 info@strait.ca strait.ca

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. N/A 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 Test) 

  5psig 
5psig / 6:26pm 

Pressure on (1st Step up) 
 1.2psig 

N/A 
Pressure off (1st Step down) 

 2.5psig 
N/A 

Pressure on (2nd Step up) 
 2.5psig 

N/A 
Pressure off (2nd Step down) 

 1.5psig 
N/A 

Pressure on (Strength Test) 
 5psig 

5psig/ 6:25pm Chart Off N/A 

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 

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 

N/A 

E230015700348



Pressure Test Examination Guide Page 1 of 1 

Department QC Document No. QCFORM-0129 

Label/Project No. Pressure Test Exam Guide Revision 1.00 

Document Type Form Revision Date 2021-07-27 

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

866.340.2405 info@strait.ca strait.ca

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, 
instruments, expansion joints, etc.) 

TB 

4. Equipment with internals (i.e., filters) that could be damaged are isolated as required. TB 

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 
installed. 

TB 

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

TB 

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 



Deadweight Log Page 1 of 1 

Department QC Document No. QCFORM-0042 

Label/Project No. Deadweight Log Revision 2.00 

Document Type Form Revision Date 2020-06-04 

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

866.340.2405 info@strait.ca strait.ca

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 

SECTION 2.0 – Data 

Time Deadweight Pressure Ambient Temperature Comments 

6:20pm 0-5psig 16°C Air introduced to vessel external shell 

6:25pm 5psig 16°C Hold at 5psig for 60seconds (1 minute) 

6:26pm 5psig 16°C 60 second hold complete 

6:27pm 5psig – 0psig 16°C Slowly Air released to decline to 0psig 

SECTION 3.0 – Signatures 

Client Rep Client Signature Date 

STRAIT Rep STRAIT Signature Date 

Tammy Bowe November 26, 2024 



DATEREV.
NO.

PART NO.:

DATE:
SCALE:
DRAWN BY:
PURCHASE ORDER:
LOCATION:

APP'DREVISION BY BOX 6106
3704 58 AVE.
INNISFAIL, AB
CANADA
403-227-7799
1-888-227-4923
FAX 227-7796

DRAWING NO.:

JOB NO.:
SHEET:

REV.

OF
SIZE

WELDING & MANUFACTURING LTD., that it shall be returned upon request, and that it shall

consent of BILTON WELDING & MANUFACTURING LTD.
not be reproduced, copied, lent, or otherwise disposed of, directly or indirectly, without the written

promises and agrees that it shall not be used in any way detrimental to the interests of BILTON
recipient for their confidential use only. In consideration of the loan of this drawing, the recipient
This drawing is property of BILTON WELDING & MANUFACTURING LTD. and is lent to the
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HEAT TREATMENT 
PWHT Procedure 

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



Not Applicable Page Page 1 of 1

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

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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MATERIAL CONTROL 
Material Receiving Reports & Packing Slips 

MTR Log 
MTRs 

CRNs (as applicable) 

MTR Log 
MTRs 



 Receiving & Inspection Report Page 1 of 2 
 

 

Department QC Document No. QCFORM-0122 
Label/Project No. Receiving & Inspection Report Revision 0.00 
Document Type Form Revision Date 2020-12-16 

 

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

 866.340.2405 info@strait.ca strait.ca 

 

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 
Inc. 

End User  

Materials Supplied ☒  STRAIT    ☐  Customer    ☐  End User Vendor Paragon 
Commodity ☒  PVF    ☐  Steel    ☐  Goods Bill of Lading No.  

Materials/Goods 
Delivered Via  

☐  STRAIT    ☐  3rd Party Transport 
☐  Collect    ☒  Prepaid 

3rd Party Transport 
Provider 

 

MTR’s Provided & 
Complete ☒  Yes    ☐  No    ☐  N/A 

All Code Material must be identified by appropriate colour code. 
B31.1 ☐ ASME Sec. 1 ☐ 
B31.3 ☐ ASME Sec. IV ☐ 
B31.5 ☐ ASME Sec. VIII-1 ☒ 

CSA Z662 ☐ Non-Code Material ☐ 
CSA W47.1 ☐ Other ☐ 

 

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-
000-002 

GPPO0013816 

 

SECTION 3.0 - Comments 
 

 

SECTION 4.0 – Non-Conformance 
Any noted non-conformances? (If yes, attach copy of non-conformance report) ☐  Yes    ☒   No 
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Department QC Document No. QCFORM-0122 
Label/Project No. Receiving & Inspection Report Revision 0.00 
Document Type Form Revision Date 2020-12-16 

 

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

 866.340.2405 info@strait.ca strait.ca 

 

SECTION 5.0 – Signatures 
Received/Inspected By 

Name Signature Date Time 
KATHLYN MACHAN  2024-11-13  

Reviewed/Released By 
Name Signature Date Time 

KATHLYN MACHAN   2024-11-13  
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 Receiving & Inspection Report Page 1 of 2 
 

 

Department QC Document No. QCFORM-0122 
Label/Project No. Receiving & Inspection Report Revision 0.00 
Document Type Form Revision Date 2020-12-16 

 

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

 866.340.2405 info@strait.ca strait.ca 

 

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 
Inc. 

End User  

Materials Supplied ☒  STRAIT    ☐  Customer    ☐  End User Vendor STRAIT 
Commodity ☒  PVF    ☐  Steel    ☐  Goods Bill of Lading No.  

Materials/Goods 
Delivered Via  

☒  STRAIT    ☐  3rd Party Transport 
☐  Collect    ☐  Prepaid 

3rd Party Transport 
Provider 

 

MTR’s Provided & 
Complete ☒  Yes    ☐  No    ☐  N/A 

All Code Material must be identified by appropriate colour code. 
B31.1 ☐ ASME Sec. 1 ☐ 
B31.3 ☐ ASME Sec. IV ☐ 
B31.5 ☐ ASME Sec. VIII-1 ☒ 

CSA Z662 ☐ Non-Code Material ☐ 
CSA W47.1 ☐ Other ☐ 

 

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) ☐  Yes    ☒   No 
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Department QC Document No. QCFORM-0122 
Label/Project No. Receiving & Inspection Report Revision 0.00 
Document Type Form Revision Date 2020-12-16 

 

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

 866.340.2405 info@strait.ca strait.ca 

 

SECTION 5.0 – Signatures 
Received/Inspected By 

Name Signature Date Time 
KATHLYN MACHAN  2024-11-21  

Reviewed/Released By 
Name Signature Date Time 

KATHLYN MACHAN  2024-11-21  

 

 





 Receiving & Inspection Report Page 1 of 2 
 

 

Department QC Document No. QCFORM-0122 
Label/Project No. Receiving & Inspection Report Revision 0.00 
Document Type Form Revision Date 2020-12-16 

 

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

 866.340.2405 info@strait.ca strait.ca 

 

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 
Inc. 

End User  

Materials Supplied ☒  STRAIT    ☐  Customer    ☐  End User Vendor STRAIT 
Commodity ☐  PVF    ☒  Steel    ☐  Goods Bill of Lading No.  

Materials/Goods 
Delivered Via  

☒  STRAIT    ☐  3rd Party Transport 
☐  Collect    ☐  Prepaid 

3rd Party Transport 
Provider 

 

MTR’s Provided & 
Complete ☒  Yes    ☐  No    ☐  N/A 

All Code Material must be identified by appropriate colour code. 
B31.1 ☐ ASME Sec. 1 ☐ 
B31.3 ☐ ASME Sec. IV ☐ 
B31.5 ☐ ASME Sec. VIII-1 ☒ 

CSA Z662 ☐ Non-Code Material ☐ 
CSA W47.1 ☐ Other ☐ 

 

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) ☐  Yes    ☒   No 

 



 Receiving & Inspection Report Page 2 of 2 
 

 

Department QC Document No. QCFORM-0122 
Label/Project No. Receiving & Inspection Report Revision 0.00 
Document Type Form Revision Date 2020-12-16 

 

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

 866.340.2405 info@strait.ca strait.ca 

 

SECTION 5.0 – Signatures 
Received/Inspected By 

Name Signature Date Time 
KATHLYN MACHAN  2024-11-25  

Reviewed/Released By 
Name Signature Date Time 

KATHLYN MACHAN  2024-11-25  
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ArcelorMlttal Dofasco c,p.

PO. Box 2460
Hamilton, Ontario CANADA

L8N 3J5

Purchase Order / 8on de Commande
s1061870 06
Blll of ladlng / Connalssement
41777 4

Sold To / Vendu A
RUSSEL METALS INC.

P.O. 80X 39
WINNIPEG, MB.
R3C 263

Spec / Norm et Spec

DOF 640.21 44wls0w FOR CONV TO pLATE (01/11)
STD ASTM THICKNESS TOL€RANCE

TEST REPORTS REQUIRED

Code: QID 49549,26484

D'assai

Customer/Cli€nt Sales Order/8on de€ommande Vendor/Vendsur
243000 PCS 414789018
Packlng slip/Bordereau de charge Vehicle or cerrler/vehlcule ou Transgorteur

"r&ArcelorMlltol
Test Report

Attention:
Fax:

Date: 04/09/2024

Page 1 of 1

CaN
.0000 ,0044

Shlp To / Expedler A

RUSSEL METALS INC.

1359 ST, JAMES ST.

WINNIPEG, MB.
R3H OKg

illill lllll I I llllllllll I I lll
s100397s0

Material Descrlption / Descrlption du Material
PI.ATE-IN-COIL FOR CONVERSION

STRUCTURAL ST€EL

corLS

MII,L €DGE PLAIN DRY

.2360 MtN .2480 X 60 X cotL
WEIGHT: 55730 LBS

Test Methods / Methods d'Essal---*..-*- .

ASTM 4370, E1019, €415

Heat / €oulee: 220947 
-..-L

,05

B

.0000

Mn
.61

o

P

.01
cb

.035 .002
Ti

.001

AltSSiCuNiCrSnMo
006 .01 .03 .01 "05 .001 .00s

Als
.036 .038

Gauge length: 2 INCH

28 {*}

: .\Q"lo
Mechanlcal Properties / Proprletes Mecanlques'

Test Units: KSI

Number Lift f Dir Yield Stren6lh Ultimate Strength %Elons
DeSerle Fardeau Resistance a la Resistance a la Allong

D'elasticite Traction
3766392 T 65 74

{i) - Method of elongation calcuiation; at fracture. / Methode de calcul de l'allongernent: au point de fracture,

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

Melted ln: CANADA

TapYean 2024

Country Of Originr HarmonlzationCode: 7208370060

rttiil:.ti llt,i!:iitii:ll':';r: .- '' 'ii.:ii;:! i

doaS \j.;i:rti i:

rlrli'ri

As Shlpped From ArcelorMittal Dsf35gs 6.p.

The Results Relate Only To The ltems Tested.
This Report Shall Not Be fleproduced Except ln Full Withoul The Expressed
Written Approval of the CMTL Supervisor.

Lesley TagBart . CMTL Superviso. - 905-548-7200 x3q77

a:;

This Conltact ls 9ubiect To The Terms And Conditions Of Sale Shown On The Order Acknowledgement,
Ce Conlrat est Sujet aur Termes et Condltions de Vente lndiques Sur l'Accuie de Reception de Commande,
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MISCELLANEOUS
Coating Records

Torque Reports, Mapping & Calibration Records
Miscellaneous Project Information / 

Requirements



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

General Description: Previously coated, abrasive blast
nozzles and patches

 Primed for Subsequent Coats: No

Previously Painted-Degree of Corrosion: N/A

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

Specified Surface Profile: 2.50 - 4.00 Microns

Average Surface Profile: 0.00 Microns

Profile Accomplished By: Testex Tape

Specified Coating Thickness Range Required:

 SSPC: Yes: SSPC-SP 5 White Metal Blast Cleaning

NACE: N/A

ASTM: N/A

ISO: N/A

AWWA: N/A

Other: N/A

Thickness: 16.00 - 30.00 Microns, N/A

OBSERVED DEFECTS

Oil and Grease: No

Moisture: No

 Weld Spatter: No

Sharp Edges: No

 Contamination Tested: No

CL: N/A

 SO4 (Sulfate): N/A

CSN: N/A

Nitrates: N/A

SURFACE PREPARATION

Start Date/Time: 11/27/2024,
8:30 AM MST

Stop Date/Time: 11/27/2024,
12:00 PM MST

Area Prepared: N/A

DFT gage calibrated on:
Shim

Solvent Clean: Yes

Solvent Used: Mel

 Abrasive Blast: Yes

Abrasive Used: Black magic
30/60

Blast Hose Size: 1.75

Air Supply: 375

Blast Nozzle Pressure: 110
PSI

Multiple Compressors Used:
N/A

 Nozzle Size: 5

Compressed Air 
Cleanliness: N/A

Hand Tool: Yes

Hand Tool Types: Sand
Paper 80 Grit

Power Tool: No

Power Tool Types: N/A

 Low Pressure Wash: No

Degree Cleanliness: N/A

HP Water Wash: No

Substrate Exposed: N/A

Lighting Conditions Surface 
Prep within 10-20 Ft. 
Candles: N/A

BMR: 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



 

Photo Description: Solvent wipe

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 10 of 14



 

Photo Description: Spot blast on manway hatch

PRODUCT / MIXING

PRODUCT / MIXING 1

Coating Product Type: Epoxy

Manufacturer: International

Catalog No. / Name:
Enviroline 2405

Color: Green

Batch # Part A: 4024135009

Batch # Part B: 4024026018

Batch # Part C: N/A

 Batch # Part D: 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

 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

 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

The information contained herein is confidential and cannot be reproduced or distributed without prior written consent. © 2024 Page 11 of 14



 

Photo Description: Base part A

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

Location: N/A

 Application Date:
11/27/2024, MST

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

 

 

Applicators: Blanny Aranton

INSPECTOR REMARKS AND SIGNATURES

Name: Andrew Coates
Type: Supervisor
Date: 12/12/2024, 7:03 AM
MST

Area Spot Reading 1 Spot Reading 2 Spot Reading 3 Total Average

Area 1 22.40 20.10 26.40 68.9 22.97
  28.60 22.70 29.80 81.1 27.03
  21.90 20.20 18.30 60.4 20.13
  16.50 23.80 26.70 67 22.33
  20.50 21.70 22.00 64.2 21.4
           
      Total 341.6 22.77
           

Total       341.6 22.77

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











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

PRODUCT 
DESCRIPTION

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.
 
 
 

INTENDED USES

Green, Light Grey

Not applicable

96% ± 2% (measured according to ISO 3233 and ICF Method)

400-750 microns (16-30 mils) dry equivalent to
417-781 microns (16.7-31.2 mils) wet

1.96 m²/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

Allow appropriate loss factors

Airless Spray, Plural Component Airless Spray

PRACTICAL 
INFORMATION FOR 
ENVIROLINE 2405

Colour

Gloss Level

Volume Solids

Typical Thickness

Theoretical Coverage

Practical Coverage

Method of Application

Drying Time

Temperature Touch Dry Hard Dry Minimum Maximum

¹ 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.

Overcoating interval with self

10°C (50°F) 7 hours 17 hours² 22 hours 14 days¹

25°C (77°F) 2.5 hours 5 hours² 6 hours 14 days¹

40°C (104°F) 1.5 hours 3 hours² 5 hours 7 days¹

Part A >101°C (>214°F); Part B >101°C (>214°F); Mixed >101°C (>214°F)

1.57 kg/l (13.1 lb/gal)

REGULATORY DATA Flash Point (Typical)

Product Weight

VOC

See Product Characteristics section for further details

0.37 lb/gal (45 g/lt)    EPA Method 24

Enviroline® 2405
Hybrid Epoxy

Page 1 of 4

Ref:10139

Issue Date:21/08/2017

Protective Coatings



Enviroline® 2405
Hybrid Epoxy

All surfaces to be coated should be clean, dry and free from contamination. Prior to application all 
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 Sa2½ (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.
 
 
 
 
 

SURFACE 
PREPARATION

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.
 

2 part(s) : 1 part(s) by volume
 
 

Recommended

Suitable - small areas 
only

Typically 150-200 microns (6.0-8.0 mils) can be 
achieved

Suitable - small areas 
only

Typically 150-200 microns (6.0-8.0 mils) can be 
achieved

DO NOT THIN

Enviroline 71C (or International GTA203)

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 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.

Use suitable proprietary equipment

Recommended Tip Range 0.48-0.73 mm (19-29 thou)
Total output fluid pressure at spray tip not less 
than 211 kg/cm² (3000 p.s.i.)

APPLICATION Mixing

Mix Ratio

Working Pot Life

Plural Component 
Airless Spray

Airless Spray

Brush

Roller

Thinner

Cleaner

Work Stoppages

Clean Up

10°C (50°F) 25°C (77°F) 40°C (104°F) 

2 hours 60 minutes 30 minutes
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Enviroline® 2405
Hybrid Epoxy

The detailed Enviroline Application Guidelines should be consulted prior to use.
 
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 20ºC (68ºF).
 
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. 
 
 
 
 

PRODUCT 
CHARACTERISTICS

This product is normally applied directly to correctly prepared steel substrates and is not normally 
topcoated.

SYSTEMS 
COMPATIBILITY
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Further information regarding industry standards, terms and abbreviations used in this data sheet 
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.

ADDITIONAL 
INFORMATION

This product is intended for use only by professional applicators in industrial situations.
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.

SAFETY 
PRECAUTIONS

PACK SIZE Unit Size Part A Part B
Vol Pack Vol Pack

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.

4.5 US gal 3 US gal 5 US gal 1.5 US gal 2 US gal

SHIPPING WEIGHT
(TYPICAL)

Unit Size Part A Part B

4.5 US gal 60.9 lb 26.2 lb

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.

STORAGE

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.

Important Note

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 Items and/or Areas of Work: Coated nozzles
and patches

HOLIDAY TEST

Standard: SPO88
Voltage: 67.5 Volts
Electrode Type: Internal Sponge
# Holidays: 4

 Area Tested:
Holidays Marked With: Marker

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
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Photo Description: Manway
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Photo Description: Manway hatch
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Photo Description: Manway
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Photo Description: Manway hatch
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Photo Description: Nozzle internal
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Photo Description: Holiday test
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Photo Description: Holidays marked out
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Photo Description: Inside vessel
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Photo Description: Patch inside vessel
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Photo Description: Patch internal of vessel

REMARKS AND SIGNATURE

Name: Andrew Coates
Type: Supervisor
Date: 12/12/2024, 7:07 AM
MST
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An ultra high solids, two component polycyclamine cured lining system utilising advanced epoxy 
technology, designed for single-leg application.
 
 
 
 

PRODUCT 
DESCRIPTION

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.
 
 
 

INTENDED USES

Green, Light Grey

Not applicable

96% ± 2% (measured according to ISO 3233 and ICF Method)

400-750 microns (16-30 mils) dry equivalent to
417-781 microns (16.7-31.2 mils) wet

1.96 m²/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

Allow appropriate loss factors

Airless Spray, Plural Component Airless Spray

PRACTICAL 
INFORMATION FOR 
ENVIROLINE 2405

Colour

Gloss Level

Volume Solids

Typical Thickness

Theoretical Coverage

Practical Coverage

Method of Application

Drying Time

Temperature Touch Dry Hard Dry Minimum Maximum

¹ 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.

Overcoating interval with self

10°C (50°F) 7 hours 17 hours² 22 hours 14 days¹

25°C (77°F) 2.5 hours 5 hours² 6 hours 14 days¹

40°C (104°F) 1.5 hours 3 hours² 5 hours 7 days¹

Part A >101°C (>214°F); Part B >101°C (>214°F); Mixed >101°C (>214°F)

1.57 kg/l (13.1 lb/gal)

REGULATORY DATA Flash Point (Typical)

Product Weight

VOC

See Product Characteristics section for further details

0.37 lb/gal (45 g/lt)    EPA Method 24

Enviroline® 2405
Hybrid Epoxy
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Enviroline® 2405
Hybrid Epoxy

All surfaces to be coated should be clean, dry and free from contamination. Prior to application all 
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 Sa2½ (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.
 
 
 
 
 

SURFACE 
PREPARATION

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.
 

2 part(s) : 1 part(s) by volume
 
 

Recommended

Suitable - small areas 
only

Typically 150-200 microns (6.0-8.0 mils) can be 
achieved

Suitable - small areas 
only

Typically 150-200 microns (6.0-8.0 mils) can be 
achieved

DO NOT THIN

Enviroline 71C (or International GTA203)

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 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.

Use suitable proprietary equipment

Recommended Tip Range 0.48-0.73 mm (19-29 thou)
Total output fluid pressure at spray tip not less 
than 211 kg/cm² (3000 p.s.i.)

APPLICATION Mixing

Mix Ratio

Working Pot Life

Plural Component 
Airless Spray

Airless Spray

Brush

Roller

Thinner

Cleaner

Work Stoppages

Clean Up

10°C (50°F) 25°C (77°F) 40°C (104°F) 

2 hours 60 minutes 30 minutes
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Enviroline® 2405
Hybrid Epoxy

The detailed Enviroline Application Guidelines should be consulted prior to use.
 
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 20ºC (68ºF).
 
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. 
 
 
 
 

PRODUCT 
CHARACTERISTICS

This product is normally applied directly to correctly prepared steel substrates and is not normally 
topcoated.

SYSTEMS 
COMPATIBILITY
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Further information regarding industry standards, terms and abbreviations used in this data sheet 
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.

ADDITIONAL 
INFORMATION

This product is intended for use only by professional applicators in industrial situations.
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.

SAFETY 
PRECAUTIONS

PACK SIZE Unit Size Part A Part B
Vol Pack Vol Pack

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.

4.5 US gal 3 US gal 5 US gal 1.5 US gal 2 US gal

SHIPPING WEIGHT
(TYPICAL)

Unit Size Part A Part B

4.5 US gal 60.9 lb 26.2 lb

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.

STORAGE

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.

Important Note

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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