[FoREmoOST

Inspection and Testing Plan

Shop Construction
Revision 0

Foremost WO: 28978

Tag No.

002-T-

/
w4

Client: Devon

Description: 400 bbl Slop Oil Tank

iy Client
Ref Activity Description QC Activity Required Acceptance Criterion | Verifying Documents iRLCEP Duty | FULP | Hold | Client
: Points
A. Approvals
= : S e . P
L. | Drawing approvals gnnlfrm design a:?d fabrication Client Approval Stamp Ap;i)rmcd Drawings cfw D E EJ) : H;
rawing approvals Client Approval Stamp ! RV
3F 3
Approved Procedures P ‘3> 5
2 Welding Procedure Approvals Procedures as per ASME IX Client Approval Stamp cfw Client Approval D E : RV '
Stamp 3P M 0. i
Welder Qualitications W Foremost Welding WQR / WOQR QC ¥
! elders pe E ) : v
_“__i_& Approvals YWeiicas pes ASMEEX Examiner signatures (AB-76 A& B) £ ip ’J VA R 0/’
G ey . - \
B. Receipt Inspection
; Confirm thickness. Material type Drawings ; 2 QC %_9, ' /
1. | Fioor, Roof and Shell Plate e 7 S 3 ; S MTR s and Packing Slips I 9 R
and quantities Material- Specification H MR ,UW /s
Pressure Boundary Fabrication ; Drawings X QC é’ i
2 e . Confirm material per P.O. | 8 MTR’s and Packing Slips [ S0 [
Material Material- Specification D MR nﬁ;/f/, 3 5
C. In Process Inspection
Y . . i “hmqi&(...‘unﬁrm proper layout of floor plate - : o Tank Travel Sheet and S 7 ; J ;
. Floos Layout . and cotrect orientation of seams Rickr Sayout dinng this ITP A QEP ,&’1 2V ’;’ 5 _;’
o g { Confirm proper radius and joial General Arrangement Tank Travei Sheet and ,&- 2 i ;
2. P 1[ = i 3 S i 1
Floor wo Shell Fit-up ! preparation drawing this ITP ; | e [ pev ,%' ;
; ; i . 2 * Confirm proper gap and aceeptable General Arrangement Tank Trave! Sheet and - 5) b Wa
% | 0le rontal Seam Fit- ; £ A ) _ /F | 2 .
5 Shell Horizontal Seam Fit-up | sligssmen: fcsiing this ITP I | QC/E 5}.1 W/ I AN
————— = e ——— . et e ———— — 1
Legend:
Requirements: 1 - Inspect Duts: QU - Quadity Control P - Projects =t

W Witness

B = Hodd Point

¥ Brocuments Reguired
K - Random lspection

RV - Review

¥ - Foreman
E — Engineering

M — Muterial Recever

C - Contracior
3P — Third Pagw/Client Insp.




Client
Duty | FULP | Hold | Client
Points

FULP

Ref Activity Description QC Activity Required Acceptance Criterion | Verifying Documents Req

Confirm proper gap and scceptable General Arrangement Tank Travel Sheet and

% Shell Vestical Seam Fit-up aligniment, Venfy Seam Orientation drawing this ITP

{i
I QC/F ﬁfsb I

Confirm orientations are proper & H @
within tolerance General Arrangement Tank Travel Sheet and I QC/F . I
Contirm Tank Quarter Marks are drawing this ITE : M&fﬁ
permanently marked ' 72
Confirm correct nozzle orientation 'S
and elevation, General Arrangement & Tank Travel Sheer and b OC/F ’ A I
Confirm correct nozzle size and if Nozzle drawings this ITP i o

repad req’d | 2 /}
Contirm flange face is two-holed, i

level & square to tank

=7 Orientation of Tank

6. | Nozzle Lay-out

Confirm repad dimensions 2
Confirm weld joint gap i

: Confirm al! attachments are in 3 Tank Travel Sheet and - % Y A
8. Es il achments " i g = i ] [
xternal Artachments correct location/position Component drawings [ QC/F 2 I

this ITP

Confirm all attachments are in
correct location/position P§>
Confirm all sharp edges of

internal attachments and nozzles

have been radiused for coating 2
application

AT s Tank Travel Sheet and =
9. | Internal Attachments Component drawings s ITP I QCHF | v

Confirm all piping components

Nz

1
%//
Confi al &i l G 1 Arr t& Tank Travel Sh d E .&-
| = Nowrle Fits OnLirm proper extern: Internal enera anggmen ank irave eet an i s .
| RO projection Nozzle drawings this ITP | I L fl}t;,/ !
d

10. | Internal Piping are installed with correct gaskets Gm::?:f;:?;f :’:e::t 2 Tank T:ﬁ;c;.;}:ee: Wi I QCF V- 9/{ I
| and full bolting PR & ; | 75
Contirm Sub Supplier conforming , . i ‘
43 ; 5 AR 5 & ; Signed off ¢S .
L. | Painting and Coating to Client Specifications as they Client Specification igned 2 ITP ek D . P E 1
; e po Supplier QC | |
apply 1o their scope of work s ot
f Contirm Sub Supplier conforming ; ; fg ! v
g s SRl ' n e g ' S +
12. | Insulation . 1o Client Specifications as they Client Specification Signed off iTP by Sub D P. I
1 y P e Supplicr QU
] i § apply to their scope of work ) . g
epend:
Requivements: - Inspea Duty. OC — Quality Contro! P - Projects -2
W— Witnesy ¥ - Foreman € - Contracior
H - Hold Point E - Enginvering 3P — Third Putv/Client lusp.
0 = Documents Required MR = Materiad Recerver

H - Raedom Inspection
BV - Review



FULP

Client

Ref Activity Description QC Activity Required Acceptance Criterion | Verifying Documents Req. | DUty | FULP | Hold Cliemt
’ Points
Verily welders have valid CWB
qualifications
Verify correct CWB weld
procedures are in use - s
13. | Platform Verily correct dimensions Component drawings TR vl Short a0t 1| QoF | / I
iy e 2o this ITP
Verify weld sizes and suitability
for blasting and painting / // i
Verify proper fit-up of platform (“'7
on tank
D. NDE
. | NDE Subcontractor Lot L B e APL-650 Paragraph 8.1 | ubcomtmactorPersonnel |, | QC A .| Ry
personnel qualifications Certifications ip [\0‘}’ /
‘%
2. | Vacuum Test Floor Seams VYacuum box test floor seams API-650 Paragraph 7.3.3 Fank Lk ohetuing ! QUK P%,j : RV
= Test Reports D fL 9'?
§iZ Mag Particle first pass of the b—é a
3 ‘\:{:E:t Pzitf;:lc Floor o Shell internal floor to shell weld prior to | API-650 Paragraph 7.2.4.1 | NDE Reports and this ITP l; QCF e RV |
=g welding outside 15/, '
s Daricle H. . Mag Particle completed internal API-650 Paragraph 8.2 and '&, .
4, xzb p;‘;‘;;“{nf{;‘;‘;’i]?f:‘;'i floor to shell fillet weld for toe Devon Specification GS- | NDE Reports and this [TP lg QCF | v RV tw
P i Y cracks. 3410 Paragraph 8.2.3 39/ /3
5. | Mag Particle Lifting Lugs Mig Paricic completed KRR W8 | sprnasPusensi 67 | NDEReporsmiistie | 1 | oo > .
to shell welds I D [ s / y
] /
Mag Particle 2% of nozzle, repad 0 ; vy o s | I i }&‘ '
ae P: <l o . falde 2 » i & ] - H J |
0. Mag Paruicle Attachment Welds and attachment welds by welder API-650 Paragraph 8.2 NDE Reports and this [TP ¢ D QU/F - 0,7 RV : d)
/3
Spot RT of Horizontal and i '@ ’ 4 N
izontal and Verticai § Verti 1 ; &
7 RT H§rxzont¢] and Vertical Shell er.:.ical She} _Seam§ {RT_Fn be APL:650 Paragraph 8.1 NDE teports | I QU/E RY |
Seams pertormed as soon as possible [ B ne ¢ g
after weld compietion) i 2 // 3 |
Legend:

Rex ST

[ = In»pc»‘l

W — Witness

H - Hold Poim

D - Documents Reguired
B - Randoin Inspecton
BV - Review

Duty:  QC - Quality Contral
b — Foreman

E - Engineeting

MR - Mageniai Receiver

P - Projects
C - Contractor
3P - Thind Party/Client Insp.




. Client
: i i P " Ol ; g0 sl . FULP — 5
Ref Activity Description QC Activity Required Acceptance Criterion | Verifying Documents S Duty | FULP | Hold | Client
; Points
8. | Air Test Nozzle Repads { Air test nozzle repads t |5 psi API-650 Paragraph 7.3.4 Tk "Fr.avcl Shm;l i . QC/F | kg RV |
; Test Reports D e
1[1%59):
L é{ /3
¢ H e
9. | Tank Testing Air / Soap Test tank to 12 ounces API-12F Al Tank_ Pest Kepont 1 QU/F ; @’ 2 H
and this ITP ’\J / W
i nr P :1( 3
E. Non Conformities
Non-conformities that require the e —— E .| ]
. Clos £ 300 Cnloniiige alteration of design or material Foremost QC Manual n' fﬁm * i n-n‘ H 1 ¢ g H
. N L ¥ replacement to be approved by Section 10 (lr\’CnR I !an-‘:‘ Zii)oof; D i ap | : RV
L Customer e L Loty
F. Documentation

Review Q.C. documents to ensure

o — all required items are present, Customer and Code ” H QC H
L. | Q€. DataReview ¢ completed and acceptable for turn requirements Roxtee D 5 z RV
a { over to Client ] A [
G.  Final Inspection
i [ i H 3 i s f) i
. , 5 Qi.sntnng cqull_pmr,m completeness API-650 H i A ' H |
Mechanical Assembly Walk ¢ Final dimensional check 2o — Tank Travel Sheet and QCHF i |
1. i . ; e A Fabrication Drawings : I ﬂ oV E 4
Through | Contirm no Code, specification or Client Specifications this ITP D 3P RV |
| drawing violations Rl ﬂ? /3 !
H. Release
Q‘mﬁrm Tan_k Release and APL-650 . H P i ]
_ _ i Acceptance form has been P y Release and Acceptance QC/F H
1 Release and Acceptance ] - o Fabrication Drawings ; : 5 Tl I W/ §
i | completed and signed by Client Snocificasione form and this ITP 0 ip % y 1
i | Foremost and Client reps SRR ] | 2;‘/( 5-
Legend:

- Dnspect

W — Wimness

H - Hold Point

D~ Documents Requised
B - Rundom Inspection
RV - Review

Requirements

QC — Quaiity Control

F o Foreman

E - Engineering

MR - Muaterial Beceiver

P - Projects
£ - Contractar
3P - Thurd Party/Client Insp



[FoREMOST

STORAGE TANK TRAVEL SHEET

Job #: 028978

Client:

Devon Canada

| Tank Tag #: 002-T-08-1118

Firetube Serial #:

N/A

Tank Serial #: 028978-1

Construction Code: API MOD app. F

Inspection Level: 3

H - Hold, I-Inspect, D —Document, W — Witness, R - Review

Foreman = C o
Compleed By | nspcton | Foemar, it and ';jlf‘?c;j;;gj | Dispaiuisini
IFC Drawings Confirmed H /F Wal/ 33 H Ry Mo 1/13]
Weld Procedures 1 7? Mm/ 3/ I Aot 1)od
Welder Qualifications H ﬂ’ W 3742 1 ¥ Nov- 1 /3
Material Verification I WM 3 /{3 I _r:\_ o/ /3/3,
Floor Layout B = Nov 12/(3] ! * Naw ﬁ?/fa
Floor Weld (Top) bP I ’ﬂf oy 121(3 1 /hd/ / /5
Floor Weld (Bottom) bP I «77: /Uod By Q\ Aot (/.
Floor Vacuum Test c/w Report I\JS H 0‘49 A U 29 H/D & V}?}J/ :9%3
(o) Extermly Ks [k | Hﬁ/ya gl ' 18 Nawr9s
Floor To Shell Weld-Test ¢/w Report— H H/D
MPI of Fioor to Shell Weld (if applicable) _ H/D ;,@ i 2¢/,3
= @l | [y sl 7 I f 74
Roof Welds (Internal / External) 2 1 ¥ My 4 1 . New. D3
Roof To Shell Weld (incl runaround) ’fF/KT I /F oy 1{ 1 N e, Trn
Vertical Seams IN ouT
1" Course (Internal / External) ;&{ 1F 1 @f /f/aqz—;# I . P ey 2 Yr3
2" Course (Internal / External) I oo | 1 ). Vev-2&/k
- 3" Course (Internal / External) KJ KO/ I mﬁf [//(3 | I j\ XS ’“4)[/
~42-Course-Hnternal/ External) ] P
Horizontal Seams IN ouT 03
I" Seam (Internal / External) TE | TF I N}O/VWMZ‘T I [ Wov: J“?/ 79
2" Seam (Internal / External) TF | 1F I (N /D/Mbu 2 I &. /A -2 Lo
3" Seam(internal-+External)— e e [ ——




[FoRemosT

STORAGE TANK TRAVEL SHEET

Job #: 028978

Client;

Devon Canada

Tank Tag #: 002-T-08-1118

Firetube Serial #;

N/A

Tank Serial #: 028978-1

Construction Code: API MOD app. F

Foreman oo QcC s -
’ . Foreman Initial and 2 QC Initial and
Conipleted By [H"zlljc:c[::)ﬂiztf Inspection Date Il_']l;f:c;::;:: Inspection Date
Tank Strapping 'f - | I le M ew. 5
Nozzle Orientations & Elevations TP /,m H Tf MOU 15/:/? H Pf} /l ou. 2 )// 3
ST =2 I 717, /7 R AN
Nozzle Ratings & Schedule /r? I IF Mo g/{?ﬂ | ,,G \si/ 2 / 3
Nozzle & Repad Welds TF / .k"'é'//p;pr I —-ﬁl; Nm} 80/12) 1 I\ Y\ o/ D%/ 1
Nozzle Repad Test c/w Report M S | 1/D 4@‘ ﬂnﬂ 9/?
Firetub. ati gasket . ; ‘
5 T 1 __--"""'---...___
il applicabl
Firetube Test Report on File ; 3
(if applicable) o N _/f'“-{
External Attachment Orientations & - e f.) g 7
Elevations 'ﬁ; [ /’? Nou !5 / 2 [ /uQ /I / /. & // 4
: L
External Attachment Welds (2 /’_Kj I 'rf’?Nw ;lb/f? I N . V]sv Q“r’/,
Ladd’er Installation f:j /P2 I 17 /Uf / “// 1 [ k‘Q flov. 9’/
Platform Installation ,\JF !_:"kj/ I "ﬁ// NO\J bi/ﬁ, I b) Vv 33/1
Internal Piping & Supports Orientation o ' a 0
and Elevations Kj/ : ’ff /Uo l]@z é’ : 5 Nev 9%3
Internal Piping Studs, Nuts, Gaskets & | N &
Support Welds K{ : 7% MO[) (}g : W . Ve 27
Welder [.D. Marked I WW%NZ 7— I j& flov- .‘34/3
Nameplate Data | }\&) ]/} o 2
Nameplate Installation ! 1,&< Wm / r
Final Visual and Completion Inspection : / :
Prior to Air Testing "/l I&?Aﬁv/,y Z? e }\\ HU'U g/t
NCR’s Rectified 1/D I\X v 2% 2
Heat #’s Recorded 1/D }\&\ W 9/!‘
Radicgraph and NDE Reports on File ;
(Tank and Firetube) Pty /D), oV 2
Air Test or Hydro Test ¢/w Report 7/F q€iw W/I/‘r/ 24| H/W/D )\EL }&«L/ 9/5
All Data Package Requirements and o .
ITP Completed and on File. Le I/Q \_!)‘.( .
Release Completed and Signed H/D




2838 Eliwood Dr., Edmonton, AB, Canada, T8X 0AY, Phone: (780} 450-8883 Fax: (780) 450-8854

INSPECTION RELEASE REPQRT

MTL Job No.,  28890-10 Release No. 001
Devon PO# 4100001170 / FE-CPE-M0QO5 WBS No.
Project Ferrier Central Processing Facility Lecation / LSD

[BA - Engineer

Ciient Project Enginear  Shane Usipuik - QA Lead Phone
Amrik Dhaliwal - Expeditar 403-776-6435
Vendor Foremost Universal - Lioydminster AR Vendor Job No. L_%\“ A 5
Vendor Primary Contact Shane Buray Phone 403-266-4558
Equipment {1) 400BEL Slon Tank Tag No, 002-T-D8-1118
Carrier Trailer No,
Packing Siip No. Waybill No.
Rev# Inspection Ehipping Details _ Date inspector Vendor
7 FEIR : : L NDW efﬂi\(js; fiwaa’{&. i r ", & o
; @ ﬁ (O Yoo 8BL Thek i e e e 28114 &y X K
1 b g L._-'
2 [ ] [ ]
| L.
3 O O
Description of Material or Equipment
= LR ©CAN o
HT0GE TINK Y piaqreem |, Claqy oF supen Lo [ACTS.
Yes No NIA

The Vendor Quality Contral shall ensure that 2! Nen-Confarmance Resortz zre

Shop Release signed off if applicable.

The Vendor Quaiity Control shall enstra that all the documentation is forwarded to

Shop Release the site with the completed equipment.

Shop Release The Client Representative shall witness equipment loading and tie down and wil
e verify that any loose material i he instailed at site is secured for franspo.
The Vendor shall ensure all packaging, markings and shipping preparations are in

Shop Release compliance with Deven epecifications, purchase order, notes and atachiments

Deficiency Items if Applicable

Attached Lo NJA Commenis

> -

Sy o ¥ > V. f = B
Cd Prichiard - x - AL '(F J ?-' 780-220-57085
e - il P i ’é
i M Mt 28/
nepector Signature Date Phone

) . - T ----—..’:!
Yendor Quaiity Represantaiive i Signature

Phone

~ —~— ’ T, = s o bi o
ez L2 o . pisie \@’W PRO-§2 (412
Date

E-Mail



| | Page__J OF [
@ INSPECTION GROUP INC. job #,ﬁ?ﬁ?‘? ‘i’/ 7@  pue /,M/E 2. “//z ¢ T

C Ilcm_l)ﬂ-@_‘f_.ﬁ“ﬁi’f

‘836 Ellwood Drive $.W. Edmonion, AR TEX 049 ShOp Mmm’ LL’OV D /HNOJ € K‘
Office. (780) 450-8883 Fax: (780) 450-8884

'_ wenmtinspection.com Shop Jab #_-2&9 '?7' { ﬁ?g

~CU— . VI:NDOR SIGN OFF
e _-f‘f‘_i\__‘i'i’f’ffi’?fl___ . REPRESENTATIVE __ DATE
g9 f 1‘2925

Wz .
‘”ﬁu ﬁdwrd’vw Avics |

. I, S RO e |
LIDNIAL ST 1A Ty PhtEen ¥ oodt Ko 27 _Iwipe 287,
30 Bait on mBawA Co\e s AETOR (PO s INDAUED 5 i

e CITEED B WELTPY? Bor¥

- _ ' ks N
_ L,;-(??;? S '_'_-: ——— e e e e i e _‘_l_ — —— pra—

“g}m [l oNE ynoge ’@W‘QVM-@/\? _LA_’ . ____j"ﬁxc?_b’gz .
AT Con |

— _|_.._.____. —— o

7 /MIMM/M AH AND AREC il # B | 4

|
e

et s ~—--—«L-—— ——— A
P e | S S
e e e——————
T —e

—— N S e
|
== ———m ———— e e L - i i
- R .
— y— ———— T y— — - . — — SCCE— — —_—
|
T e e s it e e e it et ks _}_. ——— e —

MITL REPRESENTATIVE: (]} ﬁ&(/ﬁw T~ DATE M 2%/ i

ENDOR RE PRPstNme ;;‘Lm ’!F Z

WIS PATLURE QN pART O 1

SPRCTOR T MSAPPROVE

___DATE:._MA. 2 L{/ oo
R REIECT ANY WORK GR MATERIALS SHALL NUTT B

BECONSTRIUED AS ACTERTANCE U ANY DEFBCTIVE 0ME O 1 RV






RADIOGRAPHIC RT-173270-1
INSPECTION REPORT ' Page 1 of 1

IRISNRT

! Exposure Device #; D5934 Source #: 99804B | Job [ P.O. #: 0234978 IRISNOT #: 173270 Date: 28-Now-13 4.‘
Cobalt 60] IR 192 [ X-Ray [] EFSS: 183 Client: FOREMOST WEST
Filim Brand: AGFA #Film/cassetia: 1 I Location: LLOYDMINSTER, ALBERTA
Code: API 650 8.1.5 ltem Inspected: Tank 1/4" THK aterial: P1
? Film # Lof:lazt?c,)n !Welder IRISNDT | 8.0.D.  OFD. |#of | Work | Film . Type and Location of Discontinuities [A)ccept!
) : Thicknes‘s | ID Proc. |Inches | Inches |Exp.| Loc. | Type | {rejectable discontinuities in square brackets [ ) {R)eject
| | i [ SM# .028678-1 ATT.. DEVON CANADA
e T '—‘1 U s
: . 8" SPOTS
Ve 42-48 Kd RT2 (62 39 141 a4 | o5 | p@45, 45114 A
SNSRI SENPER (RE S :
H1 33-38 | KJ RT 2 14.62 | 375 1 1 | D& [ p/s@33-34, 36-391/2 | R
WIH ! 50-98 [ KJ | RT2 | 1482 | IE5 1 i D& [ p@811/2] R
e e e T i |
|
| .
i
e I I
| |
.._|>_ e et
| /
. (\ /
- ! e |
. | /
2 SPC—— . | |
: L | i ‘ i | !
Nuinber of Radiation Barrier Warning Signs Erected: 8 Number of Radiation Barrier Warning Signs Returned: & ‘
Wark Location Legend: {1] Inside Fab. Shop [2] Yard/Lay-down Area [3] Piping/Modular Fab. Area [4] N/A (Other)
R T AB - Arc Burms EUC - Extarnal Undarcul IC - Internal Concawity
LD = Sourge-to-objacl distance (D) BT - Burn Through IUC - Intermal Underew: LF - Lack of Fusion
| CHK - Cragk HE - Holow Bead LG - Low Cover
OFD = Source-nbject-disiance {2 in T-274 1 ." EF - Excessiva Penetralion IP - Incompleta Peretration MA - Mizalgnment
| e e W ! F - Porosity 8 - 8ag
A nterpretalion by

Film Quartity: ‘

; ART ETREET = J BNT-TC-1A Il
— 1 1 I | . _
| 3 (4%x8%) |D5 || PR < = CESE I
Out 0400 Hrs 10 . iPring ; /g il TlevEll
- v & — CGEE # 12882 ‘
| ..... e - _""7.'.'.'-. X, _‘., E
| S — -~ - Pl il
| v iSignatura) 77
o —‘ Cliznl Raprasertative |
iPrity BEN REED |
¥ | i I am in ful |
y acreamant wilk ! ]
L — repor! contents £y "
{Sigr f 0 2
S (TAR) 437-0072 Faw (TA0) 435 143E 1
Cold Lake (TAG, B2G.5108 Doer Prrk, TX [287) 4764444
Fort Mclurray STED) TAZT556 Matsiz,Houston, TX T13) 7221177 ‘
Fed Geer [EHERCE R ) Tulza OF (B 448-2775

|
IRISNDT E-2004K



RADIOGRAPHIC
INSPECTION REPORT

RT-173284-1

Page 1 of

i Exposure bevice #: D5934
Cobalt ¢ IR 192 [
Film Brand; AGFA

50

X-Ray []

Source #: 998048
EFSS:; 163

#Film/cassette: 1

‘ Job / P.O. #: 028978
STWEST
LLOYDMINSTER. ALBERTA

| Client;

Location:

FOREMOS

IRISNDT #: 173284 Date: 28-Now-13

Code: AP 650 8.1.5 | ltem Inspected: Tank 1/4" THK Material: P
N T e | i .
oo o e S e
R Lo?‘:azt?(l)n Welder |IRISNDT §0.D. | O.FD. | #of | Work | Fiim Type and Location of Discontinuities (AJccept
) . Thic;knes:s [a} Prec. |lInches|Inches Exp.! Loc.  Type ! (rejectable discontinuities in square brackets [ 1) |(R)eject]
______ o | SN# .026978-1 ATT.. DEVON CANADA |
; | REPAIRS/TRACERS
e ......_i.._ - S —— i
VIHIRY | 90-98 | KJ RT2 | 14862 | 375 | 1 i D5
VAT £84-90 o u :
H1R1 33-39 _| K | RT2 | 1482 | 375 | 1 1 D5 | A
7 i FRT2 | . 1 y
M2 56-45 RTZ | * L E 1 A
| l | |
| |
i. R T T T, L y I/]
| . | | / | 1
- S i fid
|
e _____i__.‘ J .
- _J!____ i ; i
|

Minmber of Radiation Barrier Warning Signs Erected: 6

Number of Radiation Barrier Warning Signs Returned: 6

Work Location Legend:

[1] Inside Fab. Shop

[2] Yard/Lay-down Area

[3] Piping/Modular Fab, Area [4] N/A {Otherj

Pr | | AB - fArc Bumns EUC - Exlernal Undercut IC - Intarnal Concavity
PoROn = Source-to-abjec! dslance {0 BT - Burn Through WD - internal Unaerout LF - Lack of Fusion
| CK - Grack HE - Hellow Baag LT - Low Covar
il OFL = Sowcs-objest-dstance (010 T-274 ) EP - Excassive Penatralion IP - Ircomelete Peretration WA - Misahorment
F - Porosity S - Slag
; Imerpretator oy

Al Quaniily ART STREET SNTTCA1A '

===l [ [ (4%x8%) [D5 TS 1 e

B00 . FHrs kL 4 (3% 8 ) i D5 ‘Prirhi 3 Vi / = Tilevel]

i L A A CGSR # 12882
...... H . -y
i) P, 9 4
[Sighaturel=" T & F
Sl Client Represanialive
{Print) BEN REED
8] e L lamin full |
| | agresmeant with ; I
repor contents / ) TL /,’-
(5] fg&:men 07 1 D Al ‘
i S o ! T ot

0 45T-2027 Fax (7800 4361436
Cold Lake
Fart Mohurray
Red Seer

(TED) BRE-GI0S
(7RO} T42-1536
(407 3471742

Cear Pack TH
Houstan, TX

“a

Tulss

O

TRISNDT E-2004N



1R 1SN DTT

MAGNETIC PARTICLE
INSPECTION REPORT

MT-173139-01

Page 1 of 1

Procedures: MT 2V, PROC 5.0
Code: API-650 SEC.8.2 4.

Job / P.O. #: WO# 28978
Client: FOREMOST WEST

IRISNDT #: 173139

Date; 15-Nov-13

Location: LLOYDMINSTER ; AB.
ltem Inspected: SN# 028978-1

Surface Condition: Painted [J Sandblasted [] Machined ] AsCast[] AsForged [] Weldment[X Other ]
Material: P1

Thickness: N/A Heat Treatment: AS WELDED

Bench: Headshot[] Central Conductor [  Coil [J
Mfg: CONTCUR PROBE Calibration Date: 30-Oct-13

Yoke [} Coil[d Prod [
IRISNDT #: 40099

Magnetizing Equipment:

Blacklight: [J IRISNDT #: N/A Mfg: Calibration Date:  --13
O Verification per ASME V Art 7 T.777.2
Whitelight: Battery Powered Min. 3V X } Held within 30 cm (12in) of the inspection surface
110V Power Min. 0W Bulb X provides minimum 1000 Lx (100fc)
Method of Magnetization: AC[K DC[] ContinuousX Residual ]

Magnetic Particles:

Dry[d wet®
Batch #: 301-12

Red[] Grey[d Black[X] Fluorescent[]

Mfg: MAGNAFLUX

Type: 7C

Background: X

Batch #: 1272

Mfg: ARDROX

Type: 8901W

A MAGNETIC PARTICLE EXAMINATION WAS CARRIED OUT, AS REQUESTED, ON THE FIRST PASS OF INTERNAL FLOOR TO SHELL
FILLET WELD,

RESULTS: ACCEPTABLE TO CODE.

REQ. BEN REED @ FOREMOST WEST
CLIENT: DEVON

Inspection Limitation(s):

NIC Consumables: Interpretation by,

Unit®: 418 Kilometers:

MIN RANDY TRADEWELL SNT-TC-1A 2
' C.GSB. 2
In: 0700 Out 0800 Hrs: 1.0 {Print) “{level}
CGSB # 5357

In: Out: Hrs: W

Persannal; (Signature)
Client Representative;

RANDY TRADEWELL {Print) BEN REED
AMANDA DEWOLFE | arm in full

agreament with

/ el
o~ NOV 157

report contents
P ) /

5311 - B8 Street Edmenton, Alberts, TBE S5TE Phone: (780) 437-2022 Fax: (780) 436-1438
Calgary (403) 278-8121 Cold Lake [780) 584-1114 Col Christi, TX {361) 8B8-4T00
Lioydminster (7T80) BT5-8455 Fort McMurmay (780) 743-1536 Déar Park, TX (281) 476-4444
Barhead (780) 674-3013 High Level {780) 958-4054 Matrix, Houston, TX 713) 722-7177
Misku (780) B55-T618 Red Deer {403) 347-1742 Texas Chty, TX (480) 945-2262

Medicine Hat (d-OS_} 427-6284 Tulsa, CK (918) 448-8773

IRISNDT E-2003F

=
[



1RSI DT

MAGNETIC PARTICLE
INSPECTION REPORT

MT-173139-03
Page 1 of 1

Procedures: MT 2V, PROC 5.0
Code: API-650 SEC.8.2.4.

Job / P.O. #: WO# 28978

Client: FOREMOST WEST
Location:
ltem Inspected: SN# 028978-1

IRISNDT #: 173139

LLOYDMINSTER ; AB.

Date: 15-Nov-13

Surface Condition: Painted [] Sandblasted [] Machined (] AsCast[J AsForged (] Weldment[X] OtherJ

Material: P1

Thickness: N/A Heat Treatment: AS WELDED

Magnetizing Equipment:

Yoke ¥ Coil[d Prod[d
IRISNDT #: 40099

Bench: Headshot[[] Central Conducter[J Coil [J
Mfg: CONTOUR PROBE Calibration Date: 30-Oct-13

Blacklight: [] IRISNDT #: N/A Mfg: Calibration Date: --13
a Verification per ASME V Art 7 T.777.2
Whitelight: Battery Powered Min, 3V x4 } Held within 30 cm (12in) of the inspection surface
110V Power Min. 60W Bulb X provides minimum 1000 Lx (100fc)
Method of Magnetization: AC[ DC[J] Continuous [ Residual [J
Magnetic Particles: Dry[d wetlX Red[] Grey[d BlackXl Flucrescent []
Batch #: 301-12 Mfg: MAGNAFLUX Type: 7C
Background: X Batch #: 1272 Mfg: ARDROX Type: 8801W

A MAGNETIC PARTICLE EXAMINATION WAS CARRIED OUT, AS REQUESTED, ON 2 ROOF LIFTING LUGS.
RESULTS: ACCEPTABLE TO CODE.

REQ. BEN REED @ FOREMOST WEST

CLIENT: DEVON

4

Inspection Limitation(s):

- Interpratation by:
Unit#: 418 Kilometers:  NIC S RANDY TRADEWELL SNT-TC-1A 2
MIN. N
C.GSB. 2
In: 0830 Out: 1000 Hrs: .5 {Print) {levell
CGSB # 5357
In: Cut: Hrs:
Personnel: (Signature) d
Client Represantative;
RANDY TRADEWELL (Print} BEN REED
AMANDA DEWOLFE am in full
agreement with
report contents )
sy >~ NOV 15 2013
A —
— P
5311 - B8 Streel Edmonton, Alberta, TGE 5T8 Phone: (760) 437-2022 Fax; (780) 438-1438 ’
Calgary {403) 279-8121 Cold Lake {780) 584-1114 Corpus Christi, TX (361) 888-4700
Lioydminster {780) 875-8455 Fart McMurray {780) 743-1536 Deer Park, TX {281) 476-4444
Barrhead {780) 674-3018 High Level {780) 956-4084 Matrix, Houston, TX (T13) 722.71177
Nisku {780) 955-7518 Red Deer (403) 347-1742 Texas City, TX (480) 945-2262
Medicine Hat (403) 427-6284 Tulsa, OK (918) £48-8773

IRISNDT E-2003F




MAGNETIC PARTICLE MT-173194-01
INSPECTION REPORT Page 1 of 1

Procedures: MT 2V (5.15.2) Job /P.O. #: SEE BELOW IRISNDT #: 173194 Date: 20-Nov-13
Code: API 650 Client: FOREMOST WEST
Location: LLOYDMINSTER, ALBERTA

ltem Inspected: floor to shell

Surface Condition: Painted (] Sandblasted [] Machined ] AsCast[] AsForged ] WeldmentX Other ]

Material: 38W Thickness: STD Heat Treatment: NA
Magnetizing Equipment: Yoke [ Coil[] Prod[] Bench: Headshot (] Central Conductor ]  Coil (]
IRISNDT #: 40118 Mfg: CONTOUR PROBE Calibration Date: 01-Mar-13
Blacklight: [] IRISNDT #: N/A fg: Calibration Date:  -Jan-11
O Verification per ASME V Art 7 T.777.2
Whitelight: Battery Powered Min. 3V = } Held within 30 cm (12in) of the inspection surface
110V Power Min. 60W Bulb O provides minimum 1000 Lx (100fc)

Method of Magnetization: AC[K DC[J Continuous[X] Residual (]

Wagnetic Particles: Dy wetlX Red[] Grey[d] Black[Xl Fluorescent ]
Batch #: 1285-33 Mfg: Magnaflux Type: 7C
Background: [X] Batch #: 1284 Mfg: ARDROX Type: 8901W

A 100% wet black magnetic particle inspection was carried out on finished floor to shell fillet welds inside only

S/N: 028978-1
Welder ID: KJ

RESULTS: ACCEPTABLE TO CODE

REQ: Ben Reed

Wo#028978
Client: Devon Canada

Inspection Limitation(s):

. . 3 Interpretation by:
g 299 Kilometers: _ NiA mﬁ“mabies' DANIELLE LERICHE SNT-TC1A il
C.GS8B 1l
In: 0700 Cut.  CBCO Hrs: 1.0 {Print) . “levell
| o H - C.G.5B.# 13551
n: ut: rs: —T
Personnel; (Signature
| Client Representative: —
DANIELLE LERICHE {Print) f g -
Amanda DeWolfe am in full L //“-»e i
agreement with
report contents T T an
(Sign) (P’_q,/ NOV 2 0 2013
2

5311 - 86 Street Edmonton, Alberta, TGE 5T8 Phane; (T80) 437-2022 Fax: (760) 438-1436

Calgary {403) 278-8121 Cold Lake (780) 826-6105 Deer Park, TX (281} 475-4444
Lioydminster {780} B75-8455 Fon Mehurray (780) 743-1538 Matrix, Houston, TX 3z
Barrthead {780) 874-3018 Red Deer (403) 347-1742 Tulsa, OK (818} 448-3773
Misku {780) 955-7516

IRISNDT E-Z003F




MAGNETIC PARTICLE MT-173288-04
INSPECTION REPORT Page 1oF1

Procedures: MT 2V PROCEDURE( 5.15.2) Job / P.O, #: SEE BELOW IRISNDT #: 173288 Date: 29-Nov-13
Code: API 650(3.2.4) Client: FOREMOST WEST
Location: LLOYDMINSTER , AB

ltem Inspected: PERCENTAGE WELDS.

Surface Condition: Painted [] Sandblasted [] Machined ] AsCast[[] AsForged[] Weldmentd Other [

Material: 38w Thickness: 1/4" Heat Treatment: N/A
Magnetizing Equipment: Yoke X Coil[] Prod[] Bench: Headshot[[] Central Conductor (]  Coil [J
IRISNDT #: 40118 Mfg: CONTOUR PROBE Calibration Date: 05-Sep-132
Blacklight: [ IRISNDT #: N/A Mfg: N/A Calibration Date:  -Jan-11
| Verification per ASME V At 7 T.777.2
Whitelight: Battery Powered Min. 3V = } Held within 30 cm (12in) of the inspection surface
110V Power Min. 60W Bulb O provides minimum 1000 Lx (100fc)

Method of Magnetization:. AC[RK DC[] Continuous i Residual []

Magnetic Particles: Dy wetl¥ Red[] Grey[] Black[¥ Fluorescent[]
Batch #: 1242 Mfg: MAGNAFLUX Type: 7C
Background: [X] Batch #: 1310 Mfg: ARDROX Type: 8901W

A wet black magnetic particle inspection was carried out as requested on 2% of external attachment welds, nozzle welds and repad welds.

RESULTS: ACCEPTABLE TO CODE.

W.O# 028978-1
S/Ni# 28978-1
DEVON

Inspection Limitation(s):

Interpretation by:

Wores; .60 Wilometees:  NIG ?r:’i':umablesi STEPHEN BRYAN SNT-TCHA 2
. CGSE 2
In: 01030 Out: _ 1130 Hrs: 1.0 (Print) eve
; " 4 p 4 CGSB # 12459
n ut; rs: . Sl i
Personnel; ﬁ" 7
‘Cli€ént Representative: i
STEPHEN BRYAN / STEVE WOOLFREY (Print) S '
tamin full AQrm

agreement with
report contents / 2
{Sign) g

5311 - 86 Streel Edmonton, Alberta, TEE 5TE Phone: (780) 437-2022 Fax; (780) 438-1436

Calgary (403) 279-8121 Cold Lake {780) 826-6105 Deer Park, TX {281) 476-4444
Lioydminster {TBO) 875-8455 Fort McMurmay {780) T43-1536 Matrix, Housten, TX {113) 722-7177
Barrhead (T80) 674-3018 Red Deer {403) 347-1742 Tulsa, OK {818) 446-8773
Nisku (780) 955-7618

IRISNDT E-2C03F



[FoREMOST FLOOR VACUUM TEST REPORT

Foremost Job #: | 028978 Company: | Devon Canada
Tank Tag #: | 002-T-08-1118 Location: | Foremost West b
Tank Serial #: | 028978-1 |
Prepared by: | Norm Saulnier Date: | Sept 18/13
TEST INSTRUCTION

DIAMETER: 12°6”

TEST PRESSURE :  35kpa

TESTING MEDIUM:  Air /Soap Solution AMBIENT TEMP.:
ADDITIONAL REQUIREMENTS:

FINAL WELDING CHECK
All floor welds to be 100% visually checked prior to final testing,

CONFIRMED BY: M Ciau Q’é_ ¥ DATE: /| / o/ - 52?///3
TEST RECORD

INSPECTION PRESSURE: 35kpa

RESULT: /% 5 5

TESTING MEDIUM: Air /Soap Solution AMBIENT TEMP.: Ambient
PRESSURIZING UNIT USED: Vacuum Pump

PRIMARY GAUGE SERIAL #:

COMMENTS: |, |, [

FOREMOST REP. (print) DATE

FOREMOST Q.C. @ity pJp, e S /vt DATE /|,y 29/
CUSTOMER REP @rimy (3 {tautp¥ 727" DATEpro 2% /3

Field Services FormsiFloor Vacuum Test Report



/EDREMDS T NOZZLE REPAD TEST REPORT

W.0. # 028978 SERIAL# 028978-1
TANK / VESSEL TAG # 002-T-08-1118
s | T

N1 NPS 3” " 15psi }{» 55 NS J/]w.&?%
N2 NPS 3” 1opst Vot 2 NS

N3 NPS 3" lspSi Y)G c S /
NI0 NPS 3" = Ps s [ /
N14 NPS 3" Lapst . A [
N21 NPS 4” 15psi Pos l’
N22 NPS 47 o § fed oirel - rapuid

N23 NPS 4” I5psi e o

N24 NPS 4” L b v \

N28 NPS 12” 3ge . \

Ml 2’x 3 o Q / A’s .G:iun g rvmwﬂ \

M2 NPS 24” g Y es ]
4

All nozzle repads have been tested as per project requirements.

retested. .

Foremost Rep. (print) Mofm Sa.u /,4 e
Customer Rep. (print) @ 2, CHA?(/,’}/

Any noted repairs have been completed and

Date ///,.mf Q?/3

L7

Date /L/a'\f OZ?/ U,

Field Services Forms'\Nozzle Repad Test Report




fEDREMDST STORAGE TANK TEST REPORT

Foremost Job #: | 028978 Company: | Devon Canada
Tank Tag #: | 002-T-08-1118 Location:
Tank Serial #: |,028978-1 Firetube Serial #: | N/A
Prepared by: | Norm Saulnier Date: | Sept 18/13
TEST INSTRUCTION
Diameter: | 12’ Height: | 20°
Volume: | 400 Bbl
Test Pressure : | 12 oz. Holding Time: | Duration of Test
Testing Medium: | Air/Soap Solution Ambient Temp:

Additional Requirements:

FINAL DRAWING CHECK

All nozzle and attachment projections, orientations and elevations to be checked prior to final

testing. Confirmed by: / } — y%&u ,Z. Date: / / . 29 // 2

" TEST RECORD
Inspection Pressure: 12 oz Holding Time: Duration of Test
Inspection Result: f’é <5
Testing Medium:  Air/ Soap Solution Ambient Temp: |, = /
/

Pressurizing Unit Used:  Shop Compressor

Primary Gauge Serial #:

Comments:  J )0 fwﬁs

Heat #’s: Floor -

Shell -

Roof -

FOREMOST Rep: ) DATE:

Customer Rep: Q) Qi ‘W DATE: AoV A9 / (s.
FOREMOSTQC: /|, 2 . [ DATE: Y, 29//4

Field Services Forms'Storage Tank Test Report



[FoRemosT

STORAGE TANK TRAVEL SHEET

Job #: 028978

Client:

Devon Canada

Tank Tag #: 002-T-08-1118

Firetube Serial #; N/A

Tank Serial #: 028978-1

Construction Code: APl MOD app. F

ITEM THICKNESS MATERIAL HEAT NUMBER
1 | Roof Plate 3/16” 38W NW0918
2 |3 Course 3/16” 38W NT8291
3 [ 2™ Course 3/16” 38W NT8291
4 | 1™ Course 1/4" 38W NW2889
5 | Floor Plate 5/16” 38W NW8938
6 | N1 Nozzle Pipe NPS 3” XS SA 333 GR6 1160495
7 | N2 Nozzle Pipe NPS 3” XS SA 333 GR6 1160495
8 | N3 Nozzle Pipe NPS 3” XS SA 333 GR6 1160495
9 | N5 Nozzle Pipe NPS 2” XS SA 333 GR6 1126428V
10 | N6 Nozzle Pipe NPS 4” std SA-106-B 1330968V
11 | N7 Nozzle Pipe NPS 2~ std SA-106-B 216844
12 | N8 Nozzle Pipe NPS 3~ std SA-106-B 1322874
13 | N9 Nozzle Pipe NPS 2” std SA-106-B 216844
14 | N10 Nozzle Pipe NPS 3” XS SA 333 GR6 1160495
15 | N11 Nozzle Pipe NPS 4” std SA-106-B 1330968V
16 | N12 Nozzle Pipe NPS 2” std SA-106-B 216844
17 | N13 Nozzle Pipe NPS 2” XS SA 333 GR6 1126428V
18 | N14 Nozzle Pipe NPS 3~ XS SA 333 GR6 1160495
19 | N15 Nozzle Pipe NPS 2” XS SA 106-B 1323280V
20 | N16 Nozzle Pipe NPS 2” XS SA-106-B 1323280V
21 | N17 Nozzle Pipe NPS 2” XS SA 333 GR6 1126428V
22 | N18 Nozzle Pipe NPS 3” std SA-106-B 1322874
23 | N19 Nozzle Pipe NPS 8” std SA-106-B 1231594V
24 | N20 Nozzle Pipe NPS 2” std SA 333 GR6 1126428V
25 | N21 Nozzle Pipe NPS 4” XS SA 333 GR6 310124
26 | N22 Nozzle Pipe NPS 4” XS SA 333 GR6 310124
27 | N23 Nozzle Pipe NPS 4” XS SA 333 GR6 310124
28 | N24 Nozzle Pipe NPS 4~ XS SA 333 GR6 310124
29 | N26 Nozzle Pipe NPS 2” XS SA 333 GR6 1126428V
30 | N28 Nozzle Pipe NPS 127 XS SA 333 GR6 302781
31 | N29 Nozzle Pipe NPS 2” std SA-106-B 216844
32 | N30 Nozzle Pipe NPS 6” std SA-106-B 527371
33 | N31 Nozzle Pipe NPS 3” XS SA 333 GR6 1160495
34 | N32 Nozzle Pipe NPS 2” std SA-106-B 216844




[FOREMOST

STORAGE TANK TRAVEL SHEET

Job #: 028978

Client:

Devon Canada

Tank Tag #: 002-T-08-1118

Firetube Serial #:

N/A

Tank Serial #: 028978-1

Construction Code: API MOD app. F

72 | N22 Repad 1/4” 38W NW6735

73 | N23 Repad 1/4” 38W NW6735

74 | N24 Repad 1/4” 38W NW5089

75 | N28 Repad 1/4” 38W NW0293

76 | M1Repad 1/4” 38W NW9384

77 | M2 Repad 1/4” 38W NW9384

78 | M1Plate 1/4" 38W A3F065

79 | M1 Cover Plate 1/4" 38W NW9384

80 | M2 Nozzle Pipe 1/4" 38W NW8640

81 | M2 Flange Plate 1/4" 38W NWg640

82 | Tailing Lug repad 5/8” SA-516-70 4492M

83 | Anode Support Repad 1/4" 38W NW9403
Roof Pup Nozzle Flanges

84 | N6 47150 RFWN std SA-105 10983

85 | N7 2”150 RFWN std SA-105 1131V3

86 | N8 3”150 RFWN std SA-105 737 & 4287/12
87 |N9 2”150 RFWN std SA-105 1131V3

88 |N11 4” 150 FFWN std SA-105 12/35152 & 10983
89 |N12 2” 150 RFWN std SA-105 38305 & 10003873
90 [N18 3” 150 RFWN std SA-105 737 & 4287/12
91 [N29 2”150 RFWN std SA-105 1131V3

92 | N30 6” 150 RFWN std SA-105 12/34072 & H4120
93 |N32 2’ 150 RFWN std SA-105 1131V3

Note : Pipe for roof pups is the same

heat # as nozzle pipe




PhteFhxg'c 24" Byjun
= EVRAZ iy B TN LOH S/ VI dG/F  ALPORT OF CHEMICAL/PHYSICAL TESTS

CEATFICATE NO. | DATE

E

Evraz Oregon Steel 14400 K. Rivergate Bivd,, Pertiand, Oregon 37208 1153134 Apr 26, 201 2
MILL ORDER NO. DATE
s UNIVERSAL INDUSTRIES UNIVERSAL INDUSTRIES 242526
Iso 9001 o 5014 65TH STREET 5014 65TH STREET CUSTONER ORDER KO
lli LLOYDMINSTER, ALBE TSV 2K2 LLOYDMINSTER, ALBE T9V 2K2 95389
CANADA CANADA JOBFEQ. 1O,
%“lmmfy T
Q SHIFFING NO. DATE
1153134 04/26/2011
THIS MATERIAL HAS BEEN MANUFACTURED, TESTED AND FOUND VO MEET THE SPECIFICATIONS AND PURCHMASE ORDER REQUIREMENTS CARRER
STRUCTURAL QUALITY PLATE CSA G21-04 CSA G40.21-04 GRADE 38W (260W)/ 44W (300W) DNION PACIFIC
ASTM Al6-03 MEETING MATERIAL REQUIREMENTS OF API 650. KILLED FINE GRAIN CARVTRUGK ND.
PRACTICE. BLUE
O
YELD | TEMSILE |% ELONG HARDNESS [
DESCRIPTION HEAT NO. | SLAB |PSIX 100 |PSIX 100 & 2| %RA | BHN |7est IMPACTS
2 [0.1875 X 96.000 X 288.000
8 PCS 11760 LBS NW0914 640| 780 18 sme it DIkisioN |
s10}  720|23 DITION > g
510 708 42 DNEND
séo| 710 28
13 PCS 19110 LBS | mwos1s sas| soo| |22 2 infooN
464 680|239 AR 4.
. .,,\\\YN
570 700 3o S 4,
ooy | =
492/ 685|26 il 2
[tin
LBS AL
33 pcg 54390 TOTALS TPpp %
HEATNG. | C | Mn P S Sl [ cu | M 3 Al Mo | T B N Ca CE
FFwWo91d [ 14 3 7 . 2 0 .05 L011 ~005 [L035 [ .02 | .00 | 002 005
‘wwosis |13 | .85 | .005 |.008 |25 01 |.o0s Looz | .oos [o37 | .03 [ .00 | .002 .00§
amub :mkcn-r: WITH| (+) MELTED| & mmnmlmxn IN THE| USA.| HEATS IND{ICATED| WITH IN |THE |USA.
........ END DF REPORT .}..... J !
{ o LY

| certify the abova to be correct as contained in the records of EVRAZ INC.NA By

=

P e

QUALITY CODRDINATOR




- T ¥ Saﬂ"';
‘]')}4-){( ?46;.93' x 32 32/‘1-"?/&/ il 5
: - 3 1 2 ; :
HT N1 GIBD c A T3 Jn7 4293 gﬂfﬁ 4,32
=EVRAZ cniic REPORY OF CHEMIGAL/PUYSICAL TESTS (e To T
Evraz Gregon Steci 14560 1 Revargan Sive. Portiaat Qregon 97203 . 1124843 Wov 16, 2016 1
Sl QRDER NO. DaE _
§ | UNIVERSAL INDUSTRIES UNIVERSAL INDUSTRIZS 2379431 |
lso 9&01 (1] 5014 65TH STREET 5014 65TH STRERT | EUSTONER GRDER 40
. iV tli LIOYDMTMOTRER, ALBE T%Y 2K2 LLOYDMINGTER, ALEE T3V 2K2 PO0813ILE
m] P CanaADA e
st 1124841 21/16/2010
THIS MATERIAL HAS BEEN MANUFACTURED, TESTED AND FOUND TO. MEE] THEE SPECIFICATIONS AND PURCHASE DRIER REGLN 15 LERRER
STRUCTURAL QUALITY PLATE CSA G21-04 CSA G40:21-0% GRRDE 1BW [250W)/ 44w (wmm | __BURLINGTON NORTHERN i
ASTM A3E-08 MEETING MATERIAL REQUIREMENTS OF API €50, KILLED FINE GRAIN PRACTICE | CARSICK KO
PROPEHTIES
14 |0.1875 X S8_COOME X 3184.000
: SCHEDULE B:7208.%2.060.00
PTE 7132
B P05 15008 Lap “fwrs2as 472 G50l 28 |
7 Ps  i140c7 TEs > wraze 476 mal 28} !
: i 183 670 25
: - : 4 2 Universai
7 PCE 14067 1B S NTE2e3 505 685|285 nte R
I ASKEE Vi MVISION 1 ua
e i Lo EENTION, o :
22 PCS 44022 LBS TOTALS ADDENDA . NOY 1 0 208
= I
C | Mn s S Jcul W A | G | T :
HTOZ8 13 ETJ 011 |.638 (29 {|.0% |.ud (005 | .00% (o33 ;.02 | %‘ 6D
(WT8291 |1+ | .86 |.012 |.009% (26 |.02 |.04 (005 | 008 Lo3s | .02 !-\,a& 902 . 60
'NTR293 (14 | .87 |.011 |.008 {31 |.01 {.05 1007 |.005 Lo3s |.62 | «00 | .002 .0089
REATE INDECATED wiTH| (+) whRE MBLTED| & WLQLMQ IN THE USA.| HEATE INDQCAJ TTH () wihe ‘;wmfﬁ::e 1IN JTHE jusa.
; : ' ] : i 4¥ { :
A b ¥ )f
| - -cv..{BND PP REPORT .{.... .} ) > o § THEEIE *_/1?%

QuAL 'I'l Y COORDINA "f.'“"
t certity the sbove W be correct as conlained in e reconts of EVRAZ INC. MR By




EVRAZE EVRAZ INC. NA

Test Certificate

Form TC1: Revision 1; Date 31 Oct 2000

2250 130th Street, Surrey, BC, V3W 819
Customeé': Customer P.O. No.: 112088 | Mill Order No.: 41-243639-02 | Shipping Manifest : ST49084
CORLAC INDUSTRIES t Description: 21 4 SW:
P.0. BOX 10050 Recdue PUBTT R Golal OB VR B ARSI ASOUN) Ship Date: 18Jan12 |CertNo: 011134660
ATEIMIAGIASME 560 IEI) CertDate: 18Jan12 | (Page lof 1)
LLOYDMINSTER CSA G40.21(2004)260W (API PLATES) *
AB T9V3A2
Size: 0.250 X 96.00 X 576.0 (IN)
Tested Pieces Tensiles Charpy Impact Tests
Heat Piece Piece Tst| YS UTS [eRA |Elong % Average | Abs. Energy(FTLB) % Shear Tst | Tst|Tst BDWTT
1d 14 Dimensions Lod (PSD) |(PSD) 2in Sin|Dir| Hardoess |1 2 3 Avg [1 2 3 Avg |Tomp Dirfgi:l Tmp %Shr
NW2889 ABZT84AA  |0.250 X 96.00 (CUT)  [L{57000 [74000 30 T
C|52000 {73000 27 0y
NW2902 AB2785AA  |0.250 X 96.00 (CUT)  [L|54000 |72000 28 T
€|51000 (71000 33 ¢
NW2904 A82783AA  ]0.250 X 96.00 (CUT)  [L|59000 {76000 27 T
€|54000 {74000 29 T
NW2805 A82792AA  10.250 X 96.00 (CUT)  [L|56000 {73000 29 T
C|56000 [74000 26 T
Heat Chemical Analysis
Id c Ma P S S$i TotAl Cu N C Mo Cb V T B N ORGN
INW2889 13 012] . 2 .049] . .05 . : .005 1.007 1.003 |.00001.0036 CAN
NW2902 14 013 . B il % Bg 03 | 882 007 000 :1:1:1: 0045 CAN
NW2 " i » ’ 2 . . o b ¥ 4 % & 5 CAN
NW2905 .14 .010| . : : %4 0|8 |18 | .835 -005 38% -00001.0042 CAN
FINE GRAIN,ALLOYS PER API 650 (98/05)TBL2-1
MATERTAL MARKED WITH AN ASTERISK IS PRODUCED FROM COIL
* NW2905 AB2792AR PCES: 1, WGT: 3920 * NW2304 BRS2783RA PCES: 3, WGT: 11761
* NW2889 A82784AA PCES: 3, WGD: 11761 * NW2902 A82785AR PCES: 8, WGT: 31363
a Cust Part # : T N ACCORDANCE WITH THE Greg Balsdon
APPROPRIATE SPECIFICATION CHECKED BY




L \
M ] 1 u ¥ 5 /
?\a’h‘; W' x @1-2"" ¢ 24! sABb Plede 9" x 82-2¥ X 24’ 436 - L/
— (NWG2ZAS, Nw a3y, NWa3gs) (NW3TBE, Nwi143) Tock
= EVRAZ|crazncna REPORT OF CHEMICAL/PHYSICAL TESTS CERTIRCAE NG, | ORTE PR
Evraz Oregon Steel 14400 N. Rivergate Bivd., Portiand, Oregon 97203 1318667 Jul 31, 2013 13
MILL ORDER MO. DATE
s FOREMOST UNIVERSAL LP FOREMOST UNIVERSAL 267280
ISO 9001 o 6614 SOTH AVE 5014 6S5TH STREET CUSTOMER GRDER NO. |
k LLOYDMINSTER, AB T9V 2K2 LLOYDMINSTER, ALBE T9V 2K2 PO-145003
m CANADA CANADA JOBREQ HO.
e
Q‘?EM T
(o] SHIPPING NO. DATE i
1318667 07/31/2013
THIS MATERIAL HAS BEEN MANUFACTURED, TESTED AND FOUND TO MEET THE SPECIFICATIONS AND PURCHASE ORDER REQUIREMENTS CARRIER
STRUCTURAL QUALITY PLATE CSA G21-04 CSA G40.21-04 GRADE 260W (38W)/300W (44W) UNION PACIFIC
ASTM A36-08. ASME SA36-2010/ 11ADD. MEETING MATERIAL REQUIREMENTS OF API650 GR CARITRUGK NO.
III. KILLED FINE GRAIN PRACTICE. WHITE
SHVSICAL PROPER
YIELD | TENSILE |% ELONG HARDNESS |BEN
T DESCRIPTION HEAT NO. | SLAB |PsiX100{PSiX100| & 2 | %RA | BHN |TEST IMPACTS
1 10.2500 X 98.000 X 288.000 »
SCHEDULE B:7208.52.00.93 ‘\\
11 PCS 22011 LBS “INW9295 590| 745|27 i
595 74527 3
jefs 1Ty
o " "
7 PCS 14007 LBS ~I NW9374 60s| 770| 27 il swnweféz*g
i 1 b
dminsiel
A % " . ;;:2{;3 R&Ms‘ lm \ﬁﬁu:ﬁ[
3 PCS 6003 LBS NW9383 590 765|25 A 2
%7 !
i UG 2 1 20
3 |0.3125 x 98.000 % 288.000 H P 1
SCHEDULE B:7208.52.00.93 % \ <\
H |
A ,W’_"ﬁw £
3 pcs 7503 LBS NW8938 590| 75523 i 1
sg0| 745 25 |
\f [} AR A W/
HEAT NO. C Mn P ] Si | Cu Ni Vv Cb Al Cr Mo Ti
9595 {13 .05 | .013 |.007 |22 |.01 |.04 [017 |.014 1039 .02 ~00 | 002 .003
‘w9374 L14 .07 |.014 |.006 {25 |.01 |.05 {017 | .019 047 .03 | .00 | 002 .004
FNW9383 14 .09 | .011 .009 |23 .01 ] .05 L0O1S _014 L0S50 | .02 | .00 | .002 .004
\\weo3s |14 [L.04 | .009 |.005 {23 |.o1 |.05 015 |.016 035 | .02 .00 | .002 .006
HEATE INDICATED WITH {+) WERE M LTED: & FACTORED IL] THE| USA .| HEATS INDICATED TH WE OLLED IN |THE |USA.
H i
i i ! i
4 ;{a‘ / % !
! i 1/’ . ul ._,u-}*‘/
o = & e el b o i
| certify the above to be correct as contained in the records of EVRAZ ING.NA By Rie-l':ar 4 Deschand Qualfty Coordinator




TocH

o = e .
— EVRAZ'EVRAZINC.NA REPSRT OF CHEMICAL/PHYSICAL TESTS CERFCATENC. AT el
Evraz Oregon Steel 14400 N. Rivergate Blvd,, Portland, Oregon 97203 1318667 Jul 31, 2013 2
MILL ORDER NO. DATE
s FOREMOST UNIVERSAL LP FOREMOST UNIVERSAL 267280 ;
ISO 9001 0 6614 S0TH AVE 5014 65TH STREET CUSTOWER ORDER NO.
}-, LLOYDMINSTER, AB T9V 2K2 LLOYDMINSTER, ALBE T9V 2K2 PO-145003
CANADA CANADA JOB/REQ. NO.
4 |
%mw@g T :
L] SHIPPING ND. DATE |
1318667 07/31/2013 |
THIS MATERIAL HAS BEEN MANUFACTURED, TESTED AND FOUND TO MEET THE SPECIFICATIONS AND PURCHASE ORDER REQUIREMENTS CARRIER
STRUCTURAL QUALITY PLATE CSA G21-04 CSA G40.21-04 GRADE 260W (38W)/300W (44W) UNION PACIFIC
ASTM A36-08. ASME SA36-2010/ 11ADD. MEETING MATERIAL REQUIREMENTS OF API650 GR CARITRUCK MO,
III. KILLED FINE GRAIN PRACTICE. WHITE
- Al PROPER
YIELD | TENSILE |% ELONG HARDMESS |BEN
) DESCRIPTION HEAT NO. | SLAB |PSIX 100 {PSIX100| 8 2 | %RA | BHN |7esT IMPACTS e
3 /0.3125 X 98.000 X 288.000 T g )
Ewmcbtugg%
& Ligydrain s
2 PCS 5002 LBS NW9293 575| 740] 24 g’ﬁmpgmﬁmm
26 PCS 54526 LBS TOTALS i y i 1
! - :
[ — b S
i . — .M-‘W”‘“?
- \/ A A W
HEAT NO. C Mn P ) Si Cu Ni v Cb Al Cr | Mo [ T B N Ca CE g
w9393 113 .07 | 014 |.009 [23 |.01 | .04 j017 |.013 |.044 .02 | .00 | .002 .002 :
HEATE mnrcxrt:l: WITH| (+) WERE MELTED| & HAT'UFACFJ'RED THE! USA.| HEATE INDICATED| WITH |(*) WHRE ROLLED IN |THE [USA.
........ END DF REPORT .L..-..} / }
4/ PJ - { ./ ¥ ‘%/

-

| certify the above to be correct as contained in the records of EVRAZ INGNA By e Fh' "'I ""I Deschand Quality C sinator
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Pe B xH Sa-283-Gee HT5 /160495 |
Coniract No.: Cl-11-408 i
PO.NO.: Cl-11-409 HENGYANG VALIN STEEL TUBE COQ.LTD Add: 10 Dalbdneun, Hengyang City, Hunan, China
Name of Customer: TRANS AM PIPING PRODUCTS LTD., Tel and Fax: +86 734 8873738 B872942
UC NO.: MILL INSPECTION CERTIFICATE Cable: 6993
Deseription: PIPE Date: JUL 13,2011 PC. 421001
Page: 111
SPEC:ASTM A333 GR 6-2005/ASME SA333 GR8-2007 ,NACE MRO475-20031S0 164566 CERTIFICATE NO:11-1-07-34
BATCH HEAT STEEL ;
Wl mo NO. GRADE s BUNDLES PIECES FEETS QUANTITY (MT)  [ACTUAL WEIGHT(MT)
1 | 11-a4204 | 11604951 B 889 3 X549 A3IGREBE. STD -
——r 5 | 11.A4205 | 11604851 B 8BS .3 X762 A3I3CREBE XS guumm
NO. | _DELIVERY NONDESTRUCTIVE TEST CHEMICAL GOMPOSITION %
CONDITION(Z650T) ET ut c__Isi [m P_Is__Jou I Jor  Jwo v m s Iwe_Jce
1 NORMALIZED OK Q.17 | 034 | 1.28 0.019 0.004 0.01 0.01 0.03 0.01 0.02 | 0.001 0 | 0.001 0.40
_——'% 2 NORMALIZED QK 017 [ 034 | 1.28 0.019 0.004 0.01 0.01 0.03 0.01 0.02 | 0.001 0: |0.001 0.40 Tz
TS. YS. EL Ak (J) HARDNESS z ' :
NO. R
(MPA) (MPA) (%) IMPACT BRINNEL HT"ESF;O?;’:';';: FLATTEN TEST BEND  TEST
Stiip,L bo=19mm,Lo=50mm i 1 2 1 3 [ave (HB) ;
1 525(540 3881385 36,0/37.0 3739 | 35/38 | 37/36|36/38| 183165 17.0 oK oK
_%. 2 525/535 380/385 38.5/38.0 asi30 | aomp [a1/40]4039] 1661184 17.0 oK | oK s

REMARKS: 1.We hereby centify that this centificate of quality is issued and signed by the manufacture.
2. We heraby certify that the properties described hercin meet the requirement of the abeve spec. 74
3. We hereby certify that this certificate is issued accordanca with EN 10204 3.18 QUALITY MAN
4, SPECIMEN SIZE: (Pipe &nd, Longiudinal, Gauge Length=2" \
A For pipes= 1" full length specimen were used;
B.For pipes> 1" longitudinal stip specimen were used; the width of the gauge length partion is 34
8.HEAT TREATMENT CONDITION FOR PIPE NORMALIZED:800°C X 10MIN
&.Impact Test :5K10X55MM AT 45C
7.DMENSION STANDARD:ASME B36.10

/4| Universal Indysisiag
Entered Receipt info Visual

B.h}MNUFACTURE METHOD:HOT ROLLING BSME Vill, DIVISION 1 JUN 2 0 20
EDITION i
ADDENDA wmed e ; Ly




-
O
e

ot

J41073

il 2 ¥& S5h-333 —§

‘7/ /7/ (;l!/
24, 29,

Adds 10 Dalixincun, Her City, Henan, 7. R China  P.C. 1421001
HENGYANG VﬁLIN STEEL MILL TEST REPORT (i 11X LnCun ngyang 11y unan i
TUBE CO.,LTD Tel and Fax: +86 734 BBTATI9
(ACCORLING TO EN10204 3 1) E-mail: hsiecehysteeliube. com
CUSTOMER CE FRANKLIN ICER’HF[C.\TE NO 2012050531
CONTRACT NO 2110002307 [PONO [P0 2895832-0R-2100-C (LOT B)  L/C NO. 2FATIDS-00038 DATE: 2012-2-15 PAGE: 1/3
PRODUCT SEAMLESS CARBON STEEL PIPE FOR QIL AND GAS USE. | DELIVERY CONDITION N
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT [
GRADE GR.6 | DIMENSIONS{mm)[2" * 0.218" = 20FT
TOTAL BUNDLES: 6 I TOTAL PIECES: 224 ] TOTAL LENGTH: 4482 960 FT ] TOTAL WEIGHT 10219 MT
LENGTH | WEIGHT TENSILE TEST ASTM A370
NO. LOT No HEAT No. BUNDLES | PIECES r M SAMPLE TYPE/ ORIENTATION / SIZE{mm/GAUGE LENGTH(mm):S\LM 2 5350
Wl TS(Ps1) vspsiy | Rpo2 EL(%) RA. (%) YSITS
g FLATTENING
> il - TEST
1 9213W06T! { 1126428y 6 224 482,960 10218 66120164960 48STS/ATR0 35.5/34 5 073074 | ACCEPTABLE
o
IMPACT TEST HARDNESS TEST
< NOTCH TYPEORIENTATIONTEMPERA T URE/SIZE (mm) - NON METALIC | GRAIN
¥ V&1 I4573.3 INCLUSION SIZE NACE MRO175
AKL (DD Av. (1) ]% SHEAR AREA LE AKZ (J) Av. (1) | * SHEAR AREA HRC =22
1 | 700710700 70 BO/BU/B0 1.30/1.30/1.30 o
‘. .---"'-_—'--n-_ré
ALY AR
== k
l?;:xl ﬁ-’#%ﬁ Eﬁ EL.
\--..__ ]

NOTES

W|-THEORETICAL WEIGHT

!

SAMPLE ORIENTATION : L-LONGITUDINAL

T--TRANSVERSE

W2-ACTUAL WEIGHT
NR-MORMALIZING ROLLED
AK1-ABSORB ENERGY FOR THE FIRST SET

SAMPLE TYPE: S—STRIP C--CLUBBED  F--FULL-SECTION
3 AND TEMPERING

QE&T-OUENEHD:

N-NORMALIZING

A-ANNEALING
Av—-AVERAGE

LE--SIDE EXPANSION

HE-HOT EXPANDED

HR--HOT ROLLED

NET-NORMALIZING AND TEMPERING




hedd; 10 Dulixincun, lengyang  City, Hunan, P. K. China

HENGYANG VALIN STEEL MILL TEST REPORT B.C.-421001
TUBE CO.,LTD Tel and Fax: -85 734 BE73730
{ACCORDING TO EN10204 3 1)} E-mail: hsicc@bystien!ube, com
CUSTMER CE FRANKLIN | CERTIFICATE NO C201205053-1
CONTRACT NO 2110062307 [PONO [P0.2895832.0R-2100-C (LOT B)  LIC NO : ZFAHDS-00038 DATE 2012:2-15 | PAGE: 273
PRODUCT SEAMLESS CARBON STELL PIPE FOR OIL AND GAS USE DELIVERY CONDITION | M
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT
GRADE GR 6 DIMENSIONS{mm) [2* 0 218"~ 20FT
TOTAL BUNDLES: 6 [TOTAL PIECES; 224  [TOTAL LENGTH 4462960 FI_ | TOTAL WEIGHT: 10215 ur
0 HEAT No. CHEMICAL COMPOSITION (%)
; LOT No. Type| € Jsi [wa] CrlmMo]w Tcu m PT A Sa] s ro] so] No] T Jze] & | 8 |5 | v [ 8 | caJeens Jomu [stma] somzlsosa] vy | r2 [ ko
TR0 : 1000 . “10000 =100 1000
- I
1126428V H 0] 26| 107 5 I f L) 1] 2 30 3z 2 a0 153 10.7
1 9213W061 ) P 0] 24] 106 3 I 4 1] 10 i 2 20] 30 2 29 93 10.6
9213W0611 P o 24| 106 | 1 4 1] 10 ) 1 2 20f 3¢ 2 28 &3 11.8
- !
: =
H i
P i - ,.--——"‘_—-..m_lh
P i 1bL (g
H i L M ¥
P | Y,
P | [}
H \
P Iiss T
p i e UNAN L=
NON-DESTRUCTIVE 1EST
T FPE BODY PIPE END END SURFACEIGROOVE || G
NIT Type(Level) Ebdl NPl ACCEPTABLE
VISUAL & DIMENSION
LAMINAR ACCEPTABLE
TEST RESULT ACCEPTABLE ACCEPTABLE A COATING
RESIDUAL MAGNETISM [ NIA _‘
UT THICKNESS MEASUREMENT (5072} A
HYDROSTATIC TEST Mintpsis) | 500/5 ACCEFTABLE ACCEPTABLE
NOTES H-HEAT ANALYSIS P-PRODUCT ANALYSIS  CE—EQUIVALENT CARLOM R--RATIO R1=Ca /S R2=AI/N K3=Mn /IC
CEIW=Cebn/B+{CrebosV)/SHCuHIS CEPCMaC+Si/20+Mn+CreCul/ 20 NI/E0+ Mo/ 5oV TT458
SUMI=Cr+CutMo+Mi+y SUMZ=Nb+V

LA-ACCEPT LEVEL L4, NOTCH DEPIH 1S 12 5% THE SPECIFIED WALL THICKMNESS

SUM3=Nb+V+Ti
L2-ACCEPT LEVEL L2 NOTCH DEPTH IS 5% THE SPECIFIED WALL THICKNESS.

an




HENGYANG VALIN STEEL

MILL TEST REPORT

Add: gt Malixincurn, Hengrang

Civy lunan, P & China  p.0 S4Z21001
TUBE CO.,LTD Tel and Fax: 86 739 8873739
(ACCORBUNG Tv ENIOZDY 3, ¥ E-miid: hsiect Los I tubwe, com
CUSTOMER CE FRANKLTN | CERTIFICATE O €201205053-]
CONTRACT NO 21100023 [Pono  [P02895832.0R2100C (LoT B DomG 2FAHD5-00038 DATE: 2002-2-15)  pace: 3/3
PRODUCT -5 CARBON STEEL PIPE FOR OIL AND GAS USE | BELTVERY ConbiTion M
SPECIFICATION SCE SPECIPICATION NOTE | HEAT TRRATYEM |
GRADE GRo | DIMENSIONStom; [2 = 0218 2077
TOTAL BUNDLES: & [TOTAL PIECES. 274 | TOTAL LENGTH: " aag2 960 FT | TOTAL WEHGHT 10219 MT
REMARK -
ASTM A333-6-2010, ASME SA333-6-3010, NACE Mi01 752009
sPECIFICATION| (FOR HARDNESS ONLY)
NOTE
We hereby certify that material herein described has been manufactured in accordance with the standards and specifications required in your
order and satisfies the corresponding requirements, Cuality Manager:

This certificate 15 issued by a computerized system and it is valid with electronic signature
light-green coloured at the bottom of the page is stamped In case the owner of the certifi
conformity te the original ane taking upon himself the responsibility for any unlawful ar

- On the original certificate the trade-mark JOINTIME
cate would release a copy of it ,he must attest its
not allowed use,

Any alteration and/or falsification will be subject to the law.

If you need to assure the suthenticity of this certifirate
0., LTD, E-mail, hsiecBhysicei tube. com

sPlease do not hesitate

Lr contact llengyang Valin Steel Tube

CUSTOMER THIRD PARTY

Cenificate-maker:




(0, 15,
‘f"s“‘l's\ SAao&’g- SM)'). & ____ i

HT- 1330208V 130454

HENGYANG VALIN STEEL MILL TEST REPORT Add: 10 Delixincun, Hengyang City,Hunan,P, R Chine P.C.:421001
TUBE CO.,LTD Tel and Fax: +86 734 8873739

(ACCORDING TOQ EN10204 3.1) E-nmail: hsiec@hystee]ltube. com
CUSTOMER CE FRANKLIN |CERTIFICATE NO. €201310409-2
CONTRACT NO. 2211001020-1 [PONO. [PO3171963-OR-2100-B (LOT A) __L/C NO.: 3FAHD5-00159 DATE: 2013-3-26]  PAGE: /3
PRODUCT |SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE, | DELIVERY conDITION NR
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT
GRADE B.X42.GRADE 290 | _DimMEnsions | 4"x0.237 " x 20FT
TOTAL BUNDLES: 6 | TOTAL PIECES: 249 |  TOTAL LENGTH 4981.270 FT | TOTAL WEIGHT 24.402 MT
LENGTH | WEIGHT TENSILE TEST ASTM A370
NOC. LOT Ne. HEAT No. BUNDLES | PIECES 5 MT SAMPLE TYPE/ ORIENTATION / SIZE(mmVGAUGE LENGTH(mm}:5\L\25\50
b of
vl TS(Psi) YS(Psi) | RwS EL(%) RA. (%) YS/TS
FLATTENING
TEST
6 320221018 1330968V i5 144 2881.8%0 14.112 69600 53795 35.0 0.77 ACCEPTABLE
7 12022101C 1330968V 11 105 2101.380 10.250 68150 £3345 36.0 0.77 ACCEPTABLE
IMPACT TEST HARDNESS TEST
NOTCH TYPE/ORIENTATION/TEMPERATURE C ¥SIZE (mm) - NON METALIC | GRAIN | WACE MROIT5AS0 15156.2
NO. i 7 INCLUSION SIZE (REGION 3¥MR0103
AK1 (1) Av. (1) [% SHEAR AREA LE AK2 (J) Av. (]} | % SHEAR AREA LE HRC <22
7 / 1.0/
r ! ! n.o DTN
. — [t A i
2 nHEN
LA N,
~
Sealatl'y S \
NOTES:
W1-THEORETICAL WEIGHT SAMPLE ORIENTATION : L-LONGITUDINAL T--TRANSVERSE N-NORMALIZING HE-HOT EXPANDED
W2-ACTUAL WEIGHT SAMPLE TYPE: S—STRIF C—CLUBBED F~FULL-SECTION A—-ANNEALING HR-HOT ROLLED
NR-NORMALIZING ROLLED Q&T--QUENCHING AND TEMPERING Av~AVERAGE N&T-NORMALIZING AND TEMPERING
AKI-ABSOREB ENERGY FOR THE FIRST SET AK2-ABSORB ENERGY FOR THE SECOND SET LE-SIDE EXPANSION

EDITION
ADDENDA_ o/

ASME VI, DIVISION 14
R/ - B




HENGYANG VALIN STEEL

MILL TEST REPORT

Add: 10 Dalixincun, Hengyang City, Hunan,P. R. China
P.C. 142100

TUBE CO.,LTD Tel and Fax: +B6 734 8873739
(ACCORDING TO EN10204 3,1) E-meil: hsiecBhysteeltube. con
CUSTOMER CE FRANKLIN | CERTIFICATE NO. C201310409-2
CONTRACT NO. 2211001020-1 [P.ONO. [PO.3171963-0R2100-B (LOT A) _ L/C NO.. 3FAHD500159 DATE : 2013-3-26 | PAGE: 23
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. DELIVERY CONDITION | NR
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT
GRADE B,X42,GRADE 250 DIMENSIONS | 4*x 0.237 “x 20FT
TOTAL BUNDLES: 26 |TOTAL PIECES. 249 [TOTAL LENGTH: 4983.270 FT | TOTAL WEIGHT : 24.402 WT
HEAT No. CHEMICAL COMPOSITION (%)
He LOT No. Type | C 1si [MnfCriMolw JculNi[ PTAIsn]as|Po]sb[No] Ti [ze] v ] 8i]s KA CE _ [sumi|suwz|sumal r1 [ R2 | &3
*100 “1000 *10000 *100 1
P
1330068V H 14| "31(103] 49| 3 67] 25| 13 28] 12 17] 29] 3 33 147 30.9[42.9 74
6 330221018 P 12| 20 104] 47| 3 76] 29| 10 28] 12 17 34| 2 3 158 31.4| 434 57
32022101B P 13| 30] 102] 44 5 76| 30} 10 30{ 12 24| 34 3 32 158f 33.4| 454 18
1330968V H 14 atj103] 490 3 67| 25 13 3 12 17| »| 3 33 147| 309] 429 74
7 SZIJZEEC P 12| 291 1047 45| 4 751 29{ 10 28 12 i8] 31 2 31 157] 31.1]43.1 8.7
32022101C 3 131 300 102f 46| s 75| 30| 10 39 12 25| 30| 3 32 159] 32| 44 7.8
H
P
P
H
P
[P
H
P
ﬁ, DESTRUCTIVE TEST
NON-! TR
POSITION PIPE BODY PIPEEND END SURFACE(GROOVE) BEVELLING
NDT Type(Level) UTAL2 UTA2 ACCEPTABLE S )
VISUAL & DIMENSION vt 04 S J:
= . ACCEPTABLE . -~ 3 Tl o
TEST RESULT ACCEPTABLE ACCEPTABLE NIA e L
[RESIDUAL MAGNETISM =30 G5 ACCEPTABLE - b (AT
|UT THICKNESS MEASUREMENT NA
HYDROQSTATIC TEST Mm{ Ei’ '5) 2650/10 ACCEPTABLE
NOTES: H_HEAT ANALYSIS P_PRODUCT ANALYSIS  CE-EQUIVALENT CARBON R—RATIO R1=Ca /5
CEIW=CeMr/BE+{CreMosV)/S+{CushiNs CEPCM=C5i/30+{Mn+Cr+ Cul/ 20+ Ni/60+Mo/15v/10+5°8
SUM1=Cr+CusMo+Nir+V SUM2=Nb+V SUM3=Nb+V+Ty
14/L3/.2-ACCEPT LEVEL LA/L3/L2 NOTCH DEPTH IS 12.5% /10% /5% THE SPECIFIED WALL THICKNESS.




HENGYANG VALIN STEEL TUBE MILL TEST REPORT

Add: 10 Dalixinmcun, Hengyang
City.Hunan, P. R.China  P.C. :421001

Co0.,LTD Tel and Fax: +86 734 BB73739
{ACCORDING TO EN10204 3. 1} E-mail: hsiec@hysteeltube. con

CUSTOMER CE FRANKLIN | CERTIFICATE NO. C201310409-2
[CONTRACT NoO. 2211001020-1 [PoNo.  [P03171963-OR2100-B (LOT A) _ L/C NO.. 3FAHDS-00159 DATE 2013-3-26]  pacE: 3/3
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. | DELIVERY CoNDITTON NR
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT |
GRADE B,X42,GRADE 190 | DMENsIONS | 4" % 0.237 " x 20FT
TOTAL BUNDLES; 26 [rOTAL PIECES: 249 | _TOTAL LENGTH  4983.270 FT | TOTAL WEIGHT : 24402 MY
HIC TEST SEE THE ORIGINAL REMARK :  [.ALL ELEMENTS TO BE LISTED 2. ORIGIN:MADE IN CEINA
SSC TEST INSPECTION REPORTS

ASTM A53B-2012/A106B-2011, ASME SAS3B/SA106B-2010, API SLB/X42, PSL244TH
SPECIFICATIONEDITION, NACE MR-0175-2009/1S0 15156-2-2009 (REGION 3) / MR-0103-2012/SS (CSA
NOTE  |2245.1 GRADE 290 CATEGORY 1-2007)

We hereby cenify that material hercin described has been manufactured in accordance with the standards and specifications required in your order
and satisfies the comesponding requirements,

This certificate is issued by a computerized systern and it is valid with ciectronic signature. In case the owner of the centificate would release a copy
of it \he must attest its conformity to the original one taking upon himself the responsibility for any unlawful or not allowed use.

Any altcration and/or falsification will be subject to the law,

If you need to assure the authenticity of this certificate ,please do not hesitate to contact Hengyang Yalin Steel Tube CO.,LTD,
JE-mail: hsiec@hysteeltube, com

CUSTOMER THIRD PARTY

Quality Manages: FEG

Certificate-maker: T I iae




I, 13,16,
30,34

ASME Vili, DIVISION 1

EDITIONe—L2 .
ADDENDA £l s
ADD: JINTANG ROAD DONGLI
DISTRICT, TIANJIN, CHINA PIPE (GROUP) CORPORATION ol
TEL: 86-22-24801217 Licence
FAX.: 852224801201 QUALITY CERTIFICATE . No. 12010501
|Centrect No. TPCO-11064E LIC Re. ODAWT. | 2" SID(e603x35imm) [Packing ™N_BUINDLES
Ihmmse: Me Jusikin Red Man Corporatia Produst- SEAMLESS STEEL LINE PIPE _{Steel prade Gr290CAT 1SS /GrB _ |Totl pleces 13%
P.0. Mo PORS 759094910 Pos of destl Man, Method  HOT ROULING SEAMLESS | Toml mefres
Semdasd csamsl 2007) ASTMIASME ASA 106 ARA 33 (Z010) {Length range] 610670 Tnul'l’m 50.101
Heat No, | 12 Delivery | sample Wo. [ TTem == B e
bhmlmmlsmﬂl-rmmﬁm ﬂ";"-mmm“?%rc N e o ) b S i e
216844 (T38| ° 13.336 | Asrolied | 71-11-1958 25 ) 520 (RS 355 | M4
216844 | 72| 396 14237 | Asrolicd | 72-11-1959 25| 540 |Ros| 370 | 34
2 "716844 | 73 | 400 14356 | Astolied | 73-11-1960] | 25 | 340 [R:S| 370 | 34
Total 1179 42333 oge: RripLbo=19.0mm Lo=50mm
Lot Herdness test {inside) Hardaess test {middle) Hardpess test (outside) Bend | Flo | Fla
iz No. SteplaBle. | BeC 1 2 3 4 AVE| 1 2 3 4 | AVE 1 2 3 4 | AVE NP test | est(i) | tesi(2)
216844 | 71 | 71-11-1938| <20 ET+UTAPL4+L3| G
3 | 216844 | 72 | 72-11-1959 <20 ET+UN®14:1L3} G
206844 | 73 §73-11-1960| <20 ET+UT/14+03] G
Heat No. Chemical composition % (L: Ladle analysis P:Product snalysis)
Steel speci. ETE T T Fl s T Rl | wlIG|M] v w] nls]alW] ] O (o Hiygro. Test
216844 L1013 1022 | 0940 [0.009]0.008 | 004 | 004 | 0.02.| 0.09 {0015 | 001 | 0.01 | 0.01 00002 }0.0009 036 | 036 | 3010PSIEs
P P | 017 1023 | 0920 |0008[0002 | 004 | 0.04 | 0.02 | 0.10 | 0.014 | 0.01 | 001 [ <0.01 |<0.0005}0.0014 035
1017 1023 | 0500 |0.009 |0.003 | 004 | 004 | 0.02 | 0.09 |0014 | 001 | 001 | <0.01 |<0.0005{0.0018 034 | 034
4 216844 L1018 | 022 | 0940 |0009{0.004 | 004 | 0.04 | 002 | 000 [oois | oot | ool | 0.01 )0.0042 §0.0009 036 3010P5L8s
nen L 017 | 023 | 0920 0,008 | 0002 | 008 | 004 | 0.02 | 0.10 | 0.014 | 0.00 | 0.01 | <0.01 |<0.0005]0.0054 035 | 035
1017 (02 | 0500 000910003 | 004 | 004 | 0.02 | 0.09 {0014 | 00F | 001 | <0.00 |<6.0005)0.0018 034 | 034
216344 L 018 | 032 | 0540 |0.009| 0004 | 004 | 004 | 0.02 | 0.09 [0.015 ] 001 § 0O1 | 001 0.0002 |0.0009 036 | 036 | 3010PSVBs
R (. 7 023 | 0920 |e008(0002 | 004 | 004 002 tojn (o014l ol | 001} <004 [0.0014 ——- 835 | 0354 — " —1—
P ) 017 | 023 | 0500 [0.009 0003 | 004 | 0.04 | 0.02 | 0.09 0014 | 001 | 0.00 | <0.05 |<0.0005|0.0018 03310
Vistaland | Hydro.Test | Pipe End NDE End | Residusl We bereby st thet all pipes erc manufactfived 38
g| NDECW0%) | pimension il 5’?&.;.,; e E|  sscc Hie wm»mmnﬁoﬁq 4
e} G G G G G . . ‘ -’;‘E =
ENIG704-3.1; NACE MRO17S (2000) AMROI0HZ00T). CECSAYCIFX (MB+SIzesCuli SNI20+ (Critdos Voddb) /5438) . C(TW) No.| QR1182419 D= i
ot [<CHMafeH{Crrdbor VISH{Cuttiyls, awmmmmsrm.. EAF-LF.CONTINUOUS CASTING ?
ENI204-3.1, Silisenand ealcium tented for inch pholsiy contr 3 in Seoe] Miciting. Page kl) 20!2—1-9 Jeit
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Add: 10 Dalizincun, Hengyang City, Hunan, P. . China P.C. :42100;

HENGYANG VALIN STEEL MILL TEST REPORT

TUBE €O.,LTD Tel and Fax: +86 734 BB73759
(ACCORDING TO ENI0204 3.1) L-mail: hsiec@hystee]tube. con
CUSTOMER CE FRANKLIN | CERTIFICATE NO. C201318781-1
CONTRACT NO. 2111000576-2 [P.oNO [P0.3171963-0R-21008 (LOTB)  L/C NO.. 3FAHD5-00159 DATE: 2013-5-27 PAGE: 1/3
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. |  DELIVERY CONDITION HR
SPECIFICATION SEE SPECIFICATION NOTE HEAT TREATMENT ]
GRADE (542, GRADE 250 | pimensions | 3" x0.216" x 20FT
TOTAL BUNDLES: 84 | TOTAL PIECES: 1567 ] TOTAL LENGTH: 31356.52¢ FT ] TOTAL WEIGHT : 107.938 MT
LENGTH | WEIGHT TENSILE TEST ASTM A370
NO LOT Ne. HEAT No. BUNDLES | PIECES . T SAMPLE TYPE/ ORIENTATION / SIZE(mm/GAUGE LENGTH(mm):S\L\19\50
¥1 TS(Psi) vsiesi) | RS EL(%) RA. (%) YSITS
FLATTENING
TEST
1 934300817 1311619V 28 530 10605 590 36514 69890 53380 340 0.76 ACCEPTABLE
2 934300918 £1522874V > 27 497 9945 240 34,221 69745 53905 150 0.77 ACCEPTABLE
3 934300919 1327873V 29 540 10805690 37,203 70470 51540 340 077 ACCEPTABLE
IMPACT TEST HARDNESS TEST
- NOTCH TYPE/ORIENTATION/TEMPERATURE( T VSIZE (mm) NON METALIC | GRAIN NACE MR0175130 15156-
: I i INCLUSION SIZE 2/NACE MRO103
KKL () Av. (1) ]% SHEAR AREA LE AK2 () Av. (1) | 9% SHEAR AREA LE HRC <22
1 7 / 1.0/
2 i / ner Ao
3 ; ! naol v
oo
o - St
HOTES; e sl g
WI-THEORETICAL WEIGHT SAMPLE ORIENTATION : L-LONGITUDINAL T-—TRANSVERSE N-NORMALIZING HE-HOT EXPANDED
W2-ACTUAL WEIGHT SAMPLE TYPE: 5—-STRIP C—CLUBBED F--FULL-SECTION A--ANNEALING HR-HOT ROLLED
MR-MORMALIZING ROLLED Q&T--QUENCHING AND TEMPERING T . AV.-AVERAGE N&T--NORMALIZING AND TEMPERING
AK1--ABSORB ENERGY FOR THE FIRST SET AK2-ABSORB ENERGY FOR THE SECOND SET 4 g




Add: 10 Dalixincun, Hengyarg City, Hunan, P.R. China

HENGYANG VALIN STEEL MILL TEST REPORT P. C. : 421001

TUBE CO.,LTD Tel and Fax: +86 734 B87373%
(ACCORDING TO ENLO204 3.13 E-mail: hsiecthystealtube. com
CUSTOMER CE FRANKLIN | CERTIFICATE NO. C201312781-1
CONTRACT NO. 2111000576-2 [P.010 Tp0 2171963-0R-2100-8_(LOTB)  L/C NO.: SFAHD500159 DATE " 2013-5-27 | PAGE: 23
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. DELIVERY CONDITION | TR
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT
GRADE B.X42,GRADE 290 DIMENSIONS | 37X 0.216" x 20FT
TOTAL BUNDLES: 8% [TOTAL PIECES: 1567  |TOTAL LENGTH: 31356.520 Fr | TOTAL WEIGHT - 107938 MT
HEAT No. CHEMICAL COMPOSITION (%8
" LOT No. Tpe | C Isi Jwn| Crimo]w JCu] M PTAsa]as[po]sb o] Ti [zl w5 [v]oalca] & suw1) suzfsuia w1 [ r2 | ga
*100 *1000 10000 100 = 1000
P
1311619V H 12| 33 105] 70 11 91 25] 12 0] 13 , I 32 205| 339 46.9 8.8
1 934300917 P 10] 36] 106] 101 17 721 29] 11 34 14 ' 20 3: 1 3! 222] 373} 531.3 0.6
534300917 P 10| 37| 106 101} 17 72l 29| 12 35| 14 28 32 1 31 222| 382|522 10.6
1322874V H 12| 30| 106 s8] 12 74| 25| 10 32| 15 20] 34f 3 32 202| 35.4) 504 8.8
2 534300918 P 14] 37| 106] 100] 17 72] 30| 12 34 14 ; Al aa] 2 35 222| 374514 7.6
934300918 P 14] 37| 105] 100 18 21 311 12 34 14 25 34 2 35 2241 3741514 7.5
1322873V H 12| 3s[ 163l 77 9 82] 27| 13 30| 14 23] s0f 2 32 200] 35| 45 87
k! 934300919 P 13] 37} 106] 100] 17 73] 31| 12 34 14 20| 32 1 34 224 372} 51.2 82
034300519 *i» 13| 36 10s] 99|18 7] 29| N 32 14 20] 31] 2 34 220] 35.1] 49.1 8.1
= 2!
P
P
a
P | o dll,
v | |
NON-DESTRUCTIVE TEST s
POSITION PIPE BOLY PIPE END END SURFACFIGRODVE;
NDT Type(Level) UT{T&LYL2 uT ACCEPTABLE
VISUAL & DIMENSION 1
LAMINAR ACCEPTABLE
TEST RESULT ACCEPTABLE ACCEPTABLE N/A COATING
RESIDUAL MAGNETISM NA
UT THICKNESS MEASUREMENT N/A B
HYDROSTATIC TEST Min(psils) 3000/ 10 ACCEFTABLE ACCERTABLE "
NOTES: H-HEAT ANALYSIS B-PRODUCT ANALYSIS CE-EQUIVALENT CARBOM R-RATIO RI=Ca /5 R2=Al /M BMne =
CENW=CaMn/B+{Cre oV }/5+{CusNi)/15 CEPCM=C+S5i/30+{Mns CreCu)/20+4NI/EG+ Mo/ 154V /104578
SUMI=Cr Cut Mot Ni+V SUM2=Nb+V SUM3=NbE+V+Ti
L4/L31L2-ACCEPT LEVEL L4/L3/1.2 NOTCH DEPTH IS 12 5% /10% /5% THE SPECIFIED WALL THICKNESS.




HENGYANG VALIN STEEL TUBE

Add: 10 Dalixincun, Hengyang

MILL TEST REPORT City, Hunan, P.R. China P.C. -421001

CO.,LTD Tel and Fax: +86 734 8873730
(ACCORDING TO EN10204 3. 1} E-mail; hsiecithysteeltube. com
CUSTOMER CE FRANKLIN | CERTIFICATE NO. C201318781-1
CONTRACT NO 2111000576-2 [PONO. [90)3171963-OR-2100-B_(LOT B) L/C NO.: 3FARDS-00159 DATE: 2013527 PAGE: 3/3
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. | DELIVERY canpITION HR
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATVENT |
GRADE B.X42,GRADE 290 | DivENsIONS 3" x 0.216" x 20FT
TOTAL BUNDLES: 84 TOTAL PIECES: 1567 | TOTAL LENGTR: 31356.520 FT | TOTAL WEIGHT: 107938 MT
REMARK :  L:ORIGIN: MADE IN CHINA 2:ALL ELEMENTS TO BE LISTEMENTS TO BE LISTED.

SPECIFICATION]
NOTE

ASTM A53B-2012/A106B-2011, ASME SASIRIGA106
EDITION, NACE MR-0175-2009/1SO 15156-2-2009 (
7245.1 GRADE 290 CATEGORY 1-2007)

10y API SLB/X42, PSL-2-44TH
N 3) / MR-0103-2012/SS (CSA

We hereby centify that material herein described has been manufactured in accordance with the standards and specifications required in your order
and satisfies the comesponding requirements.

Quality Manager: < _-'-‘&
This certificate 15 issued by a computerized system and 1t is valid with electronic signature. In case the owner of the centificate would release a copy = j >
of it ,he must attest its conformity to the original one taking vpon himself the responsibility for any unlawful or not aliowed use,

Any alteration and/or falsification will be subjcct to the law.

Tf you need to assure the authenticity of this certificate ,please do not hesitate to cuntact Hengyang Valin Steel Tube CO., LTD,
E-mail: hsiecBhysteeltube. com

CUSTOMER THIRD PARTY

Centificate-maker; kil
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HENGYANG VALIN STEEL

TUBE CO.,LTD

MILL TEST REPORT

(ACCORDING TO EN10204 3.1)

158 4685

Add: 10 Dalixincun, Hengyang City,Hunan, P.E. China P.C. :421001

Tel and Fax: +86 734 BE73739
E-mail: hsiec@hystecitube. com

AK!-ABSORB ENERGY FOR THE FIRST SET

CUSTOMER CE FRANKLIN |CERTIFICATE NO. C201318333-1
CONTRACT NO, 2111000674 [2.0NO. [PO3213317-0R2100  LUC NO.: 3FAHDS-00278 DATE: 2005522]  PAGE: 1/3
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. | DELIVERY CONDITION HR
SPECIFICATION SEE SPECIFICATION NOTE 1 HEAT TREATMENT |
GRADE BX42 | pmMENSIONS | 2"x0.218" x 20FT
TOTAL BUNDLES: 27 TOTAL  PIECES: 1002 | TOTAL LENGTH: 20053.25 FT [ TOTAL WEIGHT 45713 MT
LENGTH | WEIGHT TENSILE TEST ASTM A370 COLD
NO LOT No. HEAT MNo. BUNDLES | PIECES | MT SAMPLE TYPE/ ORIENTATION / SIZE(mm/GAUGE LENGTH(mm):S\LAIS\50 BENDING
Wl TS(Psi) YS(Psi) | RS EL%) | RA (% YSTS W
]
1 934302903 1323281 12 452 9045.98 20.621 74240 53070 30,0 n7l ACCEPTABHLE
2 934302904 1323280V 7 251 5023.32 11.451 70180 51185 310 | 073 | ACCEPTABLE
¥ 934302905 1323282 & 191 3822.53 8714 T2500 51185 320 0.71 ACCEPTABLE
4 935100416 1323281 3 108 2161.42 4927 70615 51475 16.0 0.73 ACCEPTABLE
IMPACT TEST HARDNESS TEST
NO l‘f.)TCH TYPE/ORIENTATION/TEMPERATURE CYSIZE (mm) NON METALIC GRAEQ A
2 1 INCLUSION SIZE
AKI (]) Av. (]) | % SHEAR AREA LE AK2 (1) Av. (1) | % SHEAR AREA LE HRC <22
1 / / no/
2 / / .o
3 / / o
4 7 ' .0
NOTES:
W 1~THEORETICAL WEIGHT SAMPLE ORIENTATION ; L--LONGITUDINAL T-TRANSVERSE N-NORMALIZING HE-HOT EXPANDED
W2-ACTUAL WEIGHT SAMPLE TYPE: 5—STRIP  C-CLUBBED F-FULL-SECTION A—-ANNEALING HR-HOT ROLLED
NR-NORMALIZING ROLLED Q&T—QUENCHING AND TEMPERING Av.—AVERAGE N&T-NORMALIZING AND TEMPERING

AKZ--ABSORB ENERGY FOR THE SECOND SET

LE--SIDE EXPANSION




HENGYANG VALIN STEEL

MILL TEST REPORT

Add: 1D Dalixzineun, Hengyang City, Hupan, P.R.China

P.C. ;421001

TUBE CO., LTD Tel and Fax: +86 734 8873739
(ACCORDING TO EMI0204 3.1) E-mail: hsiecBhystealtube com
CUSTOMER CE FRANKLIN | CERTIFICATE NO. C201318333-1
CONTRACT NO. 2111000674 P.ONC. |PO3213317-0R-2100  LiC NO.: 3FAHDS-00278 DATE 2013-5-22 | PAGE: 213
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. DELIVERY CONDITION | HR
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT
GRADE B.X42 DIMENSIONS | 2" x 0218 x 20FT
'TOTAL BUNDLES: 17 |TOTAL PIECES: 1002 ITOTAL LENGTH: 200532350 FT TOTAL WEIGHT . 45,713 Mt
5 HEAT No Lt 5 CHEMICAL COMPOSITION (%)
LOT No. Type| ¢ Isi [Mafor[Molw Jcu| Ni[ PTAi[so]as[polsn o] TiJac] wlnils [ vl a]cal & Jsum[somsom] ni]s2] ns
*160 ~mqq_i = =10000 100 =1000 !
|
P - )
1323281 H 19] 33] 94| 72| 18 45] 23] 12 2l 2 33l 31] 4 37 1611 sal *i 49
1 534302503 P 18] 32 B6] 52 23 39 42 12 1 2 45 33 2 36 1793 4.3] 63 4.5
934302903 P 19] 31 86| 53 22 591 41 12 i 2 43 iz 2 36 1782 4.2 62 4.5
1323280V H 19| 34} s8] e8] 22 42| 23] 14 1 24 30| 4 36 158] 4] 6 46
2 934302904 P 18] 31] s8z] 51 20f s 42 11 1 371 32f 1 35 1752] 42| 62 49
934302504 P 18i 31| g6l s2l 21 591 420 12 I 2 450 31] 1 35 177.1] 4.1 6.1 4.8
1323282 Eyd 18 32_! 3 86| 62 17 521 27 13 i 2 58 a5 p i 35 161.5 L ? 6.3 4.8
3 534302905 P 19] 31| s8] 53] 21 60| 42| 12 N 3s] 23] | 36 179.3] 43| 63] it
934302905 B 18] 32| 86] 52| 23 59| 42] 12 . 2 48] 3] 1 35 1793] 43| &3 48
1323281 H 19] 33] e4| 72| 18 45| 23] 12 5 S EN 37 161.1] 5| 71 49
4 935100416 P 19] 32| s8] 6s] 18 s0[ 28] 13 ] - s6| 351 2 36 162.5] 4.5 65 4.6
935100416 P 19] 32| 87| 64 18 s0] 25| 13 1 2 s2f i 2 36 1606] 46| 66 4.6
H
P 5 ]
P |: I i
NON-DESTRUCTIVE TEST BE
POSITION PIPE BODY PIPE END END SURFACEGROOVE)
MDT Type(Level) ET MPI ACCEPTABLE
VISUAL & DIMENSION
LAMINAL ACCEPTABLE
TEST RESULT ACCEPTABLE ACCEPTABLE Sk T COATING
RESIDUAL MAGNETISM N/A
'JT THICKNESS MEASUREMENT /A
HYDROSTATIC TEST Miry psi/si 2570/6 ACCEPTABLE ACCEPTABLE
NOTES H-HEAT ANALYSIS P-PRODUCT ANALYSIS CE-EQUIVALENT CARBON B-RATIO RI=Ca /5 R2=Ai /N R3=Mp fC
CEIMW=CrMn/GH{CrebosV/SH{CuNil1 5 CEPCM=C+Si/30+HMn=Crs Cul/20eN/E0 Mo/ 15 A1 0450
SUMI-Cr+CusMo+Ni+V SUM2=Nb+V SUM3I=Nb+V+Ti
LA/L3L2-ACCEPT LEVEL L4/ 3/1.2 NOTCH DEPTH IS 12,5% /10% /5% THE SPECIFIED WALL THICKNESS.




HENGYANG VALIN STEEL
TUBE CO.,LTD

MILL TEST REPORT

Add: 10 Dalixipcun, Hengyang
City, Hupan, P. R. China  P.C. :42100L
Tel and Fax: +86 734 B873T39

(ACCORDING TO ENLOZ204 3. 1) E—mail: hsiec@#hvareeltube. con
| CUSTOMER CE FRANKLIN t CERTIFICATE NO C201318333-1
CONTRACT NO. 2111000674 |P.ONO [PO.3213317-0R2100  L/C NO - 3FAHDS-00278 DATE: 2013-522|  PAGE: 3/3
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. [ peLTvERY compITION HR
SPECIFICATION SEE SPECIFICATION NOTE | ear TREATHENT |
‘GRADE B.X42 | pmMensions | 2" x 0.218" x 20FT
TOTAL BUNDLES: 27 TOTAL PIECES: 1002 | TOTAL LENGTH: 20053250 FT | TOTAL WEIGHT: 45713  MT
REMARK .

L.ORIGIN:MADE IN CHINA;2 ALL ELEMENTS TO BE LISTED;

ASTM AS3B-2012/A106B-2011, ASME SA53B/SA106B-2010, API SLB/X42, PSLI-
spectricaTiont $4TH EDITION,

NOTE NACE MR-0175-2009 (FOR HARDNESS ONLY)

order and satisfies the corresponding requircments.

We hereby certify that material herein described has been manufactured in accordance with the standards and specifications required in your

This certificate is issued by a computerized system and it is valid with electronic signature, In case the owner of the cerfificate would release a
copy of it |he must attest its conformity to the original one taking upon himself the responsibility for any unlawfil or not allowed use,

- S,

Any alteration and/or falsification will be subject to the law.

C0., LTD, E-wail: hsiec@hysteeltube. com

If you mesd to assure the authenticity of this certifiecate ,please do not hesitate to contact Hengyang Valin Steel Tube

CUSTOMER THIRD PARTY

Cenificate-make=r:

XU




ASME Vi, pivis
EDITION,. 2 O 1

ADDENDA 2/

HENGYANG VALIN STEEL M]LL TEST REPORT Add: 10 Dalixincun, Hengyang City, Hunan, P. R Chinan P.C :421001

TUBE CO.,LTD Tel and Fax- +88 734 BE73739
(ACCORDING TO EN10204 3.1) E-mail: hsiecOhysteeltube. com
CUSTOMER CE FRANKLIN ICE'R,TII"!CATE NO. C201217680-1
CONTRACT NO. 22110001571 |P.O.NO. [P0.2946972-0R-2100-B (LOTC) LA NO.: 2FAHDS5-00124 DATE: 2012517 PAGE: 1/3
PRODUCT SEAMLESS CARBON STEEL PJPE FOR OIL AND GAS USE. | DELIVERY CONDITION HR
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT |
GRADE B.X42,GRADE 290 | pmEnsions | §°= 0.322°* 40FT
TOTAL BUNDLES: 3 | TOTAL PIECES: 91 |  TOTAL LENGTH: 3642.430 FT | TOTAL WEIGHT : 47229 MT
LENGTH | WEIGHT TENSILE TEST ASTM A370
NO. LOT No. HEAT No. BUNDLES | PIECES = MT SAMPLE TYPE/ ORIENTATION / SIZE(mm/GAUGE LENGTH(mm).S\L\38.1\50
i TS(Psi) YS(Psi) | Rw05 EL(%) RA (%) YSTS
FLATTENING
TEST
1 B41LO1051 1231595V 1 3 120.080 1.557 59310 54955 470 079 | ACCEPTABLE
2 B41L01050 1231595V 4 1t 440290 5.709 52930 50025 470 0.79 ACCEPTABLE
3 B4ILOIOT2  |_=5 1231594V 27 77 3082.060 39.963 69600 55680 480 080 |ACCEPTABLE
IMPACT TEST HARDNESS TEST
= NOTCH TYPE/ORIENTATION/TEMPERATURE/SIZE (mm) - NON METALIC | GRAIN [ NACE MROI751SO 15156
g VBITI0/6,67 INCLUSION SIZE 2(Region 3YNACE MRO103
AKL () Av. (J) | % SHEAR AREA LE AKZ (J) av. () | % SHEAR AREA LE HRC <27
1 | 148.0/139.0/1380 | 142 Lo/ ;5’. g E'M,'a:““‘1
2 | 1zs0n3zonszo| 136 1.0f K
3 | 1280134001380 | 133 ot h(g . T,
N\
— “E:JIH 1L L
NOTES: <TEh i
WI~THEORETICAL WEIGHT SAMPLE ORIENTATION : L-LONGITUDINAL T-TRANSVERSE N—NORMALIZING HE-HOT EXPANDED
W2-ACTUAL WEIGHT SAMPLE TYPE: S—STRIP C- CLUBBED F—FULL-SECTION A-ANNEALING HR-HOT ROLLED
NR-NORMALIZING ROLLED Q&T--QUENCHING AND TEMPERING Av.—AVERAGE N&T-NORMALIZING AND TEMPERING

AKI1-ABSORB ENERGY FOR THE FIRST SET AK2--ABSORB ENERGY FOR THE SECOND SET LE-SIDE EXPANSION




Add: 10 Dalixincun, Hengyang City,Hunan, P.R China

HENGYANG VALIN ~STEEL MILL TEST REPORT Bl aatt
TUBE CO.,LTD Tel and Fax: +B6 734 BE73739
(ACCORDING TO EN10204 3.1) E-mail; hsiec@hysteeltube. con
CUSTOMER CE FRANKLIN | CERTIFICATE NO. €201217680-1
CONTRACT NO. 2211000157-1 [P.O.NO. JPO.2946972-OR-2100-B (LOT C)  LIC NO. 2FAHDS5-00124 DATE 2012-5-17 | PAGE 213
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. DELIVERY CONDITION | HR
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT
GRADE B_X42.GRADE 290 DIMENSIONS | 8" * 0.322" ¢ 40FT
TOTAL BUNDLES: 32 |ToTAL PECES: 91 |TOTAL LENGTH: 3642.430 FT | TOTAL WEIGHT : 47229 T
i HEAT No. CHEMICAL COMPOSITION (%)
LOT No. Type| € [si [MofCrmofw Jeu[nNiJ P at{snfasr]so[ ™o TiJze [ K TBils | ¥ [ 8 [ Ca | Joerou [stn]sumz]suss] r1 | 2 [ r3
=100 *1000 10000 =100 =1000
P
1231595V {H 12) 211107] 6] 1 10f 3] 13 32| 32 s4] 32| 1 32 203] 352 67.2 89
1 B41L01051 |p 12} 200105] 4] 1 gl 2} 10 30| 28 3] 28] 2 3t 153] 32.8] 60.8| 88
B41L01051 P 1] 20f{105] 4] 1 gl 2| 10 30| 28 30] 28] 2 30 153| 32.8] 60.8] 9.5
1231595V = 12} 21/ 107 6] 1 10] 3] 13 32| 32 34 32| i 32 203| 35.2| 67.2] 3.5
2 B41L01060 P 1{ 21/10s] 4f 1 8] 2] 10 30| 28 30] 28] 2 30 153| 32.8]60.8| 9.5
B41LO1060 |3 12] 2t]105] 4] 1 8] 2] 1o 30| 28 0] 28] 2 31 153| 32.8]60.8] 38
1231594V = 12] 19/ 106] S| 1 13] 3] 12! 33| 33 35| 36| 1 32 204| 36.6}69.6 8.8
3 B411.01072 e 12| 20{103] 4] 1 10] 2f 10 30| 30 28{ 30| 2 3] 173] 33| 63 8.6
B41L01072 P 1] 20(103[ 4 1 o] 2f 10 30f 30 28] 30 2 30 173] 33| 63 9.4|
H
P P e
rl‘:'_ 7 E “\'\
H A/ >
P —
P il & i
NON-DESTRUCTIVE TEST N
POSITION PIPE BODY PIPE END END SURFACE{GROOVE) BEVEL I.ING\ ;
NDT Type{Level) UT/L2 MPI ACCEPTABLE ‘*\___“fgg___ L o !\\ -
VISUAL & DIMENSION
LAMINAR ACCEPTABLE
TEST RESULT ACCEPTABLE ACCEPTABLE N/A COATING
RESIDUAL MAGNETISM | ACCEPTABLE
UT THICKNESS MEASUREMENT (50%) A S
HYDROSTATIC TEST Min(psifs) | 2360/6 ACCEPTABLE ACCEPTABLE
NOTES: H-HEAT ANALYSIS P-PRODUCT ANALYSIS  CE-EQUIVALENT CARBON R~RATIO R1=Ca /5 R2=Al/N RI=Mn /C
CEIN/eCeMn/B+{CreMosSHCusNI15 CEPTMsC45i/30«Mn+CreCul/204Ni/G0+ Mo/ 1 5eV/10+50
SUMI=Cr+CutMo+Ni+V SUM2=Nb+V SUM3=Nb+V+Ti
LA/L3A2-ACCEPT LEVEL L4/L3/12,NOTCH DEPTH IS 12.5% /10% /5% THE SPECIFIED WALL THICKNESS.




HENGYANG VALIN STEEL MILL TEST REPORT

Add- 10 Dalirincun, Hengyang
City, Hunan, P.R.China  P.C. :421001

TUBE C0.,LTD Tel and Fax: +86 734 8873739
(ACCORDING TO EN10204 3. 1) E=wail: hsiecBhysteeltube. con

CUSTOMER ICE FRANKLIN | CERTIFICATE NO. C201217680-1
CONTRACT NO, 2211000157-1 lponNO.  |P0.2946972-0R-2100-B (LOTC)  LIC NO.: 2FAHDS-00124 DATE: 2012-5-17]  pace: 343
{errODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. | DELIVERY CONDITION HR
SPECIFICATION SEE SPECIFICATION NOTE | rEar TREATENT |
GRADE B.X42,GRADE 250 | omensions 8"~ 0.322" * 40FT
TOTAL BUNDLES: 32 [ToTaL PECES: 91 [ TOTAL LENGTH: 3642.430 FT | TOTAL WEIGHT: 47220 M7
[t TEST SEE THE ORIGINAL REMARK
SSC TEST INSPECTION REPORTS

ASTM AS3B/A106B-2010, ASME SAS5IB/SA106B-2010, API SLB/X42, PSL-2-2008,
spECTFICATIONINACE MR-0175-2009/150 15156-2-2009(REGION 3VMR-0103/SS (CSA 2245.1
NOTE  |GRADE 290 CATEGORY 1-2007)

We hereby cenify that material herein described has been manufactured in accordance with the standards and specifications required in your
order and satisfies the cormesponding requiremnents.

This certificate is issued by a computerized system and n is valid with electronic signature. On the original certificate the trade-mark JOINTIME
light-green coloured at the bottom of the page is stamped _In case the owner of the certificate would release 2 copy of it \|he must attest its
conformity to the original one taking upon himself the responsibility for any unlawful or not allowed use.

[Any alteration and/or falsification will be subject to the law.

If you need to assure the authenticity of this certificate ,please do not hesitate to contact Hengyang Yalin Steel Tube
CO.,LTD, E-mail: hsiec@hystccltube. com

CUSTOMER THIRD PARTY

Certificate-maker {2/




ASME VHI, DIVISION 1

EDITION

wo YANTAI LUBAD STEEL PIPE CO., LT MILL TEST CERTIFICATE NO. 185 XINGFU WIDDLE ROAD, YANTAI , CHINA

- TEL: 0086 535-6843946/6854750 FAX: (0535)6842245
i HTTP://WWW. LUBADSTEEL TUBE.COM

. # (EN10204 3. 1)

W b PAGEY QF 1

L]
1PE
wwe PURCHASER TRANS AM PIPING PRODUCTS LTD., DESCRIPTION OF GOODS g

(3 DIMENSION STANDARD [ASME B36. 10 COSTOMER' S KO. CERTIFICATE NO. TYG 1110040003200

w
N DATE OF DELIVERY ] \n_mm N0. [GIC6113492

e ASTH 4333 CR 6-2010/ASHE SA333 GR6-2010
e I
> HATERTAL 2.0.%.. cu*’m \jwrs OF ISSIE 20111004

SPECTFICATION {NACE MRO175-2003/150 15158

STAMP OF MILL INSPECTOR E

0.0. | U3l ¥ WL 8.66m | Le 5.8-6.7H | Total Length [ Total Bundles | Order Quantity|
Total Picees ! Total Weight Delivery Coodition As-Rolled | Making Yethod Fot Finished Sesnless

2 Y Tensile Test 3

Chemical Composition ¢. L. =50z Topact Test i oo —_—
C lsifu | # S L oo [ NiJec [ v m ] i [B] W6 | a1 ce Lot No. Brinnel | Pieces foe
=] ¥ Tivs.frslew fexn TR ()

#| Absorb Energy
3f4lsiel7 AVG
g g 21 3F.
o.17]0.27] 1.32]0.01210.012 | 007§ 0.05] 0.05§ 0,01 ( 0.01 | 0.001 0.001} 0,010{ 0.41 1209197 {1l6dL 380 520 | 38.0 LBJAFL L] 43| 44} 45§ 44 166
o.16]0.281 1.32|0.012]0.012| 0,06 0.05(0.05] 0.01 | 0.01}0.001 0.001] 0.010 0.40
0.16]0.28] 1.32 | 0.012[0.012 | 0.06 ]| 0.05§0.05} 0.01 | 0.01{0.001} 0 {0.001}0.01000.40

SB

" Mpa %

oo

Rev'd By:

BEKL T "WP.L ¥isual & Dimensions Coatiog Drift Test Hydrostatic Pressure

g i GOOD =i e GOOD — A 189. 00AFPa

ar Expansion Ring Bxpansion Ring Tensile "Flattening Bending Flanging S8CC Macrostructure . Duration of Time

L P 7
- et e G000 . o —= e 55

w : #1Chemical Couposition:H-=Heat{Ledle)Analysis P=Product Analysis;®2Sempling Pesition:P=Pipe Body B=Base Metal ;*30rientation:1=Longitudinal 2=Transverse:#4Siza:635tripT X 25, 4mB=7. X 10X
- o= NOTES GEmm:*S5Temp:A=—49" F or =457 L=18C-25C;=BGauge Length: 1=CharpyV;=!5Shear area:l=100% CE=C+Mn/6+(Cr+ilo+V) /5+ (Ni+Cu} /15 G.L.=Gauge Lengih

=0
W=
M Remerk  |Hest Trestment Condition For Pipe Normalized:900'CXLOMIN
st~ o WE HFRE CERTIFY THAT THE MATERIAL HEREIN DESCRIBED HAS BEEN MANUFACTURED, SAMPLED, TESTED AND INSPECTED IN ABEN
i ACCORDANCE WITH THE REQUIREMENTS OF ABOVE SPECIFICATIONS AND PURCHASE GRDER, AND MET THE REQUIREMENTS. B

= ey
e SURVEYOR QUEF o quLiTY L

W b @
neon
00 e
~ag e

# WE
BN =i
O mm—
Rk
T\



12" XA 4.3225¢C

STock QO :

EDITION el

ADDENDA o mcasonn

. 92.? o

2

ADD: JINTANG ROAD DONGLI - QR-11-8.2.4-19 &

DISTRICT, TIANJIN, CHINA TIANJIN PIPE (GROUP) CORPORATION ) ' SR

TEL: 862224801139 QUALITY CERTIFICATE, Kkl R

"FAX : 86-22-24801291 i No.. 10051919 @ ok

Contract No, [TPCD -10182E LICNo. | O.DxW.T. 12._'7_50&1*0.5001:1(323.8_0‘.‘12;70) Packing  |IN LOOSE nP

| Order Comco Plpt:&Su.]Jply Cumpany Praduct SEAMLESS STEEL LINEPIPE  |Stes] grade.. [GR6 Total pieces {16 3'9

P.0. No. E1-686 ___[Portofdesti Manu. Metliod| HOT ROLLING SEAMLESS | Toral metres R %

Standard ASTM A333GR6(2005) ASME SA333GR6(2005) |Length range11.60-13.40M Total Tons [20.608 20

: e ol

; Lot Quantity Deli Tensile te.ﬂ(M:Pa) act test(T) @ -

Heat No. 5 ] o Sample No. Tem. 50 Tem.. 2 : Shear Shearl & ©

No. |Pieces| Meters [Bundles| Tons | condition I* o T8~ _Typel_ “¥.8."{Elor 2* © Size |AKI % AXK2 o |AIS o AVE s 1+ O
. i . o

302781 |111| 16 20.608 N 111-001-1 [A[20 | 515 [Ri05] 335 [ 450 Al-45| 10%10 j111] 40 [ 127 ] 50 |42 60 [137] 50 65

111-002-2 | A |20 | 520 |Re0.5| 335 | a7.0 : ' @
2 o

I

= E-

S &

; o

| Torl 16 20.608 " Note: Asstrip,L,bo=38,lmm Lo=50mm - - _ o AVIL o8

Heat No, |Lot Sample No. Ha:dness‘ I test (inside) o I-Iardrm; Gines test {middle) -Hardness test (cm:s:de_) 3, 3 NDE Fla. | Fla. 23

No. E "2 F 3 4 |AVE] 1 " 3 4 |avel 1] 2 3 4 | AVE test(1) | test(2) | T, &0

302781 [111] 111-001-1 151.0 “[154.0] 153.0 153.0° i : EMI+UT/L3+L3 G 6 | . Xz

302781 | 111 111-0022 1590 1610 159.0 160.0 : G | G A=
3 - G

x 3

To

=0
Heat No. _ .. Chemioal composition % (L: Ladle analysis P:Product analysis) Hydro. Test.. | - ,S,
E Steel speci. C Si Mn P § Ni C | Mo | Cu [ Al v Nb Ti B | [ N H_| 0 J[cercwfceaw)|  (mpars) |
302781 L [0.1900| 022 | 104 [0.017]0.006 | 0.03° | 0.04 | 0.02- | 0.07 [0.005 | <0.01 <0.005 | <0.01 [0.0 026 | 0.38 11/8 g
: R— P 0.1800 | 0.19 | 1.06 [0.015 | 0.00¢ [ 0.03 | 0.04 | 0.01 0.06_}0.013 | 0.010 | <0.01 | <0.01 [<0.p 025 | 037 =
; P {01700 | 0.19 | 1.05 [0.020[0.004 | 0.03 | 0.0¢ | 0.01 | 0.06 0.013-16:010 | <0.01 | <0.01 |0 024 | 036 8
; 4 L A \0US5 N I 1 e
P VTN A ot U B 200 '3
P RN oyl e
5 s s r4 2
1 P o X o
Visual and Hydro. Test | Pipecod NDE |  Pipsend | Residve indsPP WA = |2
i 5| NDE Qo) | et hovelling %Jﬁé B e 3

G G G G G order, =

b No. [10062006 T

e Note: | ALUMINUM KILLED STEEL AND EAF-LF-CONTINUQUS CASTING;EN10204-3. 1B ENACE MM]?S[ZUBM—DIUB[ZDWSO L51562009);Nommelized: SSB'CKSMMN agc (1] e

Remark:desti.~destination;tem ~temperature;specl.= specification;Manu~Manufacture; O=Gaod: ;Hydro.=hydraulic '
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ASME Vill, DIVISION 1

Remarncaest ~ohsimALon e -amperalure S pec) = Speahicaton; Men

ADD: JINTANG ROAD DONGLI QR-11-8.24-19
N DISTRICT, TIANJIN, CHINA TIANJIN PIPE (GROUP) CORPORATION . i
J TEL: 86-22-24801139 b ;
FAX: 86-22-24801291 QUALIEY CERITRICATE No. 12113006
ContreciNo. _[TPCO-12528E IL/CNo, _ : O.DAWT, (61N STRUIES.30°7.11) __{Packing {INBUNDLES
e, iMc Junkin Redman Corporstion ~~~~ _‘Plo_@ggt__ ssmmsssrm.unems  Steci grode [Cot | Gr290 SS/X4UGrB | Total pieces 1416 e el
{PO.No. -POAS 78K 122962 iPort of desti.;_ _ mwﬂornm,uucsm.sss Toalmetres; ]
__:Stendend n:saz:dsr.onmsrzcsx.movmsmmw.«js:—zommEﬂlwsass-mo J_Lenghnna_sﬂzlfr e TML-ALJS__?_W = T =,
ll.&‘l e, e _Q'_."_"Im _I Delm i Tﬂlﬁktﬁ‘l‘“?l} i =S S - WN{) . = :
lﬂwm ""-:Pm. IBundies] Tons § condition e No-Te TS Tpel v, iElang 5 3™ |2¢ T“"_E Size Axl!g‘“‘% AKZESI;’EAKJ ﬁ“iw&@ﬁ‘;"
;_szml nw,00 . Jas.ml Asrolled : 71-11-0366: A | 23 | 515 m.s 355 390 . Tt | L [ i
S LT 00 LI 135464 | Asrulled (72110367 { A 33 | 520 | ROS | 370 - 400 bk ol bl B il
275 *13. 16 } i " 2844 | Asrolled 175110363 A1 23 | 510 | RS | 355 | 380 T . & "y ;
!.........,.. ,-..:.-..E..._... s H i i i = l ) : e Mo Pt s
IO | e g i s 3 e )
oo perpmhicath G il ; B T . .
,__;_____]9_31_" i qtja__j___l | 173199 | AsstripLbo=25.4mm Lu-som |
: > Hardness test Cinside) Hardness test (middlc) Hardness (est {outside) { Fu. | Fa
i §MN°'i ’ m:mc 1 2 { 3 1 4 lave] 1 2_[ 3 4 AVE! 1 | 2 ] 3 | 4 tAvE! s _tesuny west2) |
o 527500 0 ; 7!-!(-0366 <0 | <20 |<20; <0 <20 | <20 <0 2D <20 | <D . <D | <20 | <0 <O ET+UMLMLI ;. 6 ! G
I r ST 9 | T056 T20] <0 [<0. <0l 20 0] 0 qo <za <30+ <30 | <20 | <0 | <0 | <20 | <0 | EMUM2HI3 ' G . G |
7 520371 ;73773-110369; <20 | <20 . <30 : <20 ; <20 | <20 | <20 [.<20 ; <0 | <0 i_«_qg__ <20 [ <0 | <0 | <20} <20 . EUTR2MLY G G |
: i : :
3 - '3'"& S o ; - B N mmmi e s
ke P f i . VIR W N
N ‘ Chemicat composition % (L: Ladlc asalysis P-Product analysis) e DI e—
feped. | P € [ Si § Ma [P TS TN Cr | Mo | Cu | Al v 1N T B I Cs | N H 770 jorcsafcemwyi
P SN 11 004001024 T 105 +0.009 10002 | 003 | 6.63 1005 | 6.05 10036 [0030 - <0.01 | <0.01<0.0005]0.0005 037 1034 : 70ps8S
i" aMasy LT (01400702577 106 0.009 ¢ 0.003 | 0103 -| 0.0 | 0,03 | 0.06 |0.036 | 0.030 . <001 . <0.0) |<0.0005(0.0020 e 032 ;034 ©
H ;P i03400! 625 1 1.06 10.009.0.603 [ 0.03 | 0.03 | 0.03 | 0.06 |0.036 | 0030 [ <0.0) | <0.01 [<0.0005[0. 5 w2 032 034 |
4 " STB7 "L 01400 1034 | (.05 (0,009 0,002 | 003 | 003 | 0,03 | 005 ;0.036 ;0.030 : <001 { <0.01 [<0:0005 T Gl Y 032 | 034 | 2670psiR8S
: laMesv P 5.1400 - 0325 ; 106 [0009:0003  0.03 | 0.03 | 0.03 | 0.06 :0.036 | 0.030 | <0.01 { <0.01 [<0e00sf.007Q, - cirt 032 1034
¥ s 7 (61400 035 1 1.08 6.00910.005 T 003 10.03 | 0.03 | 0.06 |0.036 | 0.030 ; <0.01 | <D.01 |<0.0005}0.L% 032 j034;
! 5237 1L .0.04001024 | 105 1000910002 0.03 ‘003 |003 {005 [0.036 | 0.030 | <0.01 ; <001 |<00005| - A0 032 | 034 1 2670psi8S
Jamasv P J0400 [ 925 106 |aoos 005 {7003 | 003 | 005 1006 [0036 ;0,030 - <601 | <00v [<aeis0 |32 o3
- P 1074001025 | 1.06 [0.009 10003 1 003 ;003 {003 ' 006 10,03 ;0030 ; <00i i <001 |<0000500019 032 | 034 -
—— Visval and Hydro. Test | Piprend NDE | Pipeeénd  ; Residual mag. sscc-' P We herchy staic that all pipes are maoufactured Seal for
5 dimension bevelling Tt - . : and inspacted according to above stendands and certifieation:
G G G £ g G T geder
NACE MR 0103-2010/NACE MR 0175-2009/150 15156-2:2009;CE(CSAJ-C+Fx (Mf6+SUZa+Cuf 15+ NV20HCr+ Mot V4NBYS+SBY, | 10 S Date A
Note: |CE( | Wy=C+Mni6+{CreMo+ VY/S+{CutNiY1S;ALUMINUM KILLED STEEL EAF.LF-CONTINUOUS CASTING: 54«{
EN10204-3.1;Silican and calcium trested fw:ndmmmﬁmhgywmolhmm Page [0} 2012-12-21

c

{(FOR EXPORT ONLY)



[FOREMOST

STORAGE TANK TRAVEL SHEET

| Job #: 028978

Client: Devon Canada

Tank Tag #: 002-T-08-1118

Firetube Serial #; N/A

Tank Serial #: 028978-1

Construction Code: API MOD app. F

35 | N1 3”150 RFWN XS SA-350-LF2 H32359
36 |N2 3”150 RFWN XS SA-350-LF2 H32359
37 | N3 3” 150 RFWN XS SA-350-LF2 H32359
38 |N5 2”150 RFWN XS SA-350-LF2 A5587/1
39 |N6 4” 150 RFWN std SA-105 10983
40 | N7 2”150 RFWN std SA-105 1131V3
41 |N8 3” 150 RFWN std SA-105 10/70945
42 |N9 2”150 RFWN std SA-105 10003783
43 |N10 3” 150 RFWN XS SA-350-LF2 H32359
44 | N11 4”150 FFWN std SA-105 10983
45 |N12 2” 150 RFWN std SA-105 12/30373
46 |N13 2”150 RFWN XS SA-350-LF2 A5587/1
47 |N14 3” 150 RFWN XS SA-350-LF2 H32359
48 |N15 2”300 RFWN XS SA-105 H1249389
49 |N16 2”300 RFWN XS SA-105 H1249389
50 |N17 2”150 RFWN XS SA-350-LF2 A5587/1
51 |N18 3”150 RFWN std SA-105 737
52 |N19 8” FBD 1/4" 38W NW9384
53 | N20 2”150 RFWN XS SA-350-LF2 A5587/1
54 |N21 4”150 RFWN XS SA-350-LF2 A67V3
55 |N22 4”150 RFWN XS SA-350-LF2 A67V3
56 | N23 4” 150 RFWN XS SA-350-LF2 A67V3
57 | N24 4”150 RFWN XS SA-350-LF2 A67V3
58 | N26 2” 150 RFWN XS SA-350-LF2 A5587/1
59 |N28 12” 150 RFWN XS SA-350-LF2 TL10006471
60 | N29 2”150 RFWN std SA-105 1131V3
61 |N30 6” 150 RFWN std SA-105 H4120
62 /N31 3”150 RFWN XS SA-350-LF2 H32359
63 | N32 2”150 RFWN std SA-105 10003783
64 | Cl1 11/2” Long CPLG 30001b 316 S.S. FOF0
65 | C2a 11/4” Long CPLG 30001b 316 S.S. HOES
66 | C2b 11/4” Long CPLG 30001b 316 S.S. HOES5
67 | N1 Repad 1/4” 38W NT7430
68 | N2 Repad 1/4” 38W NT7430
69 | N3 Repad 144" 38W NT7430
70 | N10 Repad 1/4” 38W NT7430
71 | N14 & N21 CommonRepad 1/4” } 38W NT7430




[FOREMOST

STORAGE TANK TRAVEL SHEET

Job #: 028978

Client:

Devon Canada

Tank Tag #: 002-T-08-1118

Firetube Serial #:

N/A

Tank Serial #: 028978-1

Construction Code: API MOD app. F

72 | N22 Repad 1/4” 38W NW6735

73 | N23 Repad 1/4” 38W NW6735

74 | N24 Repad 1/4” 38W NW5089

75 | N28 Repad 1/4” 38W NW0293

76 | M1Repad 1/4” 38W NW9384

77 | M2 Repad 1/4” 38W NW9384

78 | M1Plate 1/4" 38W A3F065

79 | M1 Cover Plate 1/4" 38W NW9384

80 | M2 Nozzle Pipe 1/4" 38W NW8640

81 | M2 Flange Plate 1/4" 38W NWg640

82 | Tailing Lug repad 5/8” SA-516-70 4492M

83 | Anode Support Repad 1/4" 38W- NW9403
Roof Pup Nozzle Flanges

84 | N6 4”150 RFWN std SA-105 10983

85 | N7 2”150 RFWN std SA-105 1131V3

86 | N8 3”150 RFWN std SA-105 737 & 4287/12
87 | N9 2”150 RFWN std SA-105 1131V3

88 |NI1 4”150 FFWN std SA-105 12/35152 & 10983
89 |N12 2” 150 RFWN std SA-105 38305 & 10003873
90 |N18 3” 150 RFWN std SA-105 737 & 4287/12
91 |N29 2” 150 RFWN std SA-105 1131V3

92 |N30 6” 150 RFWN std SA-105 12/34072 & H4120
93 |N32 2’ 150 RFWN std SA-105 1131V3

Note : Pipe for roof pups is the same

heat # as nozzle pipe
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AT 1S0W REWA X LF2
HTar 32359/7 )

fﬁt@ 199535%
L %‘? 7%

OFFICINE NICOLA OALPERTI E FIGLIO 8.9.A. T sy o
ela i
St g s Apvmpicvav. 23074 DR LE] - Vi Gieo Far, 40 MRC CANADA ULC
c.C. U\h qun noomwmguw lli:'f’l!i ~CF -Frwmmmtau
LAAIO {CO) - Via T Tol 0344-87200 - Fax 0344-87210
fﬁiff:,;,a..:.“.,:,&:i:;'.“;f;m : "'NT: " | 7072 112 AVE SE - 5220 51 STREET
CERTIFIGATO DI COLLAUDG  EN 10204 | NS ORDINE / INTERN
TESY CERTIFICATE EN 10204 CALGARY AB, T2C 421 (CDN)
31 " 121447
ATG /W T CERTIFIGATE N, C— DATA 7 DATE V3 GROINE / VOuR : - TTTDRTRAIDATE
039454/1 17/05/2013 S 759 180758 REV. 1 28/09/2012
T T 7 2 M -
U!G!Ul?# 3" 150 WN RF XS LF2 Bl FSF4 48 S 'ASTH ﬂSUIU? .LFZ CLl 32359(‘21 R.Wﬁ ACC SPA A
|
- !
P . . = ANALISI CHIMICE / CHEMICAL ANALY SIS i .
i_____ 1 C% | MN% | SI% | P% | S% | CR% | NI% |MO% | CU% | V& | SN% | A% | NB% | Ti% | N BX_J_CMI_
(A | 0,180) 1, 19['.l 0,240 0,009 0,011/ 0,100 0,060 0,010} 0,130/ 0,027 0,008 | 0,025 U 0'32 0.015 1 i
PAICH 0,178 1, 1?9 0,220) 0,004{ 0,009| 0,112} 0,034| 0,003{ 0,101} 0,024} 0,008| 0,045| 0,002 | 0,015 | F
] e - REEE S e S T T { e ] X |
(& | ! l 0,327 0,110 0,378 0,418 |
:A ’{Zi | | 0,274} 0,115 | 0,369 | 0,406
st Naves " - : s & T RNALTET B BIBGTTS J GHECK ANALISYS
D4=Copper+Nickel+Chromium+tol ybd. +Vanadium  CUNI4CRHOHY
03=Chromium + Molybdenum CR+H0
Fr=Carbon Equivalent Short Formula CH{HN/B) )
{ FlL=Carbon Equivalent Long Formula CH{MN/B)+{ (CRAMOHY) /5 )+ (NI+CU) /15)
__[ e Lt ' " CARATTERISTICHE MECCANICHE / MECHANICAL FROPERTIES ” 5
|- TRazioNE s vensne 1 =y ponl RESILIENZA | CHARPY TEST 1
! TIPo otavETRO SEZIONE [LUNGHEZZA| TEMP. | ROTTURA [SNERVAMENTO[ AL | CONTR. | TIPD | TEMP. v e wr::;zza
Trpe | PROVETTA | " anga LENGHT | TEMPEAATURE|  TEMSILE ) ELONG % | REDUCT % f\fﬁ TEMPENATURE i L LA DAEDS]
-l E BAVETER |mmq. LM, __! T Mpa | ﬁga - [ Joule ..l
A (S 12,50 122,70| 50,00 | 20 485 250 | 22,0 30.0 -46 Hin, 16 Med, 20 | 197
A LD 12,50 122 70| 50,00 20 517 314 | 26,8 69,6 -46 | 60 - 63 - 68 t 160
i
|
I n!ll THOTES £ 2 - e "0 = BYTENUTE [ OBTAINED i
'S = STAMDARD
, |
|
l_”; TRATTAMENTI TERMICI / HEAT TREATMENTS . - . : __NOTE GENERALI { GENERALNOTES
‘A |Normalized at 900 dgr.C for 1 h.-Cooling from 900 dgr. in still air FINFTURE / ROUGHNESS
- | FsPa-Ra = 125 AARH
If i
3 | a ) | STANDARD
- VL, DVLS O =5 81 = ASME B16.5 ED.09 Inch STD
B R / |
L p—— . . el | T—— d
W::r.[,mal according to Technical Specification MRC-FLG-001 Rev,@ vl
Fafpna according to NACE MR-01.75 / 150 15156-2 Sour service hﬂm 3.2009 and MACE MR0103-2010.
{MARCHIO D1 FADBRICA 'E[,m.*. COLLAUGEG INT T COLLAUDATGRE INT B
IHADE MARY FINT INSPECT DATE INT INBPECTOR
k. . .\\]1?;{)%"2\013 L CESAR.E ............ A - 0300 Certitied .pEnB]’|HEc|
HEED R 184-0097 By L, OVD'S Raginy |
17D 0048 Mo LRC 180212 E




BEBITZ #£=

Flanschenwark Bebitz GmbH - Lebendorfer Str. 1 - 06420 Bebitz / GERMANY "‘ .- =

Tel. +49 34691 40 0 - Fax +49 3469140 329 - Emall: flanges@bebilz.de

Bebitz Flanges Works Pvi, Ltd. - Survey No, 140/2, Saravali Boisar - Taluka Palghar - Thane 401501 -
Maharashira, INDIA Tel. +91-0-9049991039/42/43 - Fax +91-0-2525 274266/67 - Email: quality@bebitz.in

Abnahmepriifzeugnis 3.1 / Inspection certificate 3.1 / Certificat de reception 3.1
nach (A02) / acc. DIN EN 10204 : 2005 Nr. (A03) / No.13-53754 Datum (202) / Date 6/24/2013
Zelchen des Herstsliers (AD4) Stempal des Abnehmers (Z03)

Manufacturer's brand B Stamp of the testing engineer
Uberprift als Herstaller nach AD-Merkblatt WO / TRD100 und VATOV Werkstoifblatier 360/3, 354, 399. / Approved as manutacturer
acc. AD-Merkblaft WQ / TRD100 and VdTUV Material Sheets 350/3, 354, 399,

Zertifiziert nach DGR 97/23/EG durch TUY CERT Zertifzierungsst. fiar Druckgeréte der TUV NORD GmbH Co KG, Benannte Stelle
Nr. 0045, ;‘Cenﬂed acc. to PED e?fzafEC cenlrylng bndy for prsssure equipment TOV NORD GmbH Co KG, regmtrat[on no. 0045,

Besteller MRC CANABA uLe BesteII-Nr (A07) / Order-No S 759 183225
ADG " Auftrag (A0B) / Order BFW/2298
E:uat)omer ASTEIIEANE A5 SOEORRT AR, Lleferscheln / Dellvery No. 2533554
T2C 4Z1 CANADA Position (BO7.1)/ltem 15
Stck {B08) Bezelchnung (B01; BOY - B11) SchmelzefPrUﬂos (307}
Quantity Produet Heat no./Test no.
402 | 2inch Welding Neck Flange 150 Ibs XS raised Facedff— A5587/1

Mataﬂsl LF2 Class 1 - ASTM A 350M 07 .f ASME SA-BSOIWGR 248 /CSA Z245.12- 2009 Sour Service Cat Il
(802; BOS) forged 1050-1150 °C / normalized 898-925 <G, still air

Anford. ASME B 16.5-2003
(BO3) NACE MA0175-2011 / MR0103-2010 - DIN EN ISO 15156-2 : 2009

2’9?1:’;"" 2011a ASME Boiler & Pressure Vessel Code - Section 1l Part A

Schmelzananalyse (071 092) i Ladle analysls E?schmeizung (070) ! Mslt!ng procass E

e - ,

e | s WP [ 8 TCr| NI [Mo [ No [ V[N TCu  Al[CEV
0190 019 | 120 0.017|0.017 006 002 | 000 001 0.0010]0020 0,000 0020 0.082 | 041 |

Mn V+Mo+Cr Ni+Cu PREN-Cr+G.3xMa+16><N

Mechanische Prilfungen / Mechanical tests SETS N 5 T
Probeniags {C02): g/t / Position of Spacimen: g/t |c.|“-_ 4d, |KBV/Chamy Impact Test EN 1SO 148-1. Harte (C32)|
Tensile Tast - ASTM A 370 {V-notch, Position of spec:man g/t} . Hardness |
Tomp Sirackgr. (G17)  Yield strengh Ziiglestigk. (C12)[Dehng. (C13) Einschnirg. | Temp. | ~Einzaiwerta (C42) MW (Gag) | SO B306-1]
{C03) | 0.2% 1,0% | Tenslle strength | Elongation | Red. of area | (C03) | Single values Avarage HBW
°g N/mime Nimm?2 | Nimm? % | % 0| J ! 10/3000
m|n250 e R e e e g e
20 a0t 508 28.0 60 | -46 | 48 50 52 500 140
20| 282 | 503 304 59 46 | 46 48 50 480 142
120 277 | 497 29.6 59 46 | 44 48 47 463 141
20 306 | 502 306 | 58 | -46 51 46 48 483 = 141
2" REIN Ts0% s LFQ
H'r#-Assﬂjz _ — D
Pt MBS e WY e 2
focl \ otk \
a3 R 5-)

Besichtigung’und Ausmessung ohne Beanstandungen. {D01) / Resutts of inspection and dimension without ohjections, -
Die gesteliten Anforderungen sind erflllt. (Z01} / The product meets the requirements. :
Ranjan Kumar Jana, P

Abnahmebsautira des Herstellers (202) [ i ‘“kﬁ,
NG
Inspaction Representative of the Manufecturer \\.. . F - QAG-09-04



SAN ENG STEEL FORGING CO LTD
311. Jen Hsin Road, Jen W District
Kaohsiung, Taiwan, RO.C.
TEL:07-3724249 ; FAX:07-3712923
URL: www saneng.com.tw

e-mail: saneng@ksts.seed.net.tw

(MILL TEST CERTIFICA_TE)
EN10204-3 1 B{DINS0049/3.1.8)

Customer: TRANS AM PIPING PRODUCTS LTD.
Order No.: 700394B(17)-T/A

Certificate No.: SE-39480Q
Date: 120192(2011
Page: 1QF 1

4" CL 150 W!N FLANGE RF STODO
BORE A105N

sB

" PRODUCT MATERIAL SPECIFICATIONS DIMENSIOMNAL SPECIFICAT-IO-NS
o : : ASME 816,509
FORGED CARBON STEEL FLANGES ASTM A105-10a/ASME SA105-10a s ¥ads i
=== = CHEMICAL COMPOSITION (%)
QUANTITY - :
item . T i Mn [ 3 Co [ Cr | Ni [ Mo ] V | Nb CE(3)
cob CR _ T
No. E NO DESCRIPTION P!? : 0.100 | 0600 - " : A : : - i % ’
~ pex | 0.350 |0.350 |1.050 |0.035 |0.040 |0.400|0.300{0400)0.120 | 0,080 0.020{ -
1 150 WNRF STD 3~ A105N 0198 10.250 {1,040 |D.04 [0.014 |0.007|0.048 [0.044 | 0.005 | 0.044 | 0005 | 0.004 0.385
2 150 WNRF STD 4" A105N e 0.198 {0250 {1040 |0.014 [0.014 |0.007 |0.048 | 0.044 ] 0.005 | 0.044 | 0.005 | 0.004 0385
3 600 WNRF XS 2" A1 05N €211 {0260 11.050 106010 {0008 |0012]0.0a3|0045|0.005 0037} 0.00s| 0004 0309
Hahi e, TS(1) | YS(1) | EL(T) | Hardness | RA(1) Impact Tes: B HEAT TREATMENTCZ)
item (MPA) (MPA) (%) (HB) (%) Temp: M
Ne. Min! 4850 250.0 220 : 300 Minimurn:  Joute PR &N
tax = ) . 187 NN 7 2 3 W REMARKS
: . L e Gt bbiudan g _ : ?:onmsﬁ s‘? WITH NACE MR0103-07 AND NACE
2{  1bes3 503.1 343.2 344 704 e NTHK s
i o : | M MROT751S015156.2 :
0| 3599 32 | aem47 | 704 NTMIK CONFORMS WITH 224542 CAT | GR.248 SOUR
SERVIGE-C5
TEST SPECIMEN QRIENTATION: TRANSVERSE
17 T.8 = Tensle Strength, Y-5.=Yield Strength, E.L =Elongation, RA =Redution 57 Arsa.
" N=Nomalized, A=Annealed, Q=Quenched, T=Tempered, 5.T=Solution Treated, S.R=Stress Refieved,
A.G=Air Cooled, F.C=Furance, Cooled, W.C=Water Cocled, 0.C=01 Gooled,
*3: C.E.Value =C + (Mn [B) + (Cr + Ma +V} / 5+ (Ni + Cu)/ 15
We hereby cariify Fat the malerial has been tested in accordance wilh Tha above Specfication and
lso with (he requirements called for by the above order.




158111

Ol EN 10204 § 3.1

i HOJA:

DE
of. -do {1RAT2013

o i iy |  CERTIFICADO DE INSPECCION
|  CCTF CORPORATION (EDMONTON) i
H 5407 - 53 AVENUE MW
EDMONTON, AB TEB 3G2 &
. FECHA: N
_— | Dam 200712013 Mo
FPRODUCTO FLANGES SUPEDIDO N®
Articts - Produl Your OrderMo.  4810348-00/5759221470
Voira Cda. N7
ECRAMS APLICABLES ASKE B16.5-13

MATERIAL CORRESPONDIENTE ASTHI/ASHBE AJSATOSN-12
Materda! Compapandent - Qualté

Inspection Certificate - Certificat de Réception 180 10474734

8° Zubitiags, 3 - Apdo. 14
20560 ORATI (Gipuzkaa) SPAIN
Tel: 34 - 843 780552

" 01 202 £ 02 7443 Fex 34 - 943 781838

E-matt uimaiBuimapipng.com
MARCA DEL FABRICANTE
Merk of fectory ' Packing Llst 104058
Marqus du fabrizant

MODO DE FUSION () MACE MRO17SN1S015158-2-00 & MRO103-12 DEPARTAMENTO  QUALITY ASSURARCE
Stpel Making - Elaboration do Fedier Clauaa 7.2.4.4, Armex A2 and SSC Reglon 3. Section
E=Hec Y= Oxigeno bésico CSA-Z245.12-09 Gr.248 CAT |-5S (WN & BLIND FLANGES ONLY) Déparioment e e
PARTIDA ‘umn% DESCRIFCION oasamma{ m"r wamw sy | ALRGAM. |setaiccon!  RESILIENCIA CHARPYY tDxtomm | OUREZA
Be ttam | Quaniely Ooscription Romaris | Mot | TStorgn | Y.Stongin | mo 9ot R ares | impact tast Hordrass
f Posts | Guantes Daseription Obsenations | M Coutse | RessiRer| 02% | Laraq | Sk 1 Résiance o oo
1 o I ~ MNmmE Mimm2 % ® L Joulss w"""’"_ b 3 HeW
3 7530641 20 | WH 4 600LS XXS RE A105N NE BO4T3 514 30| 2830 5540 i | | 156 159
0 7533587 8 | Wi 2 150LB STD/40 RF A105N NE 1106V 519 313! 3080| s230 i ! 150 156
20 7533957 1.078 | Wi 2 150L8 STIV40 RF A105N NE 19313 520 318] 2970| 5030 i 151 158 |
21 7535732 360 | BLIND 4 15008 RF A105N NE 583A2 515 307 2840| 5870 ! 151 155 |
21 7sasr32 ; B2 | BLIND 4 15008 RF A105N NE ARITI 510 316 31,80 52.40 i 151 155
23 7591084 | 283 | BLIND 2 600LB RF A105N NE 555712 508 305 | 2840 5880 i | 149 154
i £ I}
i
i | ]
Paas COMPOSICION QUIMICA - STEEL MAKER'S LADLE ANALYSIS - ANALYSE CHIMIQUE - T 9
i i | ~ Dimansing and surfoce conddon foursy ecceptable.
NCode | C% ) S1% | M%| P% | S% | Croe| M% |Mox D% | V% | Cu% a% | x| N% |csan i +
! i S
1908v3 | 0,470] 0.485] 1,020| 0,013| 0,002'0,455 !0,032 0,007 | 0,002} 0,003{ 0,085 0,022| 0,010{ 0,005/ 0.381 - Los matarizios clatns cumplen las nommas spicabios. e
- 1131v3 | 0,180| 0.210| 1,160 0,016, 0,090/2,160 0,080 (0010 | 0,003} 0,021] 0,180 0,027} 0,026 0,000} 0,428 - Menufacturing regus B satis R
555T2 | 0,210; 0,160| 0,900] 0,074| ©,008]2,080 10,070 (0012 | 0,004| 0.003| 0,180 0,000| 0,000} 0,005} 0,385 - Las narmos applcablas sant rogpaciies.
‘sgaAz | 0,200 0,260 1,210{ 0,014 0,004{2,110 0,020 [0009 | 0,002| 0,003| 0,030| 0.027| 0,000} 0,000 0.429
AS2T3 | 0,200( 0,980] 0,900| 0,012| 0,011 2,070 0,130 (0,020 | 0,008| 0,001| 0,260 0,000 0,000} 0.000} 0,335
_BO4TI | 0210] 0.18D| 0,840| 0.013| 0.014/0,050 0,350 0,023 | 0,008| 0,002| 0,260| 0,000 0.000| 0.000| 0,332
| f
i i
| | i
(7 QBSERVACIONES:  N_NORMALIZED AT 900 C AND ALLOWED TQ GOOL IN STILL AIR
Observaiions

ok 0P
703

&b

g
i3

(LSS B09) PIS MY



FLANGE RF STD

Rev'd By: SB

ASME vin, DIVISION 1

EDITION
ADDENDA_

SEDE
Z3D61 CESANA BRIGNZA (LC) - lay

7ock

SYAFwn 1. /5O STL)
SAOSN - 10/7 2545

CERTIFICATO DI COLLAUDO SECONDC EN 10204 - 3.4 INSPECTION CERTIFICATE

M ETAL FA Via G, Pavini, 28 cmmnm GUALITY MARACENENT | TRANS Al PIPING FRODUCTS LTD C;ﬁl_ M. 5240 DeliDated 2042 2040
PRODOTTIINDUSTRIALI S.P.A. Tel. +38 031.655441 SYSTEH CERTIRED BY DNy Fetturs § iInvolce M. 3885 Del/Dated 28,12 2010
— Fax +39 031656140 = IS0 2001:2008 = 9335 ENDEAVOR DRIVE SE. ODT /Dol Note M. 8803  DelDatsd 2012 2010
STAMPAGHID A CALOD DI ACCIA CONUM - LEGAT) E IHOS310ABLY quality. miGiarmas.com T35 0A1 CALGARY, ALBERTA CA B.Ord. ¢ Dur ref. M. DaliDated
SALA PROVE E ANALISI MATERIALY / MATERIAL TEST DEPARTHIENT
Peg.2 - @&
COD.COL. COLATA  POS. VS ORDINE DESCRIZIONE DIMINACC. A WISVO E DIMENS,
HEAT CODE HEAT TEM YOUR REFERENCE DESCRIPTION 0, ACCORDANCE TO VIS, § DIMENS.
—3 1070946 003 GEA/TRANS AM WN1SORF3"STD  A1p5 S ASMEIANS! B16.5 SATISFACTORY
MATERIALE / MATERLAL C% 5% M 5% 5 Crh Ni% MoYe Ti% Cu% V% Mb% W% AlE CE%
ASTH A105 0,208 0,250 1,030 0010 0010 0110 0060 0,090 0000 0,160 0023 0,002 0,000 0,000 0,420
PROVETTA{ TEOT APECIMEN FORMA, TNDRVAMENTO ROTTEAL ALUNDAMENTE CONTRADICHNE DUREEESN RESILEENEAT IMPACT TRET - JOULBRom? BNERMAMENTO
SEL menit L. men AHAPE YIZLD POINT TEEMLE & TREMQMT REDULTION OF AREA HARDNERD VIELD POWT L
SECT.oemt  LENGWTmon 100 =0 Mmn? o) 3% L -] S e Ha TR0 I TYPE tinilmm = 1 T ¥ el ret OUR REF.
126,60 5080 1 3410 862,0 32,0 67,0 166,0 - 170,0 Ky 20 @ 88 B8
MATERIALE IN ACCORDO A 7 MATERIAL JN ACC. TO TRATTAMENTO TERMICO { HEAT TREATMENY FORMO / FURMACE QRIGINE / ORIGIN
ASTM/ASME A 108/SA 106 8 - 09 CSA Z245.12 GRADE 248 CAT.| NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPE
COD.COL.  COLATA  POS. VS.ORDINE DESCRIZIONE DE&4.IN ACC. A VISIVD E DIMENS.
HEAT CODE HEAT ITEM YOUR REFERENCE DESCRIPTION Ditd. ACCORDANCE TO VIS, & DIMENS. .
172796 011 SGAITRANS AM W/N 200 RF 2.1/2° 8TD A108 ASME/ANS) B16.6 SATISFACTORY
MATERIALE / MATERIAL c% 8 MW S% P% Cr% M%  Mo%  Ti% Cu% W NB%  N% AR CE%
ASTM A106 0,180 0,240 1,900 0,009 0,013 0,080 0080 0020 0,023 0,480 0,003 0002 0000 0,029 0,398
PROVETTA ! TEAT SPFECIMEN  FORMA DRERVAMENTS: MOTTURA ALL CUREZZA FRESTUSHER | BPACT TERT - SO Eitmd FEMRVAMENTD
AEE. mm3 LURG. mm BHAFE LD FOMNT TEMSILE S TREMOMT mrm REDUCTION OF AREA HARDHERD WIELD POTHT HaBy,
SECT.mmI LUSNGHTmm w0 =0 MmmE >0 2% Mmmd e W= L3 TGO TVPE Y0atimm - 1 2 3 P2 sel), M DUR ¥
128,80 80,80 1 3390 8460 n.o 58,0 184,0 - 188,0 Kv 20 B8 835 89 0,0

MATERIALE IN ACCORDO A / MATERIAL &N ACC. TO

TRATTAMENTO TERMICO / HEAT TREATMENT

FORNG / FURNACE CORIGINE / ORIGIN

ASTRUASME A 108/3A 106 M - 08 CSA Z245.12 GRADE 248 CAT. NORMALIIED AT 820 € - CODLED IN STILL AIR ELECTRIC FURNACE EUROPE
COD.COL. COLATA POS. VE.CROINE DESCRIZICNE DIM.IN ACC. A VISIWO E DIMENS.
HEAT CODE HEAT ITEM YOUR REFERENCE DESCRIPTION DI, AGCORDANGE TO WIS, & DIMENS.
TTe53 028 GEE/TRANS AM BLIND 150 RF 2" ADE ASME/ANS] B16.5 SATISFACTORY
MATERIALE / MATERIAL <% Sit% W% 5% PR Cr% Mi%% [ Ti% Cu% V% Wb% N% A% CE%
ASTH A105 0,485 0,180 o900 o007 0028 0120 0050 0,010 0005 9,200 0002 0009 0,000 0008 0378
PROVETTA/ TEDY QPECIMEN  FORMA BMTIVAMENTD ROTTURA FLLURAREN TS CONTRAZIONE TAIREEILA REBLIEMEA / WPACT TEST - JOULECWE BEEAVAMERTO
GEL anT LS. SHAPE WIELD POMT ‘E_.!lm mmm mwm mu TIELD POSNT R,
BECT.ommi LENGHTWm 190 2*0 W] b=l Wnmd re TG TYPE 191 8am k] A} 2 3 R e iR Oumm BEF.
26,60 50,80 1 3420 5120 32 o 02.0 184,0 - 165.0 20 a8 88 &0 0,0
MATERIALE IN ACCORDOQ A f MATERIAL IN ACC. TOQ TRATTAMENTO TERMICO fHEAT TREATMENT FORNO f FURNACE ORIGINE / ORIGIN
ASTM/ASME A 108/SA 105 M - 09 CSA Z245.12 GRADE 248 CAT I NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPE
Universal Industries
NOTE MANUFACTURING IN ACCORDANCE WITH ORDER AND SPEC! ed Hec UFFICIO CONTROLLO QUALITA' EMTE UFFICLALE MARCHIO PRODUZIONE
NOTES MATERIAL IN ACCORDANCE YWATH MACE MR-0178/2008 180 151 QUALITY CONTROL DEPARTEMENT NSPE o MANUFACTURER'S SYMBOL
MATERLAL IN ACCORDANCE WITH NACE MR-D103/2007 Lk (5%
JUN 1 4 Corti A NI
@‘&yc/ £ 2\ o FF
: wi?l, 28
\ ‘I—— 'A -
— <
JPproN




TRILAD Flanges and Fittings, Inc.
30 WOODSLEE AVE.
PARIS, ON, CANADA N3L 3V1
'(__PHONE) 519-442-8520
519-442-7658
www tri-lad.com

ISC 8001:2008

" e i

CERTIFIED MATERIAL TEST REPORT

Certlfscate No. | Date of Report '
| 13165152 | EN 10204 3.1 & 4/03/201 3|
-'Cuslomgr _h."! Custorner Order No. - ' ngnt]ty ‘
ALLIED EDMONTON - CAD$ | (391902 i ’ 200
a 172 TURBO DRIVE i A, . PR o i
i Tri-Lad Order No Line No.
SHERWOOD PARK AB  T8H 2J6 ‘ ’ ‘
J 566795 1
. Specificaon = [Heat Treatment
“ A105N STOCK NORMAL | SED
"S5 [temDescrieton; 150 wN STD RF AT05N o (sonssz ) | Temperature
%j\%{ Init1925F 1051C i v
£ ﬁr ;Shop i e ——— — {Time - gLot Dafinition |
Lot No, T |
HealCode  TL10003783 gf. .
- |BE ] 'éwenpmamé = el e ————— : e |
\A .40 it e J
B e o _ __Chemical Gomposition
% H i Mn TP ( IS (Cu YN yer Mo YW )
eat .22 1.01 | .023 oos | .23 | .02 | .02 06 .00 | .007
Product ] ‘ ; .
ﬁ > 4 5 g e o : \] £ el ~f{ ~
Nb ' f ' " |
8 ” Heat w0 | . . ‘ !
< Product J A A ! ) P J
30w Y | Rl e e
& 8 h Product | L | ’ J JI *
O = - 5 ___)'L o YR, | \ i o -

] % g ok Mechanicai Properties ) _ _
2F 5 [ Vield Tensile | Elongation | Reduction  Hardness | Impact Test | Impact Values Shear Fracture |
Vo & Ksi 43 [ksi 81 SEATS: oy 156 | THORSS ‘ :
b fpa 293 flipa 559\ 27% | BHN 159
e e . | 46 % :

Tensile Specimen  STD RD | : _____
Lateral Expansion Impact Type limpact Orientation Starting Material " limpact Specimen i
| ‘ |
} S e s
Cr+io <= ©.32% Q.06 ) ¢ L1
Cr+Cu+Mo+Ni+V <= 1.00% 0.10 H
Mn/C >= 3.0 4.59 (\
CE = C + Mn/6 + {Cr+Mo+V)/5 + (Ni+Cu)/15 0.40 MU |
ASTM A105N-12 CSA 2245.12-09 GR 248 CAT | SS &ﬁ* 30
ASME SA105N 2010 Edition 2011A Addenda ANS|/NACE MRO175/15015156:2009(E) 2N

NACE MRO103 LATEST ED.

“Material i in accordance with the appllc.‘dble Standard to which it is ordered Including:

NACE MRO175/15015156-09 N2 Appho’,
ASME Sect |, ASME B16.5, B16.9, B16.36, B16.47, CSA, MSS, AWWA C-207,
NO WELD REPAIR

— \ .
Material conforms to both ASTM (A) and ASME (SA) applicable specifications. /”"X()\)\-bud “-kg—)

We hereby certify that ell information presented on this CMTR conforms to the above : pue—r e (M 2 "
specification. Les Mansfield, CET

We hereby cetify the results to be a true copy of the records of the company. Quality Assurance Manager




FLANGE RF STD

ED
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Part#
s
1

-t

SEDE AMMINISTRATIVA I STABILIMENTO:

PO# |27 344
Coln

CERTIFICATO Di COLLAUDO SECONDO EN 10204 - 3.1 INSPECTION CERTIFICATE

23861 CESANA BRIANZA (LC) - taly vef Cerdf.N. 021  DelDated 16.06.2012  Fatturalinvolco N, DellDated
e M ETA L FAR Via G. Parini, 28 COMPANY WITH GUALITY HARAGENENT DDT / Det Note N.  DeliDated Na.Ord. 7 Our rel. N. DellDaled
PRODOTYIINDUSTRIALI S.PA, Tl +39031.65544 SYSTEN CERTIFIED BY DNV TRANS A PIPING PRODUCTS LTD
Fax +38 031655149 = ISO 9001:2008 =
STAMPAGGIO A CALDO DI ACCIA COMUMI - LE.‘-&‘II.E ROSSIDARIL quality. mi@farmas.com 9385 ENGEAVR <5,
SBALA PROVE E ANALISI MATERIALI | MATERIAL TEST DEPARTMENT T3S0A1 CALGARY, ALBERTA CA
Pag.2 - 10
COD.COL. COLATA  POS. VS.0RDINE QTA' DESCRIZIONE DIM.IN ACC. A VISIVO E DIMENS.
HEAT CODE HEAT TEM YOUR REFERENCE QTY DESCRIPTION DIM. AGCORDANCE TO VIS. & DIMENS.
12130373 324,00 WW/N 150 RF 2" STD A105N o= ABSMEIANSI B16.5 -2009 SATISFACTORY
MATERIALE / MATERIAL c% Si%  Mn% 5% P% Cr% Ni%  Mo% Ti% Cu% V% MNo% N% A% CE%
ASTM A105 (LADLE) 0,200 0,230 0,970 0010 " 0,008 0080 0,040 0,010 0018 0080 0,002 0002 0000 0028 0391
PROVETTA/ TEST SPECIMEN FORMA SNERVAMENTO ROTTURA ALLUNGANENTO CONTRAZIONE DUREZZA RESILIENEA f IMPACT TEST - JOULEomE SHERVMAMENTO
GEX. mani LUNG. mm BHAPE YIELD POINT TENSILE BYREMNOHT ELONGATION REDUCTION OF AREA HARDNESD VIELD POINT o R,
BECT.mm2 LENOHTmm 1+0 200 Wmm2 »=0.2% Bllmend > eem e HOW TPG/ TYPE 10x10mm © 1 2 3 Pmund > % OUR REF.
126,60 50,80 1 345,0 525,0 31,0 68,0 156,0 - 159,0 Ky 20 B2 86 @B a,0
MATERIALE IN ACCORDO A f MATERIAL IN ACC, TO TRATTAMENTO TERMICO / HEAT TREATMENT FORNO / FURNACE ORIGINE / ORIGIN
ASTAM/ASME A 105/8A 105 M - 11 ASME CODE SECT. Il, PART A, ED, 2010 NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURMACE EUROPE
C8A Z245.12 GRADE 248 CAT.l 2
COD.COL  COLATA  POS. VS.ORDINE QTA' DESCRIZIONE DBMIN ACG. A VISIVO E DIMENS.
HEAT CODE HEAT TEM YOUR REFERENCE QTY DESCRIPTION DPM. ACCORDANCE TO VIS. & DIMENS,
10173602 ; 160,00 W/N 150 RF 1.1/2" X8 A105N ASME/ANSI B16.5 -2009 SATISFACTORY
MATERIALE / MATERIAL C% SBh  Ma% 5% P% Crh Ni%e Mo% Ti%  Cu% V%  Nb%  M% A% CE%
ASTM-A105 {LADLE) 0,190 0,260 1060 .O007 0010 O,0B0. 0050 0,010 0,019 0,99¢ 0,003 0,002 0,000 0,027 0400
PROVETTA/ TRIT SPCCIMEN  FORMA SRERVAMENTO ROTTURA Al DURERRS RESILIEMIR / IMPACT TEST - JOULERmI
SEZ, mmi LUMNG, mm BHaPE TRELL PLINT TEMBILE STRENGHT ELONGATION REDUCTION OF AREA HARDNWESS YLD POINT MR,
BECT.mm2 LENGHTwmm 120 =0 MAnml >=0,1% Wmm2 »= L e O TIPO I TYPE 10=10mm w 1 2 3 Minmd »=1,8 OUR REP,
. 126,60 &0,80 i - 336,00 539,0 00 - 580 458,0 - 183,0 K 20 86 B2 88 0,0
MATERIALE IN ACCORDO A / MATERIAL 1N ACG, TO TRATTAMENTO TERMICO / HEAT TREATMENT FORNO / FURNACE ORIGINE / ORIGIN
ASTH/ASME A 105/8A 105 M - 11 ASME CODE SECT. Il, PART A, ED. 2010 NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPE
. CSA Z245.12 GRADE 248 CAT.l
_i = =
Egﬂfo‘g“’ DWQIS‘ON Universatl Indusivias
Entered Receipi inte Visual
ADDENDA el e PR
: AUG 1 § 2012
NOTE MANUFACTURING IN ACCORDANCE WITH ORDER AND SPEGIFICATION UFFICIC CONTROLLO QUALITA' ENTE UFFICIALE DI COLLAUDO HIO PRODUZ /
NOTES MATERIAL IN ACCORDANCE WITH NACE MR-0175/2003 IS0 15156-2009 QUALITY CONTROL DEPARTEMENT INSPECTION AUTHORITY MANYFACTURER'S SYM :
WATERIAL IN ACCORDANCE WITH NACE MR-0103/2010 e

~GrE——
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" Boow x4 LF2 PEIN
HT# 1249349

Pos lux

OFFICINE NICOLA GALPERTI E FIGLIO S.p.A. SPETTIE 7 MESSRE:
[ " [
e e T v 4 MRC CANADAULC ~ Pagelof2
camn I.Ieal! OOTOBDODTAE - ﬂ E.L‘I'NI‘ \F. 8 PIVA ITH0 2068900118
it A f Wt » Ottepn - Mading velsron
12010 unn ‘ullllﬂ [E0] = Via 'r:Mn Fulnln, + Tel. DI44.9 7300 « Fax 02464-07210

St gt gt oo vy qidetlom : 7072 - 112 AVE SE - 5220 51 STREET
CEATIFICATO DI COLLAUDD  EN 10204 | NS.ORDINE/ INTERNAL JOB CALGARY AB, T2C 4249 [CDN}

| TEST CERTIACATE BN 10204

X 1 121447

— L S — D S ‘w__d‘
M.T.CENTIFCATE N BATA T OATE V5.0RDINE f YOUR DA‘I'A!DATE

07/03/2013 | §: 759 180758 REV.1 25;09;2012-' :
T DESENZIONE/DESCHPTION - n&“ﬁw' (B4 MATERIALE / MATERIAL N"fﬁf‘;:‘f:{;ﬁfi“ ACEIAIERA a-

2° 200 WN RF XS LFz Bl FSFA . T 905 [5 [ASTH A3B0/07 LFz CLY. - | 1249389.L1/85 | LUCCKINL PIOKET |4

i ' i, e ANALIE| CHIMICA 7 CHEMICAL ANALY 55 e
c% [ MN% ] oim | A | s% | cRw | M [Mo% [cum | Ve [onw | A | e Tinwc B [ HX ] 02X
A 0,175 1,190] 0,230/ 0,016 0..005 0,140 0,028{ 0,007 | ©,046| 0,017| 0,004 0,036 0,002} 0, 002 0:.'005 0, COUE 0,0003 0,001
A |C| 0,170/ 1,185|:0,250 0,015| 0,003] 0,145 0,030( 0,010| 0,050 0,015| 6,004 0,053 0,002 0,002} ; 0,0003 | 0,001
CAY 236 . iy . I-:-::FCA‘HFLX
A | [T001 " 9,373
A |C 0,001 -
NOTfn‘hOTEs 53 iz

e Conpcwﬂxckeh{hmmum*ﬁc'iybd #Vanadiun  CLANT+CRIKOY

{}J :Chromiym' + Molybdenum CR&HU
Fr-Carbon Equivalent Short Formula C+{HH!5) e
HliCUHlS}

Fl=Carbon Egquivalent Long Formula _C+IFN/6)+((CQH‘G+V)XE

} CM»\T‘!M%‘.}TJCM vECCMmHE!M‘CMMr‘A' PROPER‘nEB

FINTURE  ROUAHH
FSF4=Ra =125 ANRH

2 RE T TRAZIOKE | TENSILE i St ih gt RESILIENZA / CHARRY 'EEM_'_ &
i i e  BIAMETF S [ P i T BUREZA
Tien .| DIAMETRO | qmque lLunoHezzA|  TEMP. ROTTURA  |SNERVAMENTO yALGRI Vaiues o
| rvee JPROVETTA | papn UEMOHT | TEMPeRATURE] - | TENmLE oo T R
| FNETER . | mmg, M. G it Hpa Joule: L | AVER ACE}
A IS “d2.50. [ 122,70 50,00 20’ 485 Hin. ;-16_-*!;.@-.529 197
A0 12,50 7.1 122,701 §0,00 20 530 61 : 64, 667 | 155
|
Pl de.aiflm | 0 | Bemmsm. | ] ] O w Ii
| || |
gl T e Sk 4 o GTVENGTET GRTANED
O~ 1 5 = STANDARD
ﬁ e i
§ il T TRATTAMENT] r:nwcuuem‘mummm R __NOTE GeN 'mm_:.:;_dm.znni'hc*res

A-[Normatized at 900 dgr‘.c far :
A o

i
L8 i1

"l" :

*

1 h,-Cooling from 900 cmr in sf),l a‘?‘“

NDTFI’\IO'{ES
Material according to Technical Spec1f1cat1nn MRG= F{.G 001, Rev 0.
Material according to NACE MR-01-75 / IS0 15156:2 Sour' senﬂca Reu‘mn 3-2009 and MC{ HIDIUJ 2010,

MAHRCHID DI FABBIGA TOATA COLLAUDE INT, CDLU\UDATOHE IM}'
TRAE MANK N MY, WEFECT DATE INT. INEECTOR
07/03/2013 P.CESARE

g (il 108 DIUT By LLOYDS Faplnter

170- 0912 fla. LRG 1606212

A~ 0208 Canifind a2, PEQ BIZIEC
HNSIEETON AUTMORITY




NORMA (INDIA) LIMITED

Quality Control Manager |

48 Site IV industrial Area, Sahibabad, Ghaziabad-201010 (U.P) INDIA. Works Test Certificate ]

: Tel: 91-120-2896091, 2895404 Fax: 91-120-2895930 E-mail: normaindia@gmail. com _ : |
INORMA/LAB NO-3428/11-12 . _INVOICE NO.E-344 . DATE:-19-12-11 :
iP. Order. No: (62271 _ Customer:-| SILBO IND.INC. [Forging specification | ASME SA105 -09 :
Component | 13"-150# WNRF STD_FLG. | ; US.A il o ASTM A105 -09 b
Drawing No. el | | g R | Steel Supplier R.INL
Machining | ANSI B16.5- 2009 Quantity:- | 504Nos. i ‘
i STD ASME B16.5- 2009 ! | s | Mill HeatNo. 1110587 E
: TEST RESULTS ?: NORMA 'HEAT NO-737 ]
CHEMICAL COMPOSTION | MECHANICAL PROPERTIES. _
 Elements % ' Specified Actual PROPERTIES SPF.C!FIED OBTAINED | ‘Specified carbon as per Purchase Order
. Composition |NORMALAB] MILLT.C. ; 0.25max. |
“ Carbon | 0.35max. 021 | 020 | Yield Stength ;"“35@.60 i * 135650  iSerrated face as per MSS-SP-6 With in limits
| Manganese 0.60-105 | 088 | 086 (mpa) | mie of 125-250AARH
; Silicon 0.10035 : 022 020 e _—
| Sulphur 0.040max. | 0.025 0.027 |Tensile Strength| 485.00 | 529.16 RN HERERnakivey

Phosphorous 0.035max. 0.020 0022 | (mpa) BuA. ‘CARBON EQUIVALENT (CE)

Chromium 0.30max. | 0.008 s %Elongationin| 22.00 3492 |CE=C+Mn+CrtMot+V + Ni+Cy

5 _50mm/4D | min_ 1 | 6 s 15
‘Nickel 0.40max. | 0.003 e Hardness 187. 153-156
max o HB. max.

i b i : ___IMARKING AS PER MSS-SP-25-1978

Molybdenum 0.12max. 0.001 — % Reduction of | 30.00 63.03 137,150 STD SA105 N737 B16.5 NORMA INDIA.
L Area min.
| Vanadium i 0.080max. |, 0.002 — Remarks:- We here by certify that the material|Checked by:
i | b described here in has been tested in accordance, Metallurgist
i Carbon ' 047max. | 0358 | 0.343 with the applicable specifications refcrred above
: ] and meets the requirements as per EN10204/3.1B [~ = 33— 2
 HgubelEatER): | & NACE Standard-MR0175-2003 Certified by:

i

]

51,
¥
70
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(MWA245, W A395) S Tock 7@
SR
— EVRAZl EVRAZ INC. NA REPORT OF CHEMICAL/PHYSICAL TESTS GERTIFICATE NO. | DATE PAGE | 7 7
Evraz Oregon Steel 14400 N. Rivergats Bivd., Portiand, Oregon 97203 1318669 Jul 31, 2013 2| 7?
MILL ORDER NO. DATE |
s POREMOST UNIVERSAL LP FOREMOST UNIVERSAL 267280
ISO 9001 o 6614 S0TH AVE 5014 65TH STREET CUSTOMER QRDER HO.
I'i LLOYDMINSTER, AB TO9V 2K2 LLOYDMINSTER, ALBE TSV 2K2 PO-145003
m CANADA CANADA JOB/REQ, NO_
T
2 n:ﬂaé,’ T
" o SHIPPING NO. DATE
_ 1318669 07/31/2013 |
THIS MATERIAL HAS BEEN MANUFACTURED, TESTED AND FOUND TO MEET THE SPECIFICATIONS AND PURCHASE ORDER REQUIREMENTS CARRIER |
STRUCTURAL QUALITY PLATE CSA G21-04 CSA G40.21-04 GRADE 260W (38W)/300W (44W) UNION PACIFIC
ASTM A36-08. ASME SA36-2010/ 11ADD. MEETING MATERIAL REQUIREMENTS OF API650 GR CAR/TRUCK NO.
IIT. KILLED FINE GRAIN PRACTICE. ORANGE
~ Al PROPER
YIELD | TENSILE | % ELONG HARDNESS
W DESCHIPTION HEAT NO. | SLAB |PSIX 100 |PSIX100| 8 2 | %RA | BHN |TesT IMPACTS
2 |0.2500 X 98.000 X 384.000
1 PC 2668 LBS *|NW93s4 605 760| 24
8 pCSs 21344 LBS *|Nw9388 595 750| 23
585 740| 20
4 | 0.3125 X 98.000 X 384.000 D %rrhtﬁsm!;
SCHEDULE B:7208.52.00.93 !
Allb ;* 1213
1 PC 3335 LBS “I NW9295 580 740| 28 | SN
4 PCS 13340 LBS *{ NW9385 595 745| 22 e i
22 PCS 59363 LBS TOTALS
ANAL Y
6] Mn P Cb Al Cr Mo i | B N Ca CE )
‘NwWo3B4 [14 E.os .011 [.009 |25 .01 | .05 [o18 .015 [.057 | .02 | .00 | .002 .004
‘NW9388 L14 .09 | .011 |.009 |24 01 | .05 L020 .016 |.058 | .02 | .00 | .002 .005
'NW9295 L13 .05 | .013 |.007 |22 .01 | .04 L017 .014 039 | .02 | .00 | .002 .003
‘NW9385 L14 .08 | .013 |.008 |24 .0L | .05 L0116 .015 Loso { .02 | .00 ! .002 .0051
HEATS INDICATED WITH| (+) WERE MELTED| & MANUFACTURED IN THE| USA.| HEATS INDICATED WITH (° WERE omgsn IN |THE |USA.
| / ] ’
b i{
........ END OF REPORT ........ / \%/'
| certify the above to be correct as contained in the records of EVRAZ INC.NA By F s el =

Richard Deschand Gualily Coordinator




/ >
57
CLIENTE 7 Custornor | Chent
e CERTIFICADO DE INSPECCION | /a1 g""‘%
CCTE CORPORATION (EDMONTO : L o A :
5407 - 53 AVENUE NW[ w | Inspection Certificate - Certificat de Réception 150 10474/31 2
EDMONTON, AB T6H 3G2 3 ; = | x?{
CANADA FECHA: N° | 157916 HOJA: Sy
.......... S Date: 07/06/2093 Mo (PR, 3611922164 SGISMEIET  ULMA FORJA, S.CO0P.
& Zubilaga, 3 - Apdo. 14
PRODUCTO FLANGES SUPEDIDON® DE Cedified ace. PED §T/20EC+ADI000-WO 0560 ORATI (Gipurkoa) SPAIN
Artficle - Produit Your Order Na 4810330-00/5759208550 of -de 05/04/2013 by TOV Rheintand Tel.: 34 - 943 TBO552
Volre Cde. N7 N2OT 202 E/G 02 7443 Fau: 34 - 943 TB1808
NORMAS APLICABLES ASME B16.5-13 E-mail: ulma@uimapiping.com
Regui ns - Appin MARCA DEL FABRICANTE
Mark of faclory Packing List: 102843
MATERIAL CORRESPONDIENTE ASTMIASME AJSA350LF2-12, A/SA105M-12 Marque du fabricant
Matorial Correspondent - Quaiié
MODO DE FUSION () . NACE MR017515015156-2-09 & MR0103-12 DEPARTAMENTO  QUALITY ASSURANCE
Stesl Making - Elabaration de lacier Clause 7.2.1.4, Annex A.2 and SSC Reglon 3. Section
_E=Flec. Y=Oxigorobdsce CSA-Z245.12-09 Gr.248 CAT II-55 (WN & BLIND FLANGESONLY) _ Département N
: . ; : : . 3 e ;
PARTIDA CANTIDAD | DESCRIPCION | OBSERVACIONES, COLADA N SRES!STENCIA LARTEELAST. | *‘BL::G:':'-, CETRICCION RESILIENCIA  CHARPY Y 1D:|Dr::nﬂ CUREZA
ftem | Quantity Description LOTE | Remarks HestNe | T.Strangth | Y. ks Rod Ams impadt tos! Hardross |
Poste Quantité Dascription | Obsarvations N*Couldw |Resist Rupt| 0.2% | Lto4d - Sticton Résliance ;«.pm | Oniraid
S ; . ——— = ) I o S o W [ Joulas va-—v-- 1T Hew
31 7586891 i 62 | WN 8 150LB STD/40 RF A350LF2 283 {NE L 411v2 530 330, 2500| 5210 52 66 36 s2 | 50 | 157 161
41 7586891 i 2 | WN 8 150LB STD/40 RF A350LF2 193 iNE | B03V2 516 314 3150( 6280 39 40 50 43 | -50 | 147 153
31 7586601 i 6 | WN 8 150LB STD/40 RF A350LF2 983 NE | AB1VA 520 317| 2500° 5320 57 61 58 59 | .50 @ 150 150
36 7585291 50 | WHN 6 150LB XS/B0 RF A350LF2 553 NE A4SV 36  328| 2590 5310 67 76 47 &4 -50 154 155
40 TSBE600 45 | THI 2 15018 RF AJS0LFZ 2942 NE 1 1098v2 31, 317 2810| 5640 48 53 49 50 -50 | 156 160
42 7585267 17| WN 4 150LB XS/B0 RF A350LF2 752 NE [ABTV3 523 3281 2590! 5450 61 62 83 62 . 50 ! 156 1%
| - g | = el | ‘ o
! i i i i
o | ; |
; { ‘ i
mon,;n.- couposmos QUIMICA - STEE.LMAKER‘S LADLE nmursls ANALYSE CI-IIMIQIJE e BT T a———
"""""" Dimansion and surface condition were found acceptabis.
_”-W C% s;% Mo%| P% | S% Cr% Nr%|Mo%be% V% : Cu% Al % T% MN% ‘csq% e S S
‘4poBvz | 0.170. 0,220! 1,030 0,015 0,003 0,155 0,047 0014 | 0, 003 0,004 0,105] 0,027 0.01? 0.000: 0,386 - Los mateiais ciados cunplon fasnomas apficables: P Rt o el o,
411v2 0.207! 0,493 0,930 0,012 0,003/0,070 |0,140 |0,032 | 0,000{ 0,004 0,242: 0,023! 0,000{ 0,000 0.409 ; e satichd o & e )
803V2 0210! 0,208 0,920 0.007 uunmu—u 0,050 10,010 | 0,006} 0.005. 0,116 0,031 0.000| 0,000| 0,386 Lgsmmsapphmbﬁsmmspeddes i :H: $= \
0.210| 0,220 0,860 0,009 0,004'0,187 0,078 10,053 | 0.001: 0,002 0,243| 0,024| 0,000{ 0.000| 0,423 \__‘ * A
0,200 0,210} 0,850 0,015 0,002/0,195 (0,084 [0,035 ; 0,001} 0,002| 0,252} 0,030| 0,000{ 0,000 0.411 EL INSPECTOR ~L O~
0,210| 0,230 1,020 0.012; 0,002/0072 [0,078 {0,029 | 0,001] 0,001| 0,230 0,035 n.mnl 0.000, 0.421 Works Inspector - 1 inspecteur R $ )
. SFS
i ! ! | i : ch e
| . | | S
OBSERVACIONES: 0}
g o R"'s t N_NORMALIZED AT 900 G AND ALLOWED TO COOL IN STILL AIR o t‘.:
QObservations ; }JL 3 : R
L) :
"Or /z) %
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TRILAD Flanges and Fittings, Inc.
30 WOODSLEE AVE.
PARIS, ON, CANADA N3L 31
PHONE_? 518-442-6520
(FAX) 519-442.7658
www.tri-lad.com

SO 9001:2008

| Certificate No.

CERTIFIED MATERIAL TEST REPORT

!Dataofﬂeport 9/23/2013

| 13174685 EN 10204 3.1
{ éu_st;ﬁwer i i e | Ib_us_tom.er Oréer No, N ’buanii.ty.f. B
ALLIED EDMONTON - CAD$ , 4714992 ‘ |
i. 172 TURBO DRIVE | e e B
Line No
SHERWOOD PARK AB T8H 2J6 ‘ i i
| 1592395 2 ‘
[Specification i [Heat Treatment o
A350-LF2-CL 1 STOCK NORMAL 1 SED
tem Descriptions 3 150 WN XS RF LF2 CL1 e (882319 ) | | omperature
| Init 1706 F  930C T
éSﬁap GrderTrace No. = Time Bl R Lot Definition
i e
j§Lot No. =
, 1 e
: — M — - - ....-...1
‘Heﬂt Code TL10006471 ‘-—u
; i ‘| Melt Practice 1
s EF ‘
| .40 | i
- » - ___Chemical Composition : R
p (t tin P Vs Si ‘Cu N (Cr o i \
eat |7 q7 | 1,19 o3 | ez | .22 | w8 | o | w8 | 02 .004
Product | ' | i | | I
j ’ ....... m.',’ll::: \\(-— |> . s ..\:_Ym SRy
Heat Nb i 5 | | | |
0o | | .
Product | J 1 | ; :
\ : (ool | ", —— S —
Heat 3 | I f |’ .
Product ‘ J | | | ‘_
N A \ il ) - e e — A - A
; Mechanica! Properties i
| Yield | Tensile Elongation Reduction Hardness | Impact Test Impact Values | Shear Fracture
Ksi 58 IKsi 80 ofArea gy 156 |Temperature| £e 1ps 122 118 125
Mpa 399 Mpa 550 0% | HBW 156 M50 F
1 IR SR e i 57 % Mag C Joules 165 160 169
'Tensile Specimen STD RD | _
Lateral Expansion \Impact Type " impact Orientation Starting Material ‘Impact Specimen
_ | VNOTCH TANGENT I AL - ol pelipn n e JFULL SiZE |
[ e —
i Cr+Mo <= 0.32% 0.10
i Cr+Cu+Mo+Ni+V <= 1.00% 0.26
| Wn/C >= 3.0 7.00

ASTM A350-12 LF2 CLASS 1

CE = C + Mn/6 + (Cr+Mo+V}/5 + (Ni+Cu}/15

ASME SA350 2010 Ed 2011A Addendum LF2 CLASS

0.40

CSA Z245.12-09 GR 248 CAT || M46C SS
ANS | /NACE MRO175/15015156:2008(E)
NACE MRO103 LATEST ED.

NACE MRO175/1SC15156-09

Wiaterial is in accordance with the applicable Standard te which it is ordered Including:
ASME Sect I, ASME B16.5, B16.9, B16.36, B16.47, CSA, MSS, AWWA C-207,
NO WELD REPAIR

Material conforms to both ASTM (A) and ASME (SA) applicable specifications, - g
We hereby certify that all informalion presented on this CMTR conforms fo the above e e ST A e
specification. Les Mansfield, CET [\
We hereby certlfy the results to be a true copy of the records of the company. Quality Assurance Manager . Q,?r ’50
, @ok'zp
WV .

. ppRt \



b IsOF 51 RFWA SRICTA

HT# H Y120
Fot 14975,

Stock

Seph 1312

CERTIFICATE NO. 4308 DATE 29/08/2012
RAW MATERIAL SPECIFICATION : ASTM A105-03/ASME SA105-09
SPECIFICATION FOR INSPECTION :ANSI/ASME B16.5-2009

UIREMENTS

R.N. GUPTA & COMPANY LTD., C-55, FOCAL POINT, LUDHIANA -141 010 ( INDIA )
MATERIAL / MILL TEST CERTIFICATE EN 10204 : 2004 - 3.1

NAME OF BUYER

P.O NO. 62933 DT. 09/03/2012
INVOICE NO. RNG/EXP/3213 DT. 24/08/2012

___MECHANICAL REQ
i ]

! [ Y.S(PSI) | T.5(PS) E% RA% Soaking | Hardness
i Sr. Description Gty Heat No. Supp. | Min Min | Min Min | Heat Treatment Time BHN
[ No. (PCS) Code & 36000 | 70,000 | 22% i 30% { Min. ) | 137-187
|9 | 3 150# SOFF FLGS 6 H 3762 31 49316 75205 31.40 63.42 | NORMALISED 50 | 144-146 |
| 10 | 3 150 SOFF FLGS 1 H 4098 22 50696 71655 33.50 63.80 | NORMALISED 50 148 - 150
] 11 | 3 150# SOFF FLGS 6 | H33%95 18 46061 72146 32.80 | 61.81 | NORMALISED 50 142 - 144
| 12 | 3 150# SOFF FLGS 1 H 3851 22 48420 73956 29.20 61.41 | NORMALISED 50 144 - 146
| 13 | 4 150# WNRF XH FLGS 91 | Ha4139 22 51497 | 71733 33.20 64.57 | NORMALISED 50 141-143 |
| 14 | 4 150# WNRF XH FLGS 9 H 4134 22 48927 74380 31.60 62.41 | NORMALISED 50 | 144-146
| 15 | 61504 WNRF STO FLGS aff— | 100 [H4120 | 22 | 48962 | 75747 3120 | 6241 |NORMALISED 50  144-146
| 16 | 61504 WNRF STD FLGS 100 | H4120 | 22 48962 75747 3120 | 6241 |NORMALSED | 50 | 144-146
! CHEMICAL REQUIREMENTS [
i SPECIFIED ELEMENTS - " UNSPECIFIED ELEMENTS
| sr. eatNo. | ce c P s Si | Cu Ni Cr Mo | V|
' No. | 0.47% 0.35 Mn 0.035 004 |.10 -035, 040 0.40 0.30 0.12 0.05
- 8 Max | Max [0.60-1.05| Max. Max. Max. Max Max. Max. Max.
9 | H3762 0.39 0.23 094 | 0.014 0.012 0.24 0.004 0.021 0016  0.005 0.002
10 | H4098 0.35 0.19 096 | 0.021 0.018 0.25 0.007 0.008 0006 | 0.003 0.002
11 | H 3995 0.36 0.18 092 | 0.017 0.023 0.19 0.008 0019 | 0038 0.015 0002 |
12 ; H 3851 0.38 0.22 092 | 0.019 0006 | 025 0.008 0.012 0.024 0.006 0.002
.13 | H4139 0.36 0.20 092 | 0.017 0.016 : 0.19 0.013 0.011 0.011 0.003 | 0002
'i 14 | H4134 0.37 0.21 080 | 0017 0.016 0.27 0.008 0.012 0.014 0.003 0.002
15 | H4120 0.41 0.23 097 | 0025 0.022 0.23 0.006 0.008 0.020 0.004 0.002
| 16 | H4120 | 041 | 023 | o097 | 0025 0.022 0.23 0008 | 0008 | 0020 | 0004 0.002
Material in accordance with NACE MRO 175-2003 and NACE MRO 103 For R.N. GU COMPANY LTD.

Ali Preducis wers manufactured, Sampled, Tested and Inspected Solely by the manufacturer shown on
this Test Report in secordance with indicated spacification and were found to meet the requirements.

No Weld Repair was parformed and all products are free of Weld Repair All Products are free of Mercury Contaminatlon and Radioactivity,

Mé @g%%ﬁ'f

Note:- We hereby confirm that our QA system comply with the requiremants of Annex I, Clause 4.3 of PED 97/23(EC and It Is certifled by M/s Det Norske Vertitas vide Certificate Mo. 95036-2019-CE-
IND-OMV Datad 31-03-2014 150 9001-2008 Certificate No. Is 39752-2008.02-INDIA-RVA.01 Dated 23/07/2011.



Phone (780) 466-4122
Fax (780) 463-5587

MATERIAL TEST REPORT 25070

Purchaser: UNIFIED ALLOYS (EDMONTON) LTD.

Purchaser Order No. EP108433

KS Manufacturing Enterprises Ltd.

5203-78 Avenus

L;CETEC“‘IH‘I f‘\ hn fn ‘.)i') .“‘-'_.?

Date: 2013-11-07
Distributor:

Distributor Order No:

Products
l\::} Qty. Product Spacification Heat No Description i
(4 & 1-1/4" X 5" LONG 3000 THRD A/SA1BZ H9ES  2-1/4" RD BAR
COUPLING B16.1 F316/316L ASTM AdB4-11, A276-10, A479-12. 7
CRN# 0AD297.2 CHEM ONLY, A320-08 B8M CL 1, A
B8M CL 1, ASME SA479-10a, 8A 182-1 ;
CHEM ONLY, SA193-10 B8M CL 1
MRO1-75/1SO 15158, NACE )ﬁi‘i{sl“uj Lr. i
10204 3.1 !
2 1 1-1/2" X 5" LONG 3000 THRD A/SA182 FSF0 2-1/2" RD RAR
COUPLING B16.11 . F318/316L ASTM A484-11, A276-10, A479-11, A182-10
CRN# DADZ97.2 CHEM ONLY, ASME SA479-10A, BA182-10
_ CHEM ONLY, ASTM FB888-11, AMS 5648LJ
fC\? 5653G. AMS QQS-763B, QQS-763F, NACE
(] MRO1-75/80 15156, NACE MRD1-03, EN
odv 1S 10204 3.1
2015 j
Chemical Properties
HeatNo.C Mn P $ S8 ©C N Mo Cu V Nbo Co N Al Sn 1 g
HOES 0179 1.4195.0325 .0270 .2910 16.831 10.5352.0540 4050 - . 3110 0589 - .
FOF0 0209 1.2820.0280 .0220 .3075 16.751 10.600 2.0160 3250 - 2280 0437 - .
Mechanical Properties
rflom Heat No  Yield Fensiie A B.H.MN. ,Qm‘c% LB Remarks
1 H9E5 42,000 PSI 84,000 PSI . 54.0 143 CORROSION: SLTN ANNLD: 1800 |
ASTM AZB2Z PRACE F.WQ ‘
OK |
2 FOFQ 43,000 PSI| 87,008 P35I 52.0 69.0 164 CORROSION: ASTM &LTN ANNLD: 1900 l
A262 PRAC E OK F.WQ ‘
e A L Ki, e ot A \ " . y
¥ J H\I_% 7 2000 &% LOY m}\’ &GJ"')'\ ‘-W‘%'.;.
'n"i ’ﬁ. HIES K
}) f&A e
kx% 247 7<% o
Nov- 1Ak 'z 7
We hereby certify the above results to be correct as ( ( £
contained in the records of the company. mﬁ"”" i S (,'y"z/
f I\w,ei cJ Y. Leo

}

r 2
e
R
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ms E\/RAZ |orazine REPORT OF CHEMICAL/PHYSICAL TESTS CERTIICATENO. | DATE il
Evraz Oregon Steel 14400 N. Rivergate Blvd., Portiand, Oregon 97203 J 1102095/ Jul 1, 2010 1
MILL ORDER NQ. DATE
5 UNIVERSAL INDUSTRIES ] UNIVERSAL INDUSTRI ES 232536
Iso 9001 © | 5014 65TH STREET 5014 65TH STREET CUSTOMER ORDER O,
L LLOYDMINSTER, ALBE T3V 2K2 LLOYDMINSTER, ALBE' TSV 2K2 PO-082562
D CANADA CANADA JOB/REQ. NO.
W M T
R o) SHIPPING NO. DATE
: _ : 1102095 07/16/2010
THIS MATERIAL HAS BEEN MANUFACTURED, TESTED AND FOUND TO MEET THE SPECIFICATIONS AND PURCHASE ORDER REQUIREMENTS CARRIER
CARBON STRUCTURAL QUALITY PLATE CSA G40.21-04 GRADE 260W CSA 260W APT 650 CSA BURLINGTON NORTHERN
38/44W - ASTM A36 - APT GR3. KILLED FINE GRAIN PRACTICE. .80 MIN MN, 1.10 MAX CARITRUGK NO.
MN, 44 KSI MIN YIELD. : WHITE
PHYSICAL PROPERTIES
DESCRIPTION HEAT NO, | SLAB | Pt 300 | G % 100 P e [ B IMPACTS

3 |0.2500 X 96.000ME X 360.000

g:::l;'::l: 1?:7203.52.00.00 //4 !{/C qﬁ’ﬂs C

12 PCS 29400 LBS ~INT7430 590 758 27

535|  715| 19|
TR hl{ " 7“7 @

[ £y &

HEATNO. | C Mn P S Sl Cu NI v Cb Al Cr | Mo | T B N Ca CE | Veamgan
'NT7430 [14 | .88 | .011 |.008 [27 .02 .05 [005 .005 [044 | .02 [ .00

HEATE INDECATED WITH| (+) WERE MELTED| & MANUFACTURED IN THE| USA.| HEATE INDICATED| WITH (") WHRE ROLLED IN |THE |USA.

SME Vilf, DIVISION 1
Ptm)

DENDA..GL&-—-—

........ END OF REPORT .|.....

| certify the above to be correct as contained In the records of EVRAZ INC.NA By




= EVRAZ -z .

Test Certificate

8250 130th Street, Surrey, BC, V3W 8]0

Form TC1: Revision 1: Date 31 Oct 2000

S Jeck

72, 73

Customer: Customer P.O. No.: 130437 | Mill Order No.: 41-247024.02 | Shipping Manifest : ST051435
UNIVERSAL INDUSTRIES Produci D S .
5014-65TH STREET e Btk L2 AT LR EL 301 S TR L) Ship Date: 30 Oct12 | Cert No: 011143679
ATEUHADSASME SAM (R CertDate: 300ct12 | (Page lof 1)
LLOYDMINSTER CSA G40.21(2004)260W (API PLATES)
AB T9VZK2
Size: 0.250 X 96.00 X 360.0 (IN)
Tested Pieces Tensiles Charpy Impact Tests
Heat Piece Piece Tst| YS | urs W%RA Elong % [Tst | Average | Abs, Energy(FTLB) % Shear Tst |Tst[Tst | BDWTT
Id Id Dimensjons Loc| (PSI) | (PSD 2in 8in [Dir| Hardness (1 2 3 Avg {1 2 3 Avg |Tmp|Dir|Siz | Tmp %Shr
mm
NW6724 A90378A 0.250 X 96.00 (CUT)  |1.162000 {76000 26 41
5 AS0354. 0.250 X 96.00 (CU Eggggg 34000 %g %‘
NW673 A 2 3
T) C|55000 {74000 24 T
NW§738 AB0529A 0.250 X 96.00 (CUTY  {L|63000 |78000 25 T
C|60000 [78000 23 T
Heat Chemical Analysis
1d C Mn P s §i  TotAl Cu N Cr Mo Cb ¥V Ti B N ORGN
NW6724 A4 | .87 | .013] .005} .23 | .045[.01 |. 02 005 1. i ; 0047 CAN
NW6735 .15.7.§§.%Z.22.9.1.§5. : 2005 1. % L0051 CAN
NW6738 .14 %2% 25%582%% 005 {.013 |. J .0042 CAN
FINE GRAIN,ALLOYS PER API 650(98/05) TBL2-1
MATERIAL MARKED WITH AN ASTERISK 1S PRODUCED FROM COIL
* NWe724 A90378A PCES: 4, WGT: 9801 * NW6735 A90354A PCES: 4, WGT: 9801
* NW6738 A90529A PCES: 16, WGT: 39204
; e
: Universal Industries
ol Entered Recaipt into Visual
ASIVIE Vill, DIVISION 1
EDITION ; ;
DDENDA...o HOV 05 200
!
EREBY CE HIS MATERIAL
® Cust Part # : miTEHEDCLER%ng WITH THE Greg Balsdon
APPROFRIATE SPECIFICATION CHECKED BY




25/ S

[ / ; ?
Pede w20 —— S Tack
: Test Certificate
Form TC1: Revision 1: Date 31 Qct 2000
: EVRAZ INC. NA 8250 130th Street, Surrey, BC, V3W 819 i
Customer: Customer P.Q. No.: E76854 | Mill Order No.: 41-245218-02 | Shipping Manifest ; ST050459
UNIVERSAL INDUSTRIES = BEW:
5014-65TH STREET Froduck Desseiption: %gﬁ;ﬁmmmmﬁ)m N0 Ship Date: 11 Jun 12 | Cert No: 011139889
B CSA G40.21(2004)260W (API PLATES) Cebag: Hlmats | (Page 1ot 1)
AB T9V2ZE2
Size: 0.250 X 96.00 X 360.0 (IN)
Tested Pieces Tensiles Charpy Impact Tests
Heat Piece Piece Tst| ¥Y§ [UTS [eRA[Elong % Average | Abs. Energy(FTLB) % Shear Tst |Tst{Tst | BDWTT
Id Id Dimensions Loc| (PSI) |(PSI) {2in 8in |Dir| Hardness {1 2 3 Avg (1 2 3 Avg (Tmp l)ir(gg Tmp %Shr
NW5086 ABG958AA  [0.250 X 96.00 (CUT)  [L[53000 |74000 27 T
C{55000 |73000 27 il
NW5089 AB6959AA  |0.250 X 96.00 (CUT)  |L{61000 80000 23 T
C|59000 |78000 22 T
NW5107 ABBISTA 0.250 X 96.00 (CUT)  |L|60000 |75000 25 T
C|60000 |75000 25 T
Heat Chemical Analysis
Id C Mn P s Si  TotAl Cu N C&r Mo Cb ¥ Ti B N ORGN
NW5086 14 .8’91 .01% 006 .22 1.0431.01 |.05 .§2 % .%S 005 1.002 1.0000 % CAN
NW5089 . 8 16| . 22: 105871 .02 .05 .02 | -005 1.005 1.002 1.0000i. CAN
NW5107 }% 90 .815 832 22 1.038] .01 |05 |.02 |. -005 .087 882 :0000); CAN
FINE GRAIN,ALLOYS PER API 650 (98/05)TBL2-1
MATERIAL MARKED WITH AN ASTERISK IS PRODUCED FROM COIL
* NW5089 AB6959AA PCES: 4, WGT: 9801 * NW5086 AB6958AA PCES: 3, WGT: 7351
* NW5107 AB6957A PCES: 14, WGT: 34304
Universal fndustries |
Entered Receipt into Visual
ASWME Viil, DIVISION 1
EDITION .48 __ JUN 13 2012
ADDENDA ol
©  CustPart: T e Grog Balsdon

APPROFRIATE SPECIFICATION

CHECKED BY




Plate Yer 8" k24 38940

T wlo83 [ ape

= EVRAZ.

3le a3l
wwg 3%
VRAZ INC. NA

Test Certificate

8250 130th Sweet, Surrey, BC, V3W 8J9

STuH

CR7 % 3/
Form TC]: Revision 1: Date 31 Oct 2000

£t it

Custome: Customer P.0. No.: 093609 | M Ocdor No.: 41-239099.06 | Shipping Manifest : ST045864
soimﬁmmmwsmms Product Description: CSA G40.21(2004)44/300/38 W;ASTM A36(0%) I e—
A709DLAISG/ASME SAS(1ED) CertDate: 16Mar1? | (Puage lof 1)
LLOYDMINSTER CSA G40.21(2004)260W (API PLATES) ;
AB TIV2I2 i
Size: 0.250 X 96.00 X 288.0 (IN)
Tested Pieces Tensiles Charpy Impact Tests
Heat Ploce Plecs Tst| ¥Y8 [UTS Famlm-ng% Average | Abs. Energy(FTLB) |  %Shear  |Tst | Tst|Tst | BDWIT
id Id Dimensions Lag (PST) | (PSD 2in  8in Hardness 1 2 3 Awg {1 2 3 Avg {Tmp|Dir{Skx { Tmp %Shr
NV/0293 Al 0.250 X 96.00 (C 1162000 |73000 2 T
e ¢153000 |7 27 g
NW0310 A3 0.250 X 96.00 (CUT) | 7 28 T
C 72000 22 T
NWO311 Ad 0.250 X 96.00 (CUT) {15 jg% '%5 %
NW0312 A3 0.250 X 96.00 (CUT)  [L|5 75000 T
¢ cs?% 72000 %g T
Hent Chemical Analysis
Id C Mz 8 Si TeiAl Cu Ni Cr Mo Ch v T B M ORGH
NW0293 J4 71 .9 0071 ; { ; : . g g 4 . i
NWO310 ‘14 g % %§ 02| 07 |05 % 8 1883 6% 1007 |- 3081 AN
NW0311 .14 121 . % 3 ; . ; L05 1. % i CAN
NW03 12 15 [011] 1007) 135 |'043|:02 | .05 |02 |:00 |.003 |:005 |:007 |:6000] CAN
MATERIAL MARKELD WITH AN ASTERISK 15 PRODUCED FROM COIL
* NWD312 A3 PCES: 2, WG%: 3920 = NWO310 A3 PCES: 15, WGT: 29403
* NWG2I3 Al PCES: 25, WGI: 49005 * NWO311 Ad PCES: 3, WGT 5881
we“‘ge\p\
ASME VIH, DIVISICN nﬁ‘” ‘sua
EDITION e % 8 B “10\"
ADDENDA o 1 8 W
LU
/ s
o N

FE



ud

Plake Uy' 5 10’ xHD 33w

SSAB Test Certificate i 29.’.'”0/ 295,17

) Form TC1: Revision 1: Date 31 Oct 2000
1770 Bill Sharp Boulevard, Muscatine, 1A 52761-9412

Customer: Customer P.O.No.:P30516EMO01E & 41-36 | Mill Order No. 41-365055-01 | Shipping Manifest: MR200167
WILKINSON STEEL & METALS INC Product Description: CSA G40.21(2004)44WI38W / ASTM A36(08) Ship Date: 10 Jun 13 | Cert No: 081391622
9525 60TH AVENUE ALLOYS PER API 650 (11TH ED) TABLE 4-1 Cert Date: 10 Jun 13 |(Paga fof 1)
EDMONTON
AB TeEIC3 Stze: 0.250 X 120.0 X 480.0 (IN) g
Tested Pieces: Tensiles: Charpy Impact Tests b
Heat Piece |Tested Tst| YS | UTS |%RA | Elong % | Tst | Average |Abs. Energy(FTLB) % Shear Tet | Tst | Tst BDWTT =
id id | Thickness Loc| (KSI) | (KSD 2in 8in | Dir |Hardness {1 2 3 Avg [1 2 3 Avg |Tmp| Dir | Sz | Tmp %Shr
A3FOB5 A10 0.245 (DISCRT) L {53 67 as T fe) B
A3F065 Al4 0.308 {DISCRT) L |51 3 136 T o
u
Heat Chemical Analysis i
4 C Mn P s Si_ TotAl SolAl Cu NI Cr Mo €b V¥ Tl B N ORGN
ASF065 Toe  [1.i0_Jo013_ o004 [28 [032 |028 |31 |12 |07 [03 [001 [004 [.007 [0002 [.0082 | usal -
w
MERCURY IS NOT A METALLURGTICAL COMPONENT OF THE STEEL AND NO MERCURY WAS INTENTIONALLY ADDED g
DURING THE MANUFACTURE OF THIS PRODUCT o
KILLED STEEL, PRODUCED TO A FINE GRAIN PRACTICE 2
MTR EN 10204:2004 INSPECTION CERTIFICATE 3.1 COMPLIANT ]
PRODUCTS SHIPPED: ﬁ
A3F065 All PCES: 5, WGT: 20462 A3F065 Al0 PCES: 15, WGT: 61385 s
a
(Ve ]
~
Ly
o
™
ASHIE Vil QIVISHOR ¢ o
EOITION .
ADDENDA b
- — H
= LP| o
[Foremost ““‘W"ﬁ‘ah \ 0
i L".O ’dm5 istef 1 1
§
{ o
i £
L (]
\ 5
| -
47]
il %
[
o
59}
—
I
i
WE HEREEY CERTIFY THAT THIS MATERIAL WAS =
® Cust Part # TESTED IN ACCORDANCE WITH, AND MEETS THE B. H. Wales %
REQUIREMENTS OF, THE APPROPRIATE SPECIFICATION SENIOR METALLURGIST - PRODUCT 2
o
™
w



Plde S/l 81 R < 22! B (Y

; Test Certificate Pt o
EV RAZ { EVRAZ INC. NA 8250 130th Street, Surrey, BC, V3W 8J9 Bt IOk Revmipl Dete, S Spe200

Customer: Customer P.0Q. No.: 140450 | Mill Order No.: 41-248883-07 | Shipping Manifest : ST052804A
FOREMOST UNIVERSAL LP PP % -
G1s fiH ive Product Description: CSA G40.21(2004)44/300/38W:ASTM A36(04) Ship Date: 29 May 13 | CertNo: 011148389
ATONBLAIG/ASMIE SASEOTED) Cert Date: 29 May 13 | (Page lof 1)
LLOYDMINSTER CSA G40.21(2004)260W (API PLATES)
AB T9V2WS
Size: 0.313 X 98.00 X 384.0 (IN)
Tested Pieces Tensiles Charpy [mpact Tests
Heat Piece Piece Tsti YS UTS [%RA Elong % |Tst | Average Abs. Energy(FTLB) % Shear Tst | Tst]Tst BDWTT
Id Id Dimensions Loc] (PSI) |(PSD) 2in Sin!Dir| Hardness (1 2 3 Avg 1 2 3 Avg |Tmp|DiriSiz | Tmp %Shr
— - —jimm}
NW8640 A31A 0.313 X 96.00 (CUT)  |LI57000 {74000 29 T
154000 72000 29 T
NW8689 A33A 0.313 X 96.00 (CUT)  |L{53000 {70000 29 T
C}55000 [71000 30 T
NW8696 A22A 0.313 X 96.00 (CUT)  |L{51000 {68000 32 E
C}50000 168000 33 T
Heat Chemical Analysis
1d c Mn P S _Si_ TotAl Ca N Cr Mo Cb v Ti B N ORGN
%3240 % 8__? .0}2 .008 .%3 %{9) .0} .Ug %% .00 (%(} 'P{l}dﬁ .()O‘% }39)&.()()2{1} CAN
89 ; : 3 ; ; : .01 |. : . 005 1. .002 1. ; CAN
NW8696 A3 .g'f 808 .8(57 .18 049 .80 .85 02 88 .%S .d()& ) 11,0038 CAN
FINE GRAIN,ALLOYS PER API 650(98/05)TBL2-1
MATERTIAL MARKED WITH AN ASTERISK IS PRODUCED FROM COIL
* NW8640 A31A PCES: 4, WGT: 13090 * NW8&89 A33R PCES: 10, WGT: 32725

* NWB8696 A22A PCES: 4, WGT: 13090

Moy >1//3 [ireadteie Ty

Entered Recelpt Into Visual

S e it
e et g

%!

T

g

3 ,

L MAY 31208
:

Fperime s

i y WE HEREBY CERTIFY THAT THIS MATERIAL
Cust Part # : WAS TESTED IN ACCORDANCE WITH THE Greg Balsdon
APPROPRIATE, SPECIFICATION SR Y




DWL # T-08A K - A\

| 5913
o & 2ET SI§ &ePAr

._Pfff& S/'SJ 10'x32" §/6-706%

(§2)

ESSAR Steel Algoma Inc. 105 West St., Sault Ste. Marie, Ontario, Canada, P6A 7B4 We = 247 %<
CUHONERH}RO{ASEORDERNUM ENTRY DATE CREATE DATE TALLY NUMB SHIPPERS NUMBER [ CARRIER HMILL ORDER
116502 2012/02/28|2012/04/06 271722 - BCOL -864340 17716
CHARGE TQ CUSTOMER WAME & ADDRESS SHIP TO CUSTOMER MAME = ADDRESS
UNIVERSAL INDUSTRTIES LIMITED UNIVERSAL INDUSTRIES LIMITED MILL TEST REPORTS
5014-65TH STREET 5014 - 65 STREET ESSAH STEEL ALGOMA INC. MEREBY
LLOYDMINSTER ALBERTA ‘! LLOYDMINSTER ALBERTA CERTIFIES THAT THE MATERIAL HEREIN
TIV 2K2 DESCRIBED WAS MADE AND TESTED IN
E A S A
CUSTOMER SPECIFICATION ) J
HR PLATE - CARBON - ASME SA516 GR 70 (11A) - CVNL 15/10 FT LBS AT -50 F CVNT el iy o bkt U
15/12 FT LBS AT -40 F - FINE GRAIN - PVQ - NORMALIZED - FLATNESS 1/2 A-20 - PRACTICES.
NORM 21 MINUTES MIN. @ 1670 F - FULLY RILLED
K .UGHADPAGA
MANAGER METALLURGICAL SERVICES
SUPPLEMENTARY INSTRUCTIONS THIS MILL TEST REPORT MAY MOT BE
REPRODUCED EXCEPT N FULL WITHOUT
IEST CERT 1: JOANN.NUTBROWN@CORLAC.COM TEST CERT 2: PLATE TES WRITTEN APPROVAL OF ESSAR STEEL ALGOMA
T COUPON: INC. If YOU RECEIVE THIS DOCUMENT
AND ARENOT THE INTENDED RECEIVER,
- PLEASE CALL (705)945-24624 COLLECT FOR
"¢ _TEST REPORTS REQUIRED 2000220373 PF RS S EM MEHOD CE DTS AL OF
CUsT
uf __ RESALE P/N 024720/3 2012/04/09 11:04

MEETS EN 10204:2004 TYPE
ENV.

3.1
ISO QUALITY AND TRONMENTAL CERTIFICATES AVATLABLE AT WWW.ESSARSTEELALGOMA.COM
ALL TS FULLY KILLED
HEATS INDICATED WITH {*; FINE GRAINED
HEATS INDICATED WITH (+) MADE IN CANADA WITH DOMESTIC AND NORTH AMERICAN MATERTIALS
SHIPPED® # % % % % % & % % #

*******************PRODUCT
DIMENSIONS .625 X 122 X 384 =

CUSTOMER ITEM 00009 'EOUR ITEM 007

ABME VilI, DIVISION 1

HUMBE HEAT n;s pxnggé WSS NUMBPMTER HEAT-MS Eggé R EDITION
" -MS PI
67692 4492M-07 2 16607 ADDENDA..2d .
e A E A sk R e e MECHANICAL PROPERTIES® % # % % % # % % % % ® % % & »
TENSIL]PE LE%%TS: . 'LE 5 Y e T — Universal industrics
E 5 . -t . !
WRAT NUMBER  SRCE B tapcm COND METH DIR KST  KST % ELONG Exiersctitecipt ito Yione LAB
(192M 67692 166" , .6250 N .2 T  52.3 78.0 °29(88) N ALG
A A ! GAUGE * * TEST * # s PR
* # % TEST # % % *  FULLSIZE ENERGY

HEAT NUMBER  SRCE IN  COND METH DIR SIZE TEMP *  FTLE % AVG* SPEC LAB
4492M 67692 166n 6250 N CVN 1L FULL -50F 76 88 93 B¢ L) ASTM ALG

16én .6250 N CGVN T FULL -20F 48 38 B0 49 ASTM ALG

PAGE 3 OF 4

**WARNING® *



105 West St., Sault Ste. Marie, Ontario, Canada, P6A 7B4

ESSAR Steel Algoma Inc,
C'USTO'HER PLUIRCHASE ORDER NMUMBER
116502

ENTRY DATE CREATE DATE TALLY NUMBER] SHIPPERS NUMBER | CARRIER MILL ORDER
2012/02/28|2012/04/06 |271722 - BCOL -864340 17716
CHASGE TO CUSTOMER NAME & ADDRESS SHIP TO CUS TOMER NAME & ADDRESS

RSAL INDUSTRIES LIMITED

UNIVE
5014-65TH STREET 5
LLOYDMINSTER ALBERTA
TV 2K2

H

MILL TEST REPORTS

ESSAR STEEL ALGOMA INC. HEREBY

CERTIFIES THAY THE MATERIAL HEREIN
DESCRIBED WAS MADE AND TESTED IN
ACCORDANCE WITH THE RULES OF THE

UNIVERSAL INDUSTRIES LIMITED
5014 - 65 STREET
LLOYDMINSTER ALBERTA

e e
HR PLATE - CARBON - Aqm: SA516 GR 70 (11a) - CVNL 1%10 FT LBS AT ~-50 F CVNT COMPANY'S STANDARD RECORD KEEPING
15&2 FT LBYS AT -40 F - FINE GRAIN 1z - FLATNESS 1/2 A-20 - PRACTICES,

NO 21 MINUTES MIN.

i

@ 1670 ¥ - FULLY KILL
r

- VD ~ NORMAL
ED

K .UGHADPAGA

SUPPLEMENTARY INSTRUCTIONS

TEST CERT 1:
T COUPON:

INSP T/R TEST

s RESALE P/N 024720)3

JOANN . NUTBROWN@CORLAC . COM TEST CERT 2:

!
REPORTS REQ&IR.ED

MANAGER WETALLURGICAL SERVICES

THIS MILL TEST REPORT MAY NOT BE
REPRODUCED EXCEPT IN FULL WITHOUT
WRITTEN APPROVAL OF ESSAR STEEL ALGOMA
INC. IF YOU RECEIVE THIS DOCUMENT
AND ARE NOT THEINTENDED RECEIVER,
PLEASE CALL (705)945-2624 COLLECT FOR
INSTRUCTIONS ON METHOD OF DISPOSAL OF
DOCUMENT.

PLATE TES

2000220373 PP
2012/04/09 11:04

¥ EkE Kk E R kA kR E Y CHEMICAL

MN P

HEAT (WT %) C

PROPERTIERGY™® * &% # % & % & % % & % % % % % =

s SI CR NI cU MO Al CB v B DO
TI SN N AS ZR PB SB
4492M* 4 U%g 1.1¢ .00 .00%5 .33 .02 .15 .03 .00 .032 .Q00 ,015 .0002 .39
!
g Universal bxdustrizs
| Eniered Receipt into Visual
i APR 2 v 2012
K1Y,
i
: PAGE 4 OF 4
tAWARNING: * THE TEST RESULTS AND VALUES REPORTED HEREIN INDICATE ONLY THAT (1) THE PARTICULAR STEEL FOR WHICH THIS CERTIFICATE IS ISSUED MEETS THE MINIMUM
SPECIFIED YIELD GTH AND (2) THE CHEMICAL ANALYSIS AND PHYSICAL PROPERTIES OF SUCH STEEL ARE IN CONFORMANCE WITH THE REQUIRMENTS OF
THE SPECIFICATION INDICATED. THE RESULTS OR VALUES REPORTED HEREIN CAN NOT BE USED TO QUALIFY THE STEEL FOR ANY SPECIFICATION OTHER THAN THE

ONE INDICATED AND CAN NOT BE RELIED U

P\

PON FOR ANY PURPOSE (INCLUDING DESIGN OR CALCULATIONS) AS REPRESENTING THE ACTUAL STRENGTH OF SUCH STEEL.



Plade

— EVRAZ EVRAZ INC. NA

My ox ¢ x 32" 5a=b

ety aﬁiagmé‘ ~ AN

“C2ehan

Test Certificate

8250 130th Street, Surrey, BC, V3W 8]9

576cﬁ’

Form TC1: Revision 1: Date 31 Qct 2000

(53

Customer: Customer P.Q., No.: 146824 ] Mill Order No.: 41-250516-01 [ Shipping Manifest : ST053496
FOREMOST UNIVERSAL LP s — =
6614 50TH AVE Frosuct Desaigitian: S0 oAl LN SREE AXG(H) Ship Date: 09 Sep 13 | Cert No: 011150538
AT09(01A)36/ASME SA36(01ED) CertDate: 09Sep13 | (Page Lof 1)
LLOYDMINSTER CSA G40.21(2004)260W (API PLATES)
AB TIV2WS
Size: 0.250 X 96.00 X 384.0 (IN)
Tested Pieces Tensiles Charpy Impact Tests
Heat Piece Piece Tst| YS UTS [%RA Elong % (Tst | Average | Abs. Energy(FTLRE) o Shear Tst | Tst|Tst BDWTT
Id Id Dimensions Lac| (PSD) | (PSI) 2in 8in |Dir| Hardness {1 2 3 Avg (I 2 3 Avg |Tmp|Dir Siz | Tmp %Shr
NW9390 A9TTE9AA 0.250 X 96.00 (CUT) L{53000 {69000 32 T
C149000 |68000 32 3
NW9403 A97770AA  |0.250 X 96.00 (CUT)  |L|55000 |73000 29 T
€|53000 [71000 32 T
Heat Chemical Analysis
1d ) Mo P s Si_ Total Cu N Cr Mo Cb ¥ Ti B N ORGN
NW9390 A3 1 .86 | a1l .007| .23 | .054 .83 .85 02 1.00 1.005:.003 {.002 (01((% .%ﬁl CAN
NW9403 A3 1 .89 | .010] .009f .22 | 0521 .01 |.05 |.02 |[.00 |.005 }|.003 |.002 | 0049 CAN
FINE GRAIN,ALLOYS PER API 650(98/05) TBL2-1
MATERIAL MARKED WITH AN ASTERISK IS PRODUCED FROM COIL
* NW9403 A97770AA PCES: 14, WGT: 36591 * NW9390 A97769AR PCES: 1, WGT: 2614
o 0 |
L - !
WE HEREBY CERTIFY THAT THIS MA
@ Cust Part # : WAS TESTED IN ACCORDANCE WITH THE Greg Balsdon
APPROPRIATE SPECIFICATION CHECKED BY




SEDE AMMINISTRATIVA E STADILIMENT
23861 CESANA BRIANZA |LC) - Italy

w METALFAR

CERTIFICATO DI COLLAUDO SECONDO EN 102

04 - 3.1 INSPECTION CERTIFICATE

;/“';'(ﬂ
| ‘X?D

——
Cortit. N. 3765  DeWDated 27072012 Fatturg] Involce N. 2586  DelDated 26.07 —

‘;ﬁa G. Parini, 2*154 , COMPANY WITH QUALITY MAMAGEMENT|  DDT/ Del Note N, 3057 DeliDated 26.07.2012  Ns.Ord. / Qur ref. i, Del/Dated

el. +39 031.65544

PRODOTTI INDUSTRIALI S_P.A,. i :39 e SYSTEM CERTIFIED BY DNy CE FRANKLIN LTD

STAMPAGGIO & CALDO DI &CCIAI CORUN! - LEGAT! E INOSSIDARIL quality. mff@farmas com

SALA PROVE E ANALISI MATERIAL] ! MATERIAL TEST DEPARTMENT

= ISO 9001:2008 =

1800, 635 - BTH Avenue S.W.

Dest; CE Frankiin Lid - DISTRIBUTION CEN.

2603 -76 Avenue

T2P 3M3 CALGARY, ALBERTA CA |T8P 1Ps EDMONTON, ALBERTA CA
Pag.2 . g
COD.COL. COLATA POS. VS.ORDINE QTA' DESCRIZIONE DIM.IN ACC. A VISIVO E DIMENS.
HEAT CODE HEAT iTEM YOUR REFERENCE QTY DESCRIPTION DIM. ACCORDANCE TO VIS. & DIMENS.
4287H2 074 3015795-0R-2100 392,00 WIN 150 RF 3" STD A105N ASME/ANSI B16.5 -2009 SATISFACTORY
MATERIALE / MATERIAL C% Si% Mn% 8% P% Cr% Ni% Mo% Ti% Cu% V% Nb% N% Al%  C.E% B%
ASTM A105 (LADLE) 0,189 0,220 0,910 0,005 0,004 0,140 0,100 0,052 0,020 0,100 0,003 0,002 0,009 0,025 0,303 0,000
F;léczn_reml‘:; ] tEBJ;:ES:m FORMA sml’ll:;}'o TEMsILE‘;um ¥ "EILONG.\MNIU REI:;&I’W_ S AREA DUREFZa RESILIEMZA / IMPACT TEST - JOULE/em2 SHERVAMENTO .
SECT.mm2 LENGHTmm 1=0 =0 Wmm2 a=0,3% Nmmz »= e xa HBW TIPO / TYPE 10x10mm ’c 1 2 3 Mmm2 >=1,0% OUR REF,
126,60 50,80 1 329,0 5370 30,0 58,0 163,0 - 165,0 RV 20 86 B2 88 0,0
MATERIALE IN ACCORDO A / MATERIAL IN ACC. TO TRATTAMENTO TERMICO / HEAT TREATMENT FORNO / FURNACE ORIGINE / ORIGIN
ASTM/ASME A 105/SA 105 M - 11 ASME CODE SECT. I, PART A, ED. 2010 NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPEAN UNION
CSA CAN3 Z245.12-09 GRADE 248 CAT.I SOUR SERVICE
COD.COL. COLATA  POS. VS.ORDINE QTA' DESCRIZIONE DIMLIN ACC. A VISIVO E DIMENS.
HEAT CODE HEAT ITEM YOUR REFERENGCE QTY DESCRIPTION DIM. ACCORDANCE TO VIS. & DIMENS.
4287112 o741 3015795-OR-2100 392,00 W/N 150 RF 3 STD A105N ASME/ANSI| B16.5 -2009 SATISFACTORY
MATERIALE / MATERIAL C% Si% Mn% 5% P% Croa Ni% Mo% Ti% Cu% V% Nb% N% Al% C.E% B%
ASTM A105 {LADLE) 0,188 0,220 0910 0,005 0,008 0,940 0900 0,052 0,020 0,100 0,003 0,002 0,000 0,025 0,393 0,000
mlﬂw FORMA BNERVAMENTO mﬁmﬂuf llélimgo HED% DUREZZa REBILIENZA / IMPACT TEBT - JOULEiemz S:_EET;AIENTB e
BECT. mm2 LENGHT mm =0 2=0 Nimmz2 B=0,2% NWmm2 »= o Wea HBEwW TP/ TYPE 101 0mm c 1 2 3 Mimwnz =100 OUR REF,
128,60 50,80 1 329,0 537,0 30,0 58,0 163,0 - 165,0 20 86 82 88 0,0
MATERIALE IN ACCORDO A / MATERIAL IN ACC. TO TRATTAMENTO TERMICO / HEAT TREATMENT FORNO / FURNACE ORIGINE / ORIGIN
ASTM/ASME A 105/SA 105 M - 11 ASME CODE SECT. I, PART A, ED. 2010 NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPEAN UNION
CSA CAN3 Z245.12-09 GRADE 248 CAT.I SOUR SERVICE
NOTE 100% MANUFACTURED IN ITALY UFFICIO CONTROLLO QUALITA® ENTE UFFICIALE DI COLLAUDO MARCHIO PRODUZIONE
NOTES MANUFACTURING IN ACCORDANCE WiTH ORDER AND SPECIFICATION QUALITY CONTROL DEPARTEMENT INSPECTION AUTHORITY MANUFACTURER'S SYMBOL
MATERIAL IN ACCORDANCE WITH NACE MR-0175/2009 150 15156-2005 - SOUR SERVICE

MATERIAL IN ACCORDANCE WITH NACE MR-0103/2010 - SOUR SERVICE

Sy

MFF




STD

FLANGE RF

Vi

N

SRS ARATIETRATIVE T TRtk IMENT0:

55)

CERTIFICATO DI COLLAUDO SECONDO EN 10204 - 3.1 INSPECTION CERTIFICATE

M E TA L FA R 20061 CESANA BRIANZA ¢.C; - taiy COMPANY WITH Cartif. N. 1312 Del/Dated 01.03.2013  Fattura/ Involce N. 885 DeliDated 78.02.2013
i ;:.. ;3::;:;. szsf'm QUALITY SYSTEM DDT/Del Note N. 1020 DelfDated 28.02.2013  Ns.Ord. / Our ref. N Del/Dated
R R g, Fax 39 i1 55140 CERTIFIED BY DNV TRANS AM PIPING PRODUCTS LTD Dest.: TRANS AM "PROJECT" Warehouse
s B g S sk % =[S0 8001 =
ATARMIEA: A CADO B AZTI ALY . LEGRTE £ 0 EIL ualiy mi@famas.co
R PR AL s R, ey i 9335 ENDEAVOR DRIVE S E, 1711 - 66 Avenue
SALA PROVE E ANALISI MATERIALI/ MATERIAL TEST DEPARTMENT T3S 0A1 CALGARY, ALBERTA CA |T6P 1Y  Edmonton, ALBERTA cA
Pag.3 - 10
COD.COL. COLATA  POS. VS.ORDINE QTA" DESCRIZIONE DIMIN AGC. A VISIVO E DIMENS.
HEAT CODE HEAT ITEM YOUR REFERENCE Q.TY DESCRIPTION DIM. ACCORDANGE TO VIS. & DIMENS.
09/77929 024 Pl-12-35432 1,00 CP.OR WN 300/600 RF 2" XS A105N ASME/ANSI B16.36 -2009 SATISFACTORY
MATERIALE / MATERIAL C% Si%  Mn% 5% Py, Cr% Ni%  Mo% Ti% Cu% V%  Nb% N% A% CE%
ASTM A105 (LADLE) 0,195 0,240 0,980 0011 0,012 0,00 0060 0,010 0008 0,180 0,001 0,001 0000 0,021 0,397
PROVETTA | TEST SPECIMEN FORMA SNERVAMENTO ROTTURA ALLUNGAMENTO CONTRAZIONE CUREZZA RESILIENZA | MIPACT TEST - JOULElcm2 SHERVAMENTO
SEZ mm2 LUNG. mm SHAPE YIELD FOINT TENSILE STRENGHT ELONGATION REDUCTION OF AREA HARDNESS YIELD POINT Ms.Rit
SECT. mm2 LENGHT mm |=° 2z u Wimm2 >=0,2% NimmZ »= %arm ez HEW TIPO | TYPE 10ei0mm *c 1 2 3 Wmm2 >=1,0% OUR REF,
126,60 50,80 1 334,0 540,0 33,0 58,0 164,0 - 166,0 KV 20 90 83 87 0,0

MATERIALE IN ACCORDO A/ MATERIAL IN ACC. TO

ASTM/ASME A 105/SA 105 M - 11 ASME CODE SECT. Il, PART A, ED. 2010 ADD.
2011a

CSA 7245.12 GRADE 248 CAT.l SOUR SERVICE

TRATTAMENTO TERMICO / HEAT TREATMENT
NORMALIZED AT 920 C - COOLED IN STILL AIR

FORNO / FURNACE
ELECTRIC FURNACE

ORIGINE | ORIGIN OF STEEL
EUROPEAN UNION

COD.COL. COLATA POS. VS.ORDINE Q.TA" DESCRIZIONE DIM.IN ACC. A
HEAT CODE HEAT ITEM YOUR REFERENCE QTY DESCRIPTION DiM. ACCORDANCE TO
12135152 003 Pl-12-35486 70,00 WIN 150 RF 4" STD  A105N ASME/ANSI B16.5 -2009

MATERIALE / MATERIAL C% Si% Mn% 3% P% Cr¥% Ni% Mo% Ti% Cu% V% Nb% N% Al% CE%

ASTM A105 (LADLE) 0,185 0,230 0,930 0,008 0005 0,100 0,060 0,010 0,015 0,160 0,002 0,001 0009 0,025 0,377

PROVETTA/ TEST SPECIMEN  FORMA SHERVAMENTO ROTTURA ALL ) co DUREZZA RESILIENZA | IMPACT TEST - JOULEicmZ SHERVAMENTD

LUNG. mm  GHAPE YIELD POINT TEMEILE ETRENGHT  ELONGATION  REDUCTION OF AREA HARDNESS YIELD POINT

sectmmz  LENGST I 1S 0 =0 Mimml >=0.2% Nimm2 == %an Hom HEw TIPOI TYPE 10xi0mm  -C 1 H 3 Himm2 »=1,0%

126,60 50,80 1 346,0 508,0 32,0 60,0 156,0 - 159,0 KV 20 87 83 B3 0,0

MATERIALE IN ACCORDO A/ MATERIAL IN ACC. TQ

ASTM/ASME A 105/SA 105 M - 11 ASME CODE SECT. I, PART A, ED. 2010 ADD.
2011a

CSA Z245.12 GRADE 248 CAT.I SOUR SERVICE

TRATTAMENTO TERMICO / HEAT TREATMENT
NORMALIZED AT 920 C - COOLED IN STILL AIR

FORNO | FURNACE
ELECTRIC FURNACE

WVISIVO E DIMENS.
VIS. & DIMENS.

SATISFACTORY

e,
OUR REF.

ORIGINE / ORIGIN OF STEEL
EUROPEAN UNION

NOTE 100% MANUFACTURED IM ITALY
NOTES MANUFACTURING IN ACCORDANCE WITH ORDER AND SPECIFICATION

MATERIAL IN ACCORDANCE WITH NACE MR-0175/2008 IS0 15156-2009 - SOUR SERVICE
MATERIAL IN ACCORDANCE WITH NACE MR-0103/2012 - SOUR SERVICE

UFFICIO CONTROLLO QUALITA® ENTE UFFICIALE DI COLLAUDO MARCHIO PRODUZIONE
QUALITY GONTROL DEPARTEMENT INSPECTION AUTHORITY MANUFACTURER'S SYMBOL
Mﬂ%&-u A e
! A F] M




SEDE AMMINISTRATIVA E STABILIMENTO:
23861 CESANA BRIANZA {LC) - taty

G
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CERTIFICATO DI COLLAUDO SECONDO EN 10204 - 3.1 INSPECTION CERTIFICATE

Certif, N. 6090 DeolDated 2012.2011  Fattura /Involce N. 4073 DeliDated 20.12.2011
a.0rd. / Qur ref. WL DetfDated

e METALFAR“ :‘l?‘a::;;‘” 1 COMPANY WITH QUALITY MARAGERENT DOT / Del Note N. 4840 DolDated 20.12.2011
HRODCETH . S'll'-'-slg'l CERTIRED BY DItV FORGED FLANGES & FITTINGS LTD Dest.: FFF.clo CCTF 08
COuUNI - LEGAT! £ INDSSIDABILY quality mif@farmas.com = 9001:2008 =
STRMSICEIE S EALER DUATCALgoua CASTLE HOUSE - STATION ROAD 5407, 53 AVENUE
SALA PROVE E ANALISI MATERIAL! | MATERIAL TEST DEPARTMENT ENS5 1PE NEW BARNET/HERTFORD.. GB |TeB3G2 EDMONTON, ALBERTA cA
COD.COL. COLATA POS.  VSORDINE QTA' DESCRIZIONE DIMIN ACC. A VISIVO E DIMENS.
HEAT CODE HEAT MEM  YOUR REFERENCE QTY DESCRIPTION DIM. ACCORDANCE TO VIS. & DIMENS.
11738305 001 3832/CCTF EDM 720,00 WMN 160 RF 2* STD A1056N ASME/ANS| B16.5 -2009 SATISFACTORY
MATERIALE f MATERIAL Ch 5%  Mi%  SK PX O NM M TG Cu% VK NM% N% A% CE%
ASTM A108 0,205 0250 1,000 0010 0,013 0,910 0,070 0,090 0,009 0,220 0002 0,007 0000 0010 0,415
PROVETTA/ TEST SPECIMEN  FORBUL SHERVARENTD ROTTURA ALL DURERTA RESIIENTA / IPACT TEST - JOULERmE SNERVAMENTD
BEZ. mmi LUNG. ram LRAPE VIEELD POSNT TERSILE BTRENGHT ELCHGATION REDUCTION OF AREA HARDMERS VIELD POSNT M iy,
BECT. omtf  LENGHT awm =0 =0 MArmE =g, 2% MM »= e Y How THRO I TYPE 1i{Dwen L 1 ;] a Pewml =1 0% OUR REF,
126,80 50,80 1 348.0 827,0 0.5 68,0 158,0 - 163,0 KV 20 B4 Bé 82 0,0
MATERIALE IN ACCORDO A / MATERIAL IN ACC. TO TRATTAMENTO TERMICO / HEAT TREATMENT FORNO / FURNACE ORIGINE / ORIGIN
ASTM/ASME A 105/SA 105 M - 10 ASME CODE SECT. Il, PART A, ED. 2010 NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPE
NOTE MATERIAL IN ACCORDANCE WITH NACE MR-Q175/2003 SO 15158.2008 UFFICIO CONTROLLO QUALITA" ENTE UFFICIALE D7 GOLLAUDG MARCHIO PRODUZIONE
QUALITY CONTROL DEPARTEMENT INSPECTION AUTHORITY MANUFACTURER'S SYMBOL
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L AULANSTHOTIA £ TARUNMERO

METALFAR ~ecsimeics s
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CERTIFICATO DI COLLAUDO SECONDO EN 10204 - 3.1 INSPECTION CERTIFICATE

COMPANY WITH Certif. N. 2212 Delated 18.04.2013  Fotture / inveolce M. $438 DelDated 11.04.2013
et 30039 6odd” QUALITY SYSTEM DOT | Dol Note N. 1638 DelMated 11.04.2013  Ne.Ord. f Qur ref. M. DalDated
O A . o CERTIFIED BY DNV WFF FITTINGS AND FLANGES (CANADA) LTD Dost.: MRC MIDFIELD CANADA
W-ASSO A LT 3 DS - A § BRI oy M- . = 80 9001 =
s AL ST D AT D3N - SR £ ERSYITABL) Cualy, TS 29T #128, 10905 48th ST.SE 502 - 25TH AVENUE
SALA PROVE E ANALISI MATERIALI | MATERIAL TEST DEPARTMENT T2C 1GB CALGARY, ALBERTA CA |TOEOKE NISKU, ALBERTA CA
COD.COL. COLATA  POS. V5.0RDINE Q.TA DESCRIZIONE DIM.IN ACC. A WVISIVO E DIMENS.
HEAT CODE HEAT ITEM YOUR REFERENCE QTY DESCRIPTION DIM. ACCORDANCE TO VIS. & DIMENS.
12/34072 004 DO0D442/MID 183,00 W/N150RFE“STD  A10SN SS ABME/ANSI B16.5 -2009 SATISFACTORY
MATERIALE / MATERIAL C% Si% Mn% S% P% Cr% Ni% Mo% Ti% Cu% Ve Nb% N% A% CE% B%
ASTM A105 (LADLE) 0200 0,240 0960 0007 0009 0,080 0,050 @010 0015 0,120 0002 0,002 0000 0,025 0382 0,000
PROVETTA [ TEST BPECINEN  FORMA SHERVAMENTD ALL DURTIEA REBIIENZA FREPACT TEGT - JOLREfemy
SEL e LANGmm BHAPE VIELD PORNT TENBLE STREMQNT  ELONOATION AEDUCTION OF ARZA HARDNESE VEILE POONT [t
SECT.mm2 LENQMTmm 1o [ M) el i Mmmd sa Yoo k) HEW TPQ ! TYPE 1Bxi8wmen - L] 2 3 Miaen 10 DUR REF.
126,80 50,80 1 348,0 530,0 30,0 58,0 159,0 - 163,0 Ky 20 8 83 @85 0.0
MATERIALE IN ACCORDO A | MATERIAL IN ACC. TO TRATTAMENTO TERMICO / HEAT TREATMENT FORNO !/ FURNACE ORIGINE / DRIGIN OF STEEL
ASTM/ASME A 105/SA 105 M - 11a ASME CODE SECT. I, PART A, ED. 2010 NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPEAN UNION
ADD. 2014a
CSA 2245.12 GRADE 280 CAT.1 SOUR SERVICE
COD, COL. COLATA POS. VS.0RDINE Q.TA'" DESCRIZIONE DIMIN ACC. A VISVO E DIMENS.
HEATY CODE HEAT ITEM YOUR REFERENCE QTY DESCRIPTION Din. ACCORDANCE TO VIS. & DIMENS.
12/34072 004 D000442/MID 153,00 WN 150 RFE"STD  A105M SS ASMESANS] B16.5 -2009 SATISFACTORY
MATERIALE / MATERIAL C% Si% Mn% 5% P% Cr% Ni% Mo% % Cu% V% Nb% MN% A% CE% B%
ASTM A105 (LADLE) 0,200 0,240 0,960 0,007 0002 0,080 0,050 0040 0015 0,420 0002 0002 0,000 0025 0,392 0,000
PROVETTA | TEST OPECMEN  FORMA HERVAMENTD FAOTTURA ALL DURIEZIA RERLIFNES } B2PACT TEAT « JOULSlemZ BHMERVAMENTD
SEE maend LUNG. mm SHAPE VTELE POINT TEMSAE STRENGHT ELOHOATEMY REGUCTION OF AREA HARDMERDE THILD POt Wa Al
SECT.mm2 LENGHTmwm 1= 2= Mimm? s=fjry Nmaond v e e HEW TIRO | TYPE 18218mm © 1 2 3 MWomnl »a1,0% OUR RET.
426,60 50,80 1 348,0 530,0 30,0 58,0 159,0 - 163,0 Kv 20 B9 83 8s 0.0
MATERIALE IN ACCORDO A f MATERIAL IN ACC. TO TRATTAMENTO TERMICO / HEAT TREATMENT FORMNO ! FURNACE ORIGINE / ORIGIN OF STEEL
ASTM/ASME A 105/5A 105 M - 11a ASME CODE SECT. Il, PART A, ED. 2010 NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPEAN UNION
ADD. 2011a :
CSA Z245.12 GRADE 290 CAT.l SOUR SERVICE
NOTE 100% MANUFACTURED IN ITALY UFFICIO CONTROLLO QUALITA® ENTE UFFICIALE DI COLLAUDO MARCHIO PRODUZIONE
NOTES MANUFACTURING IN ACCORDANCE WITH ORDER AND SPECIFICATION QUALITY CONTROL DEPARTEMENT INSPECTION AUTHORITY MANUFACTURER'S SYMBOL

MATERIAL IN ACCORDANCE WITH NACE MR-0175/2009 130 15158-2008 - SOUR SERVICE
MATERIAL IN ACCORDANCE WITH NACE MR-0102/2012 - SOUR SERVICE
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FOREMOST UNIVERSAL LP
NON- ASME CODE NCR Ne.
NON-CONFORMANCE REPORT 6362

WORK ORDER NUMBER: 28978 ey
SERIAL NUMBER: 28978-1 (Tag # 002-T-08-1118, P.O. # 410000117060}
[DENTIFICATION DETAILS: _Nozzle NS - Temperature Gauge

DESCRIPTION OF NON-CONFORMITY:

N3 nozzle installed at wrong clevation.

Elevation was to be at 886 mm and was installed at 866 mm.

ORIGINATOR SIGNATURE: Norman Saulnier DATE: Novenber 21,2013
PROPOSED DISPOSITION OR REPAIRS:

We would like to propose to leave as-is and will as built the changes. As the nozzle is to be used as

Temperature Gauge connection and will not connect to any outside piping, therefore, will not affect service.

R CAUSE ANALYSIS AND PREVENTATIVE / CORRECTIVE ACTION

It is 2 human error. We will ensure foreman and QC check with construction drawing before cutting the hole.

DEPARTMENT MANAGER APPROVAL: "“ZJ”;,_I /% b~ DATE: A/ @ o0,

ENGINEER APPROVAL: N/A DATE: N/A ,
CUSTOMER INSPECTOR'S ACCEPTANCE: & /dfer) DATE: M D1?// Y

NON-CONFORMANCE RECTIFIED:

e 04 w.
Q.C. SUPERVISOR APPROVAL: _-{7\ Koult (Devagn Q F«_};_.DATE: bl 20, 18

ek L TR e L Dy (H) A SR T W
‘DATE: #

| A

ENGINEER APPROVAL: — %
CUSTOMER INSPECTOR'S ACCEPTANCE: (U a4 AVD _ DATE: _yoJ —za{/ I3




[FOREMOST

STORAGE TANK WELD MAP

Job #: 028978

—

Client: Devon Canada

Tank Tag #: 002-T-08-1118 Firetube Serial #: N/A

Tank Serial #:  28978-1 Construction Code: API-650 Modified
Item In Out
Floor BP BP
Floor to Shell KJ KJ
Roof TF TF
Roof to Runaround N/A KJ
1" Course V1/V2 TF TF
2" Course V1/V2 TF TF
3" Course VI1/V2 KJ/KJ KJ/KJ
2" Seam Horizontal KI/TF TF
1*" Seam Horizontal MR/KJ TF/K]

Nozzle | Repad

N1 Nozzle Pipe NPS 3” KJ KJ KJ
N2 Nozzle Pipe NPS 3~ KJ KJ KJ
N3 Nozzle Pipe NPS 3~ KJ KJ KJ
NS5 Nozzle Pipe NPS 27 KJ TE N/A
N6 Nozzle Pipe NPS 4” KJ TF N/A
N7 Nozzle Pipe NPS 2” KJ ju 3 N/A
N8 Nozzle Pipe NPS 3~ KJ TF N/A
N9 Nozzle Pipe NPS 27 TF TF N/A
N10 Nozzle Pipe NPS 3” KJ KJ KJ
N11 Nozzle Pipe NPS 4” KJ IF N/A
N12 Nozzle Pipe NPS 2” KJ TF N/A
N13 Nozzle Pipe NPS 2” KJ KJ N/A
N14 Nozzle Pipe NPS 37 MR TF TF
N15 Nozzle Pipe NPS 27 BD BD N/A
N16 Nozzle Pipe NPS 27 BD BD N/A
N17 Nozzle Pipe NPS 2” KJ N/A
N18 Nozzle Pipe NPS 3” TF TF N/A
N19 Nozzle Pipe NPS 8” TF i3 N/A
N20 Nozzle Pipe NPS 2” KJ KJ N/A
N21 Nozzle Pipe NPS 4~ MR TF 1¥
N22 Nozzle Pipe NPS 47 MR MR MR
N23Nozzle Pipe NPS 4~ MR MR MR
N24 Nozzle Pipe NPS 4” MR TF TF
N26 Nozzle Pipe NPS 27 KJ KJ N/A




FoREMOST

STORAGE TANK WELD MAP

Job #: 028978 Client: Devon Canada

Tank Tag #: 002-T-08-1118 Firetube Serial #: N/A

Tank Serial #:  28978-1 Construction Code: API-650 Modified
[tem IN Out

Nozzle | Repad

N28 Nozzle Pipe NPS 127 KJ KJ TF
N29 Nozzle Pipe NPS 2~ KJ TF N/A
N30 Nozzle Pipe NPS 67 1P TF N/A
N31 Nozzle Pipe NPS 3” KIJ KJ KJ
N32 Nozzle Pipe NPS 2” KJ TF N/A
C111/2” S.S. CPLG KJ KJ N/A
C2a11/4” S.S. CPLG KJ KJ N/A
C2b 11/4” S.S. CPLG KJ KJ N/A
Ml 2°’x 3 KJ TE TF
M2 Throat Weld TB TB N/A
M2 Throat to Flange B B N/A
M2 Throat to Roof KJ KJ KJ
All flange to pipe AM




ﬂDS ‘n WELDER QUALIFICATION RECORD (WQR) AB-T6A 2010-09

Ihe pressure equipmant safely authority

Weider's Name;_Buenaventura Padin ABSA File No.:_N/A Stamp No.:_BP
fentification of WPS followed by welder during welding of test coupon;_13 Rev 4 W.P. Reg. # WP-511.2
Base material(s) welded: G40.21-38W Thickness;_.375" X Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Varlables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: sSmAwW SMAW SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual Manual Manua!
Base Metal P Number: 1 To P Number: 1 P1 - 16F
X Plate [J Pipe (enter diameter if pipe or tube); Plate >2 7/8" OD Flat Only
Backing (metal, weld metal, double-welded, etc.): odi welded Weld Metal Dbl Welded With Only
Filler Metal or Electrode Specification(s) (SFA) {info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only): _Es010 E7018
Filler Metal or Electrode F-Number(s). F3 F4 F3 Fa
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): N N/A NIA NIA
Consumable Insert for GTAW or PAW:  n/a /A N#A N/A
Deposit Thickness for each process or electrode type, etc. (in.): 125" 250" .250" 500"
Process/Electrode 1: 3 layers minimum ] Yes [X] No Process/Electrode 2: 3 layers minimum [J Yes [J No
Welding Position (2G, 6G, 3F, etc.): 26 2G 2G+1G 26+1G
Vertical Progression (Uphill or Downhill): _ na N/A N/A NiA
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/ N/A N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW): /A N/A N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/ N/A NIA NIA
Results
Jisual Examination of Fit-Up; Root Gap,_OK Tack Welds: OK ( Length:_1/4" Number, 2 )

Root Pass (Describe Biscontinuity if Unacceptable): OK
Completed Weld (Describe defects if unacceptable): QK

Bend Test: ¥ Transverse Root and Face [QW-462.3(a)) [J Longitudinal Root and Face [QW-462.3(b)] [ Side [QW-462.2]

[J Pipe Bend Spacimen, corrosion-resistant cverlay [QW-462.5(c)] [0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
[0 Macro Test for Fusion [QW-462.5(b)] O Macro Test for Fusion [QW-462.5(e}]
Type Result Type Result Type Result
Rool 1 Pass Face 2 Pass
Root 3 Pass Face 4 Pass
{For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: _N/A U.T. Results: N/A
Fillet Weld - Fraciure Test (Describe location, nature and size of any crack or tearing of specimen);_N/A
Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Size (leg.); N/A X _N/A inch. Convexity: N/A___ inch. or Concavity: N/A__inch.

Other Tests: N/A

Record Information
Film or Specimens Evaluated by: pence Company: Corlac Industries

Welding supervised by: __—w

Mechanical tests cond w Laboratory test no.. N/A

We certify that the statem® zcord are correct and that the test coupons were prepared, welded and tested in
accordance with the requirements of Section 1X of the ASME Boiler and Pressure Vessel Cede.
ACCREDITED ORGANIZATIQN: Corlac Industries AQQP No.:_7171 ___ Expiry Date: August 26, 2013

Certified by: Examiner File No. E-00343 Date: July 24, 2012
P.Q. Card Nqg / Performance Test Reference No.: N/A
Test Coupon ML Ng °G_ July 24/12, BP Date Coupon is to be retained to:__ 80 Days




‘n‘D S ﬂ WELDER QUALIFICATION RECORD (WQR) AB-T6A 2010-09

the prassure aquipment safely authority

Welder's Name; Buenaventura Padin ABSA File No.:_N/A Stamp No.: BP
lentification of WPS followed by welder during welding of test coupon;_13 Rev 4 W.P. Reg. # WP-511.2
Base material(s) welded: G40.21-38W Thickness: .375 X Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual Manual Manua|
Base Metal P Number: 1 To P Number: 1 P1-P15F
X Plate []Pipe (enter diameter if pipe or tube); Plate >2 7/8" OD Flat Only
Backing (metal, weld metal, double-welded, etc.): Dbl Weided Weid Metal Dbl Welded With Only
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.4 5.1
Filler Metal or Electrode Classification(s) {info only): Es010 E7018-1
Filler Metal or Electrode F-Number(s). F3 F4 F3 F4
Filler Type {solid/metal or flux cored/powder) (GTAW or PAW). N N/A N/A N/A
Consumable Insert for GTAW or PAW: N N/A A N/A
Deposit Thickness for each process or electrode type, efc, (in.): .125" 250" 260" 500"
Process/Electrode 1 3 layers minimum ] Yes [ No Process/Electrode 2: 3 Jayers minimum [] Yes [ No
Welding Position (2G, 6G, 3F, etc.}: 36 36 3G/ 16 BNG
Vertical Progression (Uphill or Downhill}: Down Up Down Up
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW:  n/A N/A N/A INFA
Transfer Mode (spray/globular or pulse to short circuit- GMAW):  n/A N/A N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): N N/A /A N/A
Results
fisual Examination of Fit-Up; Root Gap; 3/32" Tack Welds: OK ( Length:_1/4" Number: 3 )

Root Pass (Describe Discontinuity if Unacceptable): OK
Completed Weld (Describe defects if unacceptable): QK

Bend Test:[®@ Transverse Root and Face [QW-462.3(a)] [ Longitudinal Root and Face [Qw-462.3(b)] O Side [QW-462.2)

0 Pipe Bend Spacimen, corrosion-rasistant cverlay [QW-462.5(c)] O Plate Bend Specimen, corrosion-resistani overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] [ Macro Test for Fusion [QW-462 5(¢)]
Type ] Result Type Result Type Result
Root 1 Pass Face 2 Pass
|_Root 3 Fass Face 4 Pass
{For alternative qualification of groove welds by volumetric examination o QW-191)
R.T. Results: _N/A U.T. Results:  N/A
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen);_N/A
Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Size (leg.); N/A X _N/A inch. Convexity: N/A__inch. or Concavity: N/A__inch.

Other Tests: N/A

Record Information

Film or Specimens Evaluated fy: Larry S Company: Corlac Industries

Welding supervised by:

Mechanical tests conductled by: Laboratory testno.:  N/A

We certify that the statements i this M are correct and that the test coupons were prepared, welded and tested in
accordance with the requirements of Section I1X of the ASME Boller and Pressure Vessel Code.

ACCREDITED ORGANIZATION;, Corlac Industries AOQP No.:_7171 _ Expiry Date: August 26, 2013
Certified by: Examiner File No. E-00343 Date: July 24, 2012

P.Q. Card No. (% ' Performance Test Reference No.: _N/A
Test Coupon |.D. No==—"13:86, UP, July 24/12 BP Date Coupon is to be retained to;__90 Days from test




!

the prassure equipment safety autharity
Welder's Name;_Buenaventura Padin
entification of VWWPS followed by welder during welding of test coupon;_13 Rev 4
Base material(s) welded:_G40.21-38W

Testing Conditions and Qualification Limits
Welding Variables (QW-350)

WELDER QUALIFICATION RECORD (WQR)

ABSA File No.._N/A

AB-76A 2010-09

Stamp No.: BP

Thickness; 375"

Actual Values

W.P. Reg. # WP-511.2

X Test Coupon [ Prod. Weld

Range Qualified

Welding Process(es) Used: SMAW SMAW SMAW SMAW
Type of Welding (i.e.,, Manual, Semi-Automatic) Used: Manual Manual Manual Manual
Base Metal P Number: 1 To P Number; 1 P1-15F
X Plate [] Pipe (enter diameter if pipe or tube): Plate >2 7/8" OD Flat Only
Backing (metal, weld metal, double-welded, etc.): Ddl welded Weld Metal Dbl Welded With Only
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only): Es010 E7018

Filler Metal or Electrcde F-Number(s). 3 F4 F3 F4

Filler Type {solid/metal or flux cored/powder) (GTAW or PAW): NiA N/A N/A N/A
Consumable Insert for GTAW or PAW, A N/A N/A NIA
Deposit Thickness for each process or electrode type, etc. (in.): 425" 250" .250" 500"
Process/Electrode 1: 3 layers minimum [J Yes [X] No Pracess/Electrode 2: 3 layers minimum [] Yes ] No
Welding Position (2G, 8G, 3F, etc.). 4G 4G 4G+1G 4G+1G
Vertical Progression (Uphill or Downhill);  wa N/A N/A N/A
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: /A N/A N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW):  N/A NIA N/A NIA
GTAW Current Type/Polarity (AC, DCEP, DCEN): /A N/A N/A N#A
Results
/isual Examination of Fit-Up; Root Gap; OK Tack Welds: OK { Length:_1/4" Number: 2 )

Root Pass (Describe Discontinuity if Unacceptable): OK
Completed Weld (Describe defects if unacceptable); QK

Bend Test:[@ Transverse Root and Face [QwW-462.3(a)] [0 Longitudinal Root and Face [QwW-462.3(b)] [0 Side [QW-462.2]
O Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] O Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] O Macro Test for Fusion [QW-462.5(e)]

Type Result Type Result Type Result
Root 1 Pass Face 2 Pass
Root 3 Pass Face 4 Pass
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: _N/A UT. Results:  N/A
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen),_N/A
Length and Per Cent of Defects; N/A inches N/A
Macro Test-Fusion; N/A
Appearance-Fillet Size (leg.): N/A X _N/A inch. Convexity: N/A inch. or Concavity: N/A__inch.

Other Tests: N/A

Record Information
Company: Corlac Industries

Film or Specimens Evaluated by: Larry Spenge
Welding supervised by: ,.Ap-\o,
Laboratory test no.. N/A

Mechanical tests Condum%
We certify that the statements is re are correct and that the test coupons were prepared, welded and tested in

accordance with the requirements of Section IX of the ASME Boiler and Pressure Vesse! Code.

ACCREDITED CRGANIZATION: _Corlac Industries AQQP No.. 7171 Expiry Date: August 26, 2013

Certified by: Examiner File No. E-00343 Date: July 24, 2012
P.Q. Card No. { Performance Test Reference No.: _N/A
Test Coupon I.D. No Date Coupon is to be retained to:___90 Days
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ihe pressure aquipment safely aulhorily

Welder's Name;_Buenaventura Padin

ABSA File No.:_N/A

WELDER QUALIFICATION RECORD (WQR)

AB-76A 2010-08

Identification of WPS followed by welder during welding of test coupon;_19-LT Rev §

Base material(s) welded:_(G40.21-38W

W.

Thickness;_.375"

Testing Conditions and Qualification Limits

Welding Variables (QW-350)

Welding Process(es) Used:

Type of Welding (i.e., Manual, Semi-Automatic) Used:
Base Metal P Number: 1 To P Number:

(enter diameter if pipe or tube),
Backing (metal, weld metal, double-welded, etc.):

Filler Metal or Electrode Specification(s) (SFA) (info only):

Filler Metal or Electrode Classification(s) {info only):

Filler Metal or Electrode F-Number(s):

Filler Type (solid/metal or flux cored/powder) (GTAW or PAW):
Consumable Insert for GTAW or PAW,

Deposit Thickness for each pracess or electrode type, etc. {in.):

X Plate [ ] Pipe

Actual Values

Range Qualified

SMAW SMAW

Manual Manual

1 P1 to P15F
>2 7/8" OD Min.

Dbl Welded Dbl Welded

54

E308-17

F5 F5

NFA N/A

INF& NFA

375" 750"

Process/Electrode 1: 3 tayers minimum [] Yes [ No Process/Electrode 2: 3 layers minimum [] Yes (] No
Welding Position (2G, 6G, 3F, efc.). 3G 1G, 3G
Vertical Progression {Uphill or Downhill): _up Up
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW:  N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW):  n/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A N/A
Results
Visual Examination of Fit-Up;, Root Gap: 1/8" Tack Welds: OK ( Length:_1/4" Number: 2 )

Root Pass (Describe Discontinuity if Unacceptable); OK
Completed Weld {(Describe defects if unacceptable). QK

Stamp No.: BP
P. Reg. # WP- 5112
X Test Coupon [] Prod. Weld

Bend Test:® Transverse Root and Face [QW-462.3(a)] [0 Longitudinal Root and Face [QW-462.3(b)] [ Side [QW-462.2]
O Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] [0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
[J Macro Test for Fusion [QW-462.5(b)] O Macro Test for Fusion [QW-462.5(e)]

Type Resuit Type Result Type Result
Root 1 Pass Face 2 Pass
| Root 3 Fass Face 4 Pass
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results; _N/A U.T. Results: NIA

Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen); N/A

Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Size (leg.); N/A X _N/A inch. Cenvexity, N/A __ inch. or Concavity: N/A _inch.

Other Tests: N/A

Record Information

Film or Specimens Evaluated by: Larry Spence Company: Corlac Industries

Welding supervised by: Larry Spence

Mechanical tests conducted by: _N/A Laboratory test no.: _N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
“accordance with the requirements of Section I1X of the ASME Boiler and Pressure Vessel Code.

ACCREDITED ORGANIZATION: Corlac industries AQQP No.: 7171 Expiry Date: August 26, 2013
Certified by: “'v,'. . Examiner File No. E00343 Date: December 4, 2012
P.Q. Card No. w N7Z Performance Test Reference No.: _N/A

Test Coupon I.D. No_—__19-LT, 3G, Dec 4/12, BP Date Coupon is to be retained to:__90 Days




WELDER QUALIFICATION RECORD (WQR) AB-70A 2010-09

{1261

the pressure equipment safely aulhority

Welder's Name;_Buenaventura Padin ABSA File No.:_N/A
Identification of WPS followed by welder during welding of test coupon; 19-LT Rev 5
Base material(s) welded:_ G40.21-38W Thickness: 375"

Stamp No.. BP
W.P. Reg. # WP-511.2
X Test Coupon [] Prod. Weld

Testing Conditions and Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual
Base Metal P Number: 1 To P Number: 1 P1to P15F
X Plate [ Pipe (enter diameter if pipe or tube): >2 7/8" OD Min.
Backing (metal, weld metal, double-welded, etc.): Dbl Welded Dbt Welded
Fiiler Metal or Electrode Specification(s) (SFA) (info only): 5.4
Filler Metal or Electrode Classification{s) (info only): E309-17
Filler Metal or Electrode F-Number(s): Fs F5
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): /A N/A
Cansumable Insert for GTAW or PAW:  n/A N/A
Deposit Thickness for each process or electrode type, etc. {in.). 375" 750"
Process/Electrode 1: 3 layers minimum [J Yes [ No Process/Electrode 2: 3 la?vers minimum [J Yes [ No
Welding Position (2G, 6G, 3F, etc.): 4G 1G, 4G
Vertical Progression (Uphill or Cownhilf): n/a N/A
Fuel Gas for OFW cr Inert Gas Backing for GTAW, PAW, GMAW: /A NIA
Transfer Mode (spray/globular or pulse to short circuit- GMAW). /A NIA
GTAW Current Type/Polarity (AC, DCEP, DCEN): _Nia N/A

Results
Visual Examination of Fit-Up; Root Gap;_1/8" Tack Welds: CK ( Length:_1/4" Number, 2 )

Root Pass (Describe Discontinuity if Unacceptable): QK
Completed Weld (Describe defects if unacceptable): .OK

Bend Test: @ Transverse Root and Face [QW-462,3(a)] [0 Longitudinal Root and Face [QW-462.3(b)] [0 Side [QW-462.2]
[0 Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c}} {0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] O Macro Test for Fusion [QW-462.5(e)]

Type

Result

Type

Result

Type

Result

Root 1

Pass

Face 2

Pass

Root 3

Pass

Face 4

Pass

(For alternative qualification of groove welds by volumetric examination to QW-191)

R.T. Results:

N/A

U.T. Results:

N/A

Fillet Weld - Fracture Test (Describe focation, nature and size of any crack or tearing of specimen); N/A

Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Size (leg.); N/A X _N/A_inch. Convexity: N/A__inch. or Concavity: N/A__inch.

Other Tests: N/A

Record Information

Film or Specimens Evaluated by: Larry Spence Company: Corlac Industries

Welding supervised by: Larry Spence

Mechanical tests conducted by: _N/A Laboratory test no.: N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the requirements of Section I1X of the ASME Boiler and Pressure Vessel Code.

ACCREDITED ORGANIZATION: Corlac Industries AQQP No.: 7171 Expiry Date: August 26, 2013
Certified by: : Examiner File No. E00343 Date: December 4, 2012

P.Q. Card NoNWhen Performance Test Reference No.: _N/A
Test Coupon I.D. No..___19-LT, 4G, Dec 4/12, BP Date Coupon is to be retained to.___90 Days
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the pressure eguipment safsly authority
Welder's Name;_Kenneth Johnson
.dentification of WPS followed by welder during welding of test coupon; 13 Rev 4
Base material(s) welded,_G40.21-38W

Testing Conditlons and Qualification Limits
Actual Values

Process/Elec

Visual Examination of Fit-Up; Root Gap_OK
Root Pass (Describe Discontinuity If Unacceptable): OK

WELDER QUALIFICATION RECORD (WQR)

ABSA File No.:_N/A

Welding Variables (QW-350)

B Plate

trode 1:

Welding Process(es) Used:
Type of Welding (i.e., Manual, Semi-Automatic) Used:

Thickness: .37%"

AB-T6A 2010-09

Stamp No.:_KJ
W.P. Reg. # WP-511.2
B Test Coupon [] Prod. Weld

Range Qualified

Base Meta! P Number: 1 To P Number, 1

(]l Pipe (enter diameter if pipe or tube):
Backing (metal, weld metal, double-welded, etc.):;
Filler Metal or Electrode Specification(s) (SFA) (info only):
Filler Metal or Electrode Classification(s) (info only):
Filler Metal or Electrode F-Number(s):
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW):
Consumable Insert for GTAW or PAW;
Deposit Thickness for each process or electrode type, etc. (in.):
3 layers minimum {J Yes [X] No
Welding Pesition (2G, 6G, 3F, etc ):
Vertical Progression (Uphill or Downhill):
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAVY, GMAW:

Transfer Mode (spray/globular or pulse 1o short circuit- GMAW).
GTAW Current Type/Polarity (AC, DCEP, DCEN):

SMAW SMAW SMAW SMAW

Manual Manual Manual Manus
P1- 15F

Plate >2 7/8" OD Flat Only

Ddl Welded Weld Metal Dbl Welded With Only

5.1 5.1

E&010 E7018

F3 F4 F3 F4

IN/A N/A N/A N7A

NIA N/A NFA NIA

125" 250" .260" 500"

Process/Electrode 2:

3

o

yers minimum (] Yes [ No

2G 2G 2G+1G 2G+1G
N/A N/A N/A N/A
N/A N/A N/A NiA
N/A N/A N/A N/A
N/A N/A N/A N/A
Results
Tack Welds: OK ( Length;_1/4" Number. 2 )

Completed Weld {Describe defects if unacceptable). QK
Bend Test: @ Transverse Root and Face [QW-462.3(a)) O Longitudinal Root and Face [QW-462.3(b)] [J Side [QW-462.2]
[0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]

O Pipe Bend Specimen, ¢corrosion-resistant overiay [QW-462.5(c)}

0 Macro Test for Fusion [QW-462.5(b)]

O Macro Test for Fusion [QW-462.5(e}]

Type

Result

Type

Result

Type

Result

Root 1

Pass

Face 2

Pass

Rool 3

FPass

Face 4

Pass

(For alternative qualification of groove welds by volumetric examination to QwW-191)

R.T. Results:

N/A

U.T. Results:

N/A

Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen); N/A

Length and Per Cent of Defects: N/A inches N/A

Macro Test-Fusion: N/A

Appearance-Fillet Size (leg.). N/A X _N/A inch. Convexity: N/A___ inch. or Concavity: N/A__inch.
Other Tests: N/A

Film or Specimens Evaluated by:_ Larry Spence
Welding supervised by: Larry Spence
Mechanical tests conducted by:_N/A

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

ACCREDITED OR

Certified by:
P.Q.Card N

{7

N
o oo
") Ny

Test Coupon T

Record Information

Company: Cerlac Industries

ANIZATION:_Corlac Industries

N

Examiner File No. E-00343

Performance Test Reference No.:

G, May 30/12, KJ

Laboratory test no.:

Date Coupon is to be retained to:

N/A

ACQP No.: 7171 _ Expiry Date; August 26, 2013

Date: May 30, 2012

N/A

90 Days




‘n‘DS -ﬂ WELDER QUALIFICATION RECORD (WQR) AB-T6A 2010-09

the pressure equipment safety autharity

Welder's Name;_Kenneth Johnson ABSA File No.: N/A Stamp No.:_KJ
.dentification of WPS followed by welder during welding of test coupon; 13 Rev 4 W.P. Reg. # WP-5112
Base material(s) welded:_G40.21-38W Thickness: .375 Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual Manual Manual
Base Metal P Number; 1 To P Number: 1 P1 - P15F
X Plate []Pipe (enter diameter if pipe or tube): Plate >2 7/8" OD Flat Only
Backing (metal, weld metal, double-welded, etc.): Dbl Welded Weld Metal Dbl Welded With Only
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only}: Es010 E7018-1
Filler Metal or Electrode F-Number{s): F3 F4 F3 F4
Filler Type (solid/meta! or fiux cored/powder) (GTAW or PAW): N/A N/A N/A N/A
Consumable Insert for GTAW or PAW: _N/A N/A N/A N/A
Deposit Thickness for each process or electrode type, etc. (in.); 125" 250" 250" .500"
Process/Electrode 1; 3 layers minimum [] Yes [X No Process/Electrode 2. 3 layers minimum [] Yes No
Welding Position (2G, 6G, 3F, etc.): 36 3G 3G/16 3GHG
Vertical Progression (Uphill or Downhill): Down Up fill / Down Up fill /
Down cap Down cap
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: /A N7A NIA N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW):  N/A N/A NiA N/A
GTAW Current Type/Polarity {AC, DCEP, DCEN). _n/A N/A N/A N/A
Results
Visual Examination of Fit-Up; Root Gap: 3/32" Tack Welds: OK ( Length;_1/4" Number; 3 )

Root Pass {Describe Discontinuity if Unacceptable): OK
Completed Weld (Describe defects if unacceptable). OK
Bend Test: ¥ Transverse Root and Face [QW-462.3(a)] OO Longitudinal Root and Face [QW-462.3(b)] [0 Side [QW-462.2]

] Pipe Bend Specimen, corroslon-resistant overlay [QW-462.5(c)] [0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
[ Macro Test for Fusion [QwW-462.5(b)] O Macro Test for Fusion [QW-462.5(e)]
Type Result Type Result Type Result
Root 1 Pass Face 2 Pass
Rooi 3 Pass Face 4 Pass
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: N/A U.T. Results:  N/A
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen); N/A
Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Size (leg.). N/A X _N/A inch, Convexity: N/A__ inch. or Concavity: N/A__inch,

Other Tests: N/A

Record Information

Film or Specimens Evaluated by; Larry Spence Company: Corlac Industries
Welding supervised by: _Larry Spence
Mechanical tests conducted by:_N/A Laboratory test no.: N/A

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

ACCREDITED OR{ANIZATION:_Corlac Industries AOQP No.: 7171___Expiry Date: August 26, 2013
Certified by: s Examiner File No. E-00343 Date: May 30, 2012

P.Q. Card No SRy A Performance Test Reference No.. _N/A

Test Coupon |.D o~ . 3G, Cown May 30/12, KJ Date Coupon is to be retained to:__90 Days from test




‘ﬂD S ‘n WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

{ha pressure equipment safely aulhcrity

Welder's Name;_Kenneth Johnson ABSA File No.:_N/A Stamp No.;_KJ
.dentification of WPS followed by welder during welding of test coupon; 13 Rev 4 W.P. Reg. # WP-5112
Base material(s) welded:__G40.21-38W Thickness: .375 (X Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW SMAW SMAW
Type of Welding (i.e., Manual, Semi-Auiomatic) Used: Manual Manual Manual _ Manual
Base Metal P Number: 1 To P Number. 1 P1-P15F
X Plate [JPipe (enter diameter if pipe or tube). Plate >2 7/8" OD Flat Only
Backing (metal, weld metal, double-welded, etc.): Dbl welded Weld Metal Dbl Welded With Only
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only): Ee010 E7018-1
Filler Metal or Electrode F-Number(s): F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW):  N/A N/A NIA N/A
Consumable Insert for GTAW or PAW:  N/A N/A N/A N/A
Deposit Thickness for each process or electrode type, efc. (in.); 125" 250" 250" 500"
Process/Electrode 1: 3 layers minimum ] Yes B No Process/Elecirode 2: 3 layers minimum [] Yes [X] No
Welding Position (2G, 6G, 3F, elc.): 36 3G 3G/1G6 3G/G
Vertical Progression (Uphill or Downhill): Down Up Down Up
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/ NiA NIA NIA
Transfer Mode (spray/globular or pulse to short circuit- GMAW): N NIA N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): n/a N/A NiA N/A
Results
Visual Examination of Fit-Up; Root Gap;_3/32" Tack Welds: OK { Length:_1/4" Number; 3 )

Root Pass (Describe Discontinuity if Unacceptable): OK

Completed Weld (Describe defects if unacceptable): _OK

Bend Test.®@ Transverse Root and Face [QW-462.3(a)] [0 Longitudinal Root and Face [QW-462.3(b)] [0 Side [QW-462.2]

O Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] [ Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
0O Macro Test for Fusion [Qw-462.5(b)] 0 Macro Test for Fusion [QW-462 5(e)]
Type Result Type Result Type Result
Root 1 Pass Face 2 Pass
Root 3 Pass Face 4 Pass
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: _N/A U.T. Results: N/A
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen); N/A
Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Size (leg.): N/A X _N/A inch. Convexity: N/A_ inch. or Concavity: N/A _inch.

Other Tests: N/A

Record Information

Film or Specimens Evaluated by: Larry Spence Company: Corlac Industries
Welding supervised by: Larry Spence
Mechanical tests conducted by:_N/A Laboratory test no.. N/A

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

ACCREDITED ORGANIZATION:_Corlac Industries AOQP No.: 7171 Expiry Date: August 26, 2013
. ’%:—/ Examiner File No. E-00343 Date: May 30, 2012

Certified by
A -TA Performance Test Reference No.: N/A

P.Q. Card :
3G, UP_May 30/12, KJ Date Coupon is to be retained to:__90 Days from test
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ihe pressure equipmeni salety authority

Welder's Name;_Kenneth Johnson

ABSA File No.: N/A

WELDER QUALIFICATION RECORD (WQR)

Identification of WPS followed by welder during welding of test coupon;_18-LT Rev 5

Base material(s) welded;__G40.21-38W

Thickness:

37H!

Testing Conditions and Qualification Limits

Welding Variables (QW-350)

Welding Process(es) Used:;

Type of Welding (i.e., Manual, Semi-Automatic) Used:
Base Metal P Number: 1 To P Number:

(enter diameter if pipe or tube):
Backing (metal, weld metal, double-welded, etc.);

Filler Metal or Electrode Specification(s) (SFA) (info only):

Filler Metal or Electrode Classification(s) (info only):

Filler Metal or Electrode F-Number(s):

Filler Type (solid/metal or flux cored/powder) (GTAW or PAW):
Consumable Insert for GTAW or PAW:

Deposit Thickness for each process or electrode type, ete. (in.):

K Plate [ Pipe

Actual Values

AB-T6A 2010-09

Stamp No.: KJ
W.P. Reg. # WP-511.2
& Test Coupon [] Pred. Weld

Range Qualified

SMAW SMAW

Manual Manual

1 P1to P15F
>2 7/8" QD Min.

Dbl Welded Dbl Welded

54

E308-17

F5 F5

NiA N/A

NIA NIA

375" .750"

Process/Elecirode 1: 3 layers minimum [] Yes [ No Process/Electrode 2; 3 layers minimum [] Yes X No
Welding Position (2G, 6G, 3F, etc.): 46 1G, 4G
Vertical Progression (Uphiil or Downhilly: A N/A
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: nja NIA
Transfer Mode (spray/globular or pulse te short circuit- GMAW): A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): n/A N/A
Resuits
Visual Examination of Fit-Up; Root Gap;_1/8" Tack Welds: OK { Length:_1/4" Number: 2 )

Root Pass (Describe Discontinuity if Unacceptable): OK

Completed Weld (Describe defects if unacceptable): _OK

Bend Test: @ Transverse Root and Face [QW-462.3(a)] O Longitudinal Root and Face [QW-462.3(b)] (] Side [QW-462.2]

[0 Pipe Bend Specimen, corroslon-resistant overlay [QW-462.5(c)]
O Macro Test for Fusion [QW-462.5(b)]

(J Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d))
O Macro Test for Fusion [QW-462.5(e))

Type Resuit Type Result Type Result
Root 1 Pass Face 2 Pass
[ Root 3 Pass Face 4 Pass
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: N/A U.T. Results: N/A
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen); N/A
Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Size (leg.): N/A X _NI/A inch. Convexity: N/A___inch. or Concavity: N/A__inch.

Other Tests; N/A

Record Information

Film or Specimens Evaluated by: Larry Spence

Welding supervised by:

Company: Corlac Industries

Mechanical tests conducted by:_N/A

Laboratory test no.:

N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the requirements of Section IX of the ASME Boiler and Pressure Vessel Code.
ACCREDITED ORBANIZATION:

Corlac Industries

Examiner File No. E00343
Performance Test Reference No.:
Date Coupon is to be retained to:

AOQP No.: 7171 Expiry Date: August 26, 2013

Date: December 6, 2012

N/A

90 Days
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the pressure aquipment safely aulhorily

\Welder's Name: Travis Fontaine

ABSA File No.: N/A

WELDER QUALIFICATION RECORD (WQR)

AB-T6A 06/02

Stamp No.._TF

.Jdentification of WPS followed by welder during welding of test coupon; WPS 19-LT Rev 5 _W.P. Reg. # WP-511.2

Base material(s) welded__SA-36

Thickness:

375"

Testing Conditions and Qualification Limits

Welding Variables (QW-350)

Actual Values

Test Coupon [_] Prod. Weld

Range Qualified

Welding Process(es) Used: SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: MANUAL MANUAL
Base Metal P- or S-Number: 1 To P- or S-Number: 1 P1 - P15F
& Piate [ Pipe (enter diameter if pipe or tube): 2 7/8" OD min.
Backing (metal, weld metal, double-welded, etc.}: Dbl Welded| Dbl Welded
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.4
Filler Metal or Electrode Classification(s) (info only): E309-17
Filler Metal or Electrode F-Number(s); F-6 F5
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): n/a nfa
Consumable Insert for GTAW or PAW. wa n/a
Deposit Thickness for each process or electrode type, etc. (in.): 375 750"
Process/Electrode 1: 3 layers minimum [J Yes [X] No Process/Electrode 2: 3 layers minimum [] Yes [X} No
Welding Position (26, 6G, 3F, etc.): 26 1G, 2G
Vertical Progression (Uphifl or Downhill):  nta n/a
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW:  n/a n/a
Transfer Mode (spray/globular or pulse to short circuit- GMAW):  nja n/a
GTAW Current Type/Polarity (AC, DCEP, DCEN): nia nfa
Results
Visual Examination of Fit-Up; Root Gap,_1/8" Tack Welds: OK ( Length: 1/4" Number: 2 }

Root Pass (Describe Discontinuity if Unacceptable); OK

Completed Weld (Describe defects if unacceptable): QK

Bend Test: [ Transverse Root and Face [QW-462.3(a)] [J Longitudinal Root and Face [QW-462.3(b)} [J Side [QW-462.2)

O Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(¢)]
O Macro Test for Fusion [QW-462 5(b)]

[0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(e)}

Type Result Type

Result

Type

Result

Root 1 Pass Face 2

Pass

Root 3 Pass Face 4

Pass

(For alternative qualification of groove welds by radicgraphy to QW-191)

Radicgraphic Results: _N/A

Fillet Weld - Fracture Test (Describe location, nature and size of any crack or fearing of specimen). N/A

Length and Per Cent of Defects: N/A
Macro Test-Fusion: N/A

inches

N/A

Appearance-Fillet Size (leg.); N/A
Other Tests: N/A

X _N/A inch. Convexity:

N/A

inch. cr Concavity: N/A

inch.

Record Information

Film or Specimens Evaluated by: Larry Spence

Welding supervised by: Larry Spence

Company: Corlac Industries

Mechanical tests conducted by:_N/A

Laboratory test no.:

N/A

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

"ACCREDITED ORGANIZATION: Corlac Industries

AOQP No.: 7171

Expiry Date: August 26, 2013

Certified by: ~ow_____ Examiner File No. E00343 Date: April 17, 2012
P.Q. Card Ng~{Whe d) N/A Performance Test Reference No.: _N/A
Test Coupon1:B- ) 19-LT, 2G, Q4/17/12 Date Coupon is to be retained to:___ 80 Days




‘n‘DS ﬂ WELDER QUALIFICATION RECORD (WQR) AB-T6A 06/02

the pressure equipment salely authorily

Welder's Name:_Travis Fontaine ABSA File No.._N/A Stamp No.:_TF
{entification of WPS followed by welder during welding of test coupon; WPS 13 Rev 4 W.P. Reg. # WP-511.2
Base material(s) welded__SA-106-B Thickness; .218" [X] Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used. _MANUAL MANUAL MANUAL MANUAL
Base Metal P- or S-Number: 1 To P-or S-Number: _1 P1 - P15F
(] Plate [X]Pipe (enter diameter if pipe or tube): NPS 2 1" OD Min.
Backing (metal, weld metal, double-welded, etc.): _without weld metal with or withoul  with only
Filler Matal or Electrode Specification(s) (SFA} (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only). _Es010 E7018-1
Filler Metal or Electrode F-Number(s): _F-3 F-4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW). _wa nia nia nia
Consumable Insert for GTAW or PAW: _n/a n/a nia nia
Deposit Thickness for each process or electrode type, etc. (in.): _.125" 0.930" 250" .186"
Process/Electrode 1: E6010 3 layers minimum (] Yes [KINo  Process/Electrode 2: E7018-1 3 layers minimum [ Yes [X] No
Welding Position (2G, 6G, 3F, efc.): _8G 6G All All
Vertical Progression (Uphill or Downhill): _Up Up Up Up
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: n/a n/a nia n/a
Transfer Mode (spray/globular or pulse to short circuit- GMAWY).  n/a n/a nia nfa
GTAW Current Type/Polarity (AC, DCEP, DCEN): _nia n/a nia nla
Results
fisual Examination of Fit-Up; Root Gap;_3/32" Tack Welds: OK ( Length: 1/4" Number: 3 )

Root Pass (Describe Discontinuity if Unacceptable}. OK

Completed Weld (Describe defects if unacceptable): OK

Bend Test [® Transverse Root and Face [QW-462.3(a)] O Longitudinal Root and Face [QW-462.3(b)] [0 Side [QW-462.2)

[0 Pipe Bend Specimen, corrosion-resistant overtay [QW-462.5(c] [0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] [ Macro Test for Fusion [QW-462.5(e)]
Type Result Type Result Type Result
Root 1 Pass Face 2 Pass
Root 3 Pass Face 4 Pass

(For alternative qualification of groove welds by radiography to QW-191)
Radiographic Results: _N/A

Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen). N/A

Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A

Appearance-Fillet Size (leg.); N/A X N/A inch. Convexity: N/A___inch. or Concavity. N/A__inch.
Other Tests: N/A ;

Record Information

Film or Specimens Evaluated by: Larry Spence _ Company: Corlac Industries
Welding supervised by. Larry Spence
Mechanical tests conducted by, _N/A ™~ . ' Laboratory test no.. _N/A

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

A\CCREDITED ORGANIZATIQN:_Corlac Industries AOQP No.: 7171 Expiry Date: August 26, 2013
Nero o Examiner File No. E00343 Date: January 23, 2012

Ceoney NI/ Performance Test Reference No.: _N/A

Test Coupon™: ( 5 Jan 23/12, TF Date Coupon is to be retained to.__ 90 Days




‘HDS ‘n WELDER QUALIFICATION RECORD (WQR) AB-764 201009

the pressure equipment safely authority

Welder's Name: Travis Fontaine ABSA File No.. N/A Stamp No.._TF
lentification of WPS followed by welder during welding of test coupon; 13 Rev 4 W.P. Reg. # WP-511.2
Base material(s) welded;_G40.21-38W Thickness: .375 < Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: Smaw SMAW SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual Manual Manual
Base Metal P Number: 1 To P Number; 1 P1-P15F
X Plate [J Pipe (enter diameter if pipe or tube): _Plate >2 7/8" OD Flat Only
Backing (metal, weld metal, double-welded, efc.): Dbl Welded Weld Metal Dbl Welded With Cnly
Filler Metal or Electrode Specification(s) (SFA) {info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only): E6010 E7018-1
Filler Metal or Electrode F-Number(s). F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): n/a N/A N/A N/A
Consumable insert for GTAW or PAW:  niA N/A N/A N/A
Deposit Thickness for each process or electrode type, etc. (in.): 125" 250" 250" 500"
Process/Electrode 1: 3 layers minimum [] Yes No Process/Electrode 2: 3 layers minimum [J Yes [X No
Welding Position (2G, 6G, 3F, etc.): 36 3G 3G/ 1G 3GNG
Vertical Progression (Uphill or Downhill):  Down Up fill / Down Up fill /
Down cap Down cap
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW.  n/A N/A N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW): N/ N/A N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): n/a N/A NIA NiA
Results
Visual Examination of Fit-Up, Root Gap;_3/32" Tack Welds: OK { Length:_1/4" Number: 3 )

Root Pass (Describe Discontinuity if Unacceptable): OK

Completed Weld (Describe defects if unacceptable): _QK

Bend Test: ® Transverse Root and Face [QW-462.3(a)] [ Longitudinal Root and Face [QW-462.3(b)] O] Side [QW-462.2]

(0 Pipe Bend Specimen, corrosion-resistant overiay [QW-462.5(c)] [0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] [0 Macro Test for Fusion [QW-462.5(e)]
Type Result Type Result Type Result
Root 1 Pass Face 2 Pass
Root 3 | Pass Face 4 Pass |
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: _N/A U.T. Results: N/A
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen);. N/A
Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Siza (leg.); N/A X _N/A inch. Convexity: N/A __ inch. or Concavity: N/A__inch.

Other Tests; N/A

Record information

Film or Specimens Evaluated by: Larry Spence Company: Corlac Industries
Welding supervised by: Larry Spence
Mechanical tests conducted by: N/A Laboratory test no.: _N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
1ccordance with the requirements of Section IX of the ASME Boiler and Pressure Vessel Code.
ACCREDITED ORAN 0HON:_Corlac Industries AOQP No.: 7171 Expiry Date: August 26, 2013

Certified by 7~ \>x Examiner File No. E-00343 Date: January 23, 2012
P.Q. Card %- eyt Performance Test Reference No.: _N/A
Test Coupon TB-No. 43 36, Jan 23/12, TF Date Coupon is to be retained to:__ 90 Days from test




244

the pressura equipmant safaty authorty

‘Welder's Name:_Travis Fontaine

dentification of WPS followed by welder during welding of test coupon; WPS 19-LT Rev 5
Thickness:_.375"

Base material(s) welded. SA-36_

ABSA File No.: N/A

WELDER QUALIFICATION RECORD (WQR)

AB-76A 06/02

Stamp No.:_TF

W,

Testing Conditions and Qualification Limits

Welding Varlables (QW-350)

Actual Values

P. Reg. # WP-511.2
B4 Test Coupon [] Prod. Weld

Range Qualified

Welding Process(es) Used: SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: MANUAL MANUAL
Base Metal P- or S-Number: 1 To P- or S-Number: 1 P1-P15F
X Plate [ Pipe (enter diameter if pipe or tube): 2 7/8" OD min,
Backing (metal, weld metal, double-welded, etc.): Dbl Welded! Obl Welded
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.4
Filler Metal or Electrode Classification(s) (info only): E309-17
Filler Metal or Electrode F-Number(s): F-5 F§
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): n/a
Consumable Insert for GTAW or PAW; nia nfa
Deposit Thickness for each process or electrode type, etc. (in.): 375 750"

Process/Electrode 1: 3 layers minimum [J Yes ] No

Process/Electrode 2;

3

yers minimum [] Yes [ No

Welding Position (2G, BG, 3F, et¢.): 36 1G, 3G
Vertical Progression (Uphill or Downhill): _uUp Up
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW:  n/a nfa
Transfer Mode (spray/globular or pulse to short circuit- GMAW):  p/a nfa
GTAW Current Type/Polarity ({AC, DCEP, DCEN): wa nia
Results
Visual Examination of Fit-Up; Root Gap:_1/8" Tack Welds: OK { Length:_1/4" Number; 2 }

Root Pass (Describe Discontinuity if Unacceptable): OK
Completed Weld {Describe defects if unacceptable): _OK

Bend Test: @ Transverse Root and Face [QW-462.3(a)] O Longitudinal Root and Face [QW-462.3(b)] (] Side [QW-462.2]
O Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
0O Macro Test for Fusion [QW-462.5(e)]

[ Pipe Bend Specimen, corrosion-resistant overlay [QW-462 5(c)]
O Macro Test for Fusion [QW-462.5(b)]

Type

Resuit

Type

Result

Type

Result

Root 1

Pass

Face 2

Pass

Root 3

Pass

Face 4

Pass

(For alternative qualification of groove welds by radiography to QW-191)
Radiographic Results: _N/A

Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen): N/A

Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Size (leg.): N/A X _N/A inch. Convexity: N/A inch. or Concavity: N/A _inch.

Other Tests: N/A

Record Information

Film or Specimens Evaluated by: Larry Spence Company: Corlac Industries

Welding supervised by: Larry Spence

Mechanical tests conducted by:_N/A Laboratory test no.:  N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the requirements of Section IX of the ASME Boiler and Pressure Vessel Code.
ACCREDITED ORGANIZA ._Corlac Indusiries AOQP No.: 7171 Expiry Date: August 26, 2010

Certified by: - Examiner File No. E00343 Date: April 18, 2012
d): NUA™

P.Q. Card W’-ﬁ Performance Test Reference No.; N/A
Test Couponto_No m@LT, 3G, 04/18/12 Date Coupon is fo be retained to;__ 90 Days




260

the prassure equipment safety authority
‘Welder's Name; Matt Reichle

WELDER QUALIFICATION RECORD (WQR)

ABSA File No.:_N/A

Jentification of WPS followed by welder during welding of test coupon; WPS 13 Rev 4

Base material(s) welded;_SA-106-B

Thickness:; 218"

Testing Conditions and Qualification Limits

Welding Varlables (QW-350)

Type of Welding (i.e., Manual, Semi-Automatic) Used:
Base Metal P- or S-Number; 1 To P- or S-Number:

] Plate

Backing (metal, weld metal, double-welded, etc.};

Filler Metal or Electrode Specification(s} (SFA) (info only):
Filler Metal or Electrode Classification(s) (info only):

)

)

F|Iler Type (solid/metal or flux cored/powder) (GTAW or PAW):

Deposit Thickness for each process or electrode type, ete. (in.):
Process/Electrode 1: EB010 3 layers minimum [J] Yes X No

Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW:
Transfer Mode (spray/globular or pulse to short circuit- GMAW):
GTAW Current Type/Polarity (AC, DCEP, DCEN}:

Visual Examination of Fit-Up; Root Gap;_3/32"

Actual Values

AB-T6A 06/02

Stamp No.._MR
W.P, Reg. # WP-511.2
[X] Test Coupon [] Prod. Weld

Range Qualified

Welding Process{es) Used: SMAW SMAW SMAW SMAW
MANUAL MANUAL MANUAL MANUAL
1 P1 - P15F
X Pipe (enter diameter if pipe or tube): NPS 2 1" 0D Min.
without weld metal with or without _ with only
5.1 5.1 i
EGO10 E7018-1
Filler Metal or Electrode F-Number(s): F-3 F-4 F3 Fa
n/a n‘a nia nia
Consumable Insert for GTAW or PAW: /e nfa n/a nia
.125* 0.093" .250" 186"
Process/Electrode 2: E7018-1 3 layers minimum ] Yes No
Welding Position (2G, 6G, 3F, etc.). &G 8G All All
Vertical Progression (Uphill or Downhill}); _up Up Up Up
n/a nfa nfa nia
nfa nia nfa nfa
n/a nfa nfa n/a
Results
Tack Welds: OK { Length: 3/16"  Number. 3 )

Root Pass (Describe Discontinuity if Unacceptable): CK
Completed Weld (Describe defects if unacceptable): OK
Bend Test:[® Transverse Root and Face [QW-462.3(a)] {J Longitudinal Root and Face (QW-462.3(b)] [ Side [QW-462.2]

[J Pipe Bend Specimen, corrosion-resistant overlay [(QW-462.5(c)]
[0 Macro Test for Fusion [QW-462.5(b)]

[J Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(e)]

Type Result Type Result Type Result
Root 1 Pass Face 2 Pass
Root 3 Pass Face 4 Pass
(For alternative qualification of groove welds by radiography to QW-181)
Radiographic Resuits:_N/A
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen)_N/A
Length and Per Cent of Defects: N/A inches N/A
Macro Test-Fusion: N/A
Appearance-Fillet Size (leg.): N/A X _N/A inch. Convexity: N/A inch. or Concavity: N/A__inch.

Other Tests: N/A

Record Information

Film or Specimens Evaluated by: Larry Spence
Welding supervised by: Larry Spence

Mechanical tests conducted by:_N/A

Company: Coriac {ndustries

Laboratory test no.:

N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the requirements of Section [X of the ASME Boiler and Pressure Vessel Code.

ACCREDITED OR
Certified by
P.Q. Card

Test Coupo

sw
136G Mar 2/12, MR

ANIZATION:_Corlac Industries

!

AOQP No.. 7171
Examiner File No. E00343

Performance Test Reference No..
Date Coupon is to be retained to:

Expiry Date; August 26, 2013

Date: March 2, 2012

N/A

90 Days




: WELDER QUALIFICATION RECORD (WQR) AB-76A 0802
FOREMOST UNIVERSAL LP

e tmaminn sl smiety aulbonty

Welder's Name__Chris James ABSA File No.;__ W 26752 e SE@MPpNO.__BD
«dentification of WPS followed by welder during welding of test coupon: COR-8 WP Reg # WP-19872
Base matenialis} welded._SA 1088 Thickness: 344" [ Test Coupon ] Prod. Weld
Testing Conditions and Qualification Limits )
Welding Variables (QW-350) Actual Values " Range Qualified
Welding Process(es) Used: SMAW  SMAW | SMAW  SMAW
Type of Welding (i e., Manual, Semi-Aviomatic) Used. manuaL MANUAL | MARUAL _MANUAL
Base Metal P- or S-Number: 1 To P- or $-Number: P9 — .
CIPiate [ Pipe (enter diameter if pipe or tube): 2" NP§ e |tODMn
Backing (metal, weld melal, double-welded, efc); wihow  wedmetat | withor without  with only
Filler Metal or Electrode Specification(s) {8FA) (info only). 51 51
Filler Metal or Electrode Classification(s) (info only): _eeoi0 £70181
Filler Metal or Electrode F-Number(s): v N . I LFE R
Filler Type (solid/metal or flux coredipowder) (GTAW or PAWY:  na n/a na na_,
Consumable Insert for GTAW or PAW:  n i ns ol S
Deposit Thickness for each process or electrode type ete. (in) 128" 219 200 A
Process/Flectiods 1: 3 tayers minimum [ Yes [ No Process/Electrode 2. 3 tayers minimun [ Yes {Eﬂ Nn
Welding Position (26, 83, 3F elc) &5 5 i A N
Vertical Progression (Uphili or Downhill),  Unhig _Liphil Lghil Upshsill
Fuel Gas for OFW or Inert Gus Backing for GTAW, PAW, GMAW. e fifa i , s ey
Transfer Mode (spray/giobular of pulse to short circut- OMAW): _p i ws na__
GTAW Current Type/Polarty (AC, DGEP, DCENY:  na wa  |wa . pa
Results

Visual Examination of Fit-Up; Root Gap; 3 3/2” Tack Weids. OK ( Length: 174
Root Pass (Describe Discontinuity if una«:&pwim} O

Completed Weld (Describe defects if unaceeptable) OK

Bend Test [ Transverse Root and Face [QW-462, Ma)j (3 Longitudinal Roct and Face [QW.-462 3} ) Side {csz 462.2}
11 Pipe Bend Specimen, corosten-resistant averlay [W-462 Sy 1 Plate Bend Specimen, cormsion-resisiant overlay {82 By

_Number 3 ) .

(3 Macro Test for Fusion [QW-462 5(b)) €1 Macro Test for Fusion [QW-462 5(e)]

____ Type Result e | Resut ji o Type | Resut |
Roei 1 Fass ! Face 3 F‘m llllll IR s |
Rapt 3 Pass Face 4 | - ____.f. et

{For alternative qualification of groove welds by z@a’aogra;;hy to OW- 19”1)
Radiographic Resulls /A
Fillet Weld - Fracture Test (Describe location, nature ang size of any crack or tearing ol specimen). N/A

Length and Per Cent of Dafects:  N/A inches MNIA
Macro Test-Fusion: __ NIA _ _
Appearance-Fillet Size (leg.), N/IA X NIA ineh. Convexity. NIA __inch or Congavity, NIA inch,

Other Tests:  N/A

Record Information

Fiim or Specimens Evalusted by Morris Linge _ Company. Corlag IND
Welding supervised by:  Moriis Linge _
Mechanical tests conducted by M4 . i.amratory test no: _ NIA

We certify that the statements In this record are correct and that the test coupons were prepared, walded and testied in
ccordance with the requirements of Section 1X of the ASME Boiler and Pressure Vesset Code.
ACCREDITED ORGAMZATEON VQRLAQ INDUSTRIES  AOQP No: 7171 Expiry Date: _November 14/ 2010

Certified by: AP re Lergs Examiner File No. _‘WG00248 Date:  July 24/ 2008
P.Q. Card No. {(When **ssuﬁd} ?.42 Performance Test Reference No© __N/A

Test Coupon 1D No'___Cor.8-F3 F4 -6G-08-07-23.BD Date Coupon is to be retained o
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PRESSURE PIPING

EXAMINATION CHECK LIST

JOBNO.: 28978

DRAWING NO.: T-028978-D104 Sht.1&2

. : OWNER

ITEM: Steam Heat Coil 028978-2 QC DATE INSPECTOR DATE
Welding Procedures qualified & re stered . I

ik ;&BgSA weCHres quatine i P 0CT 18 2013 gﬂ Pt LQ/JJ
Welders qualified to procedure - 0CT 182013 éf )
Welders P.Q. Cards valid < 0CT 18 203 G/ \
Material checked against drawings & 0CT 2 1 701
| specifications for proper identification P i e

Radiography films, interpretation sheets .

reviewed P 0CT 2 12013 ﬂ .-
NDE reports reviewed :, 0CT 2 12013 Qf \J/
Heat treatment completed, chart filed 2. I\J IA
Fabrication monitored for root spacing, ) | : P / 2

reparation, alignment, preheat, etc. p7 4 . éﬂ No¥

All welds identified with welders symbol /s NOV 2 § 2013 ép )
Completion of NDE & heat treatment 40 8110 ¥

recorded on construction drawings POk NOV'Z 3 1013 a/

Visual of welds completed NOV 2 9 2013 M /
Deficiencies completed L NOV 2 9 2013 [{/) !
Pressure test checked & NOV 2 9 2013 W

Construction and test data report AB-83 . -
completed & NV 297013 aﬂ V
Records delivered to owner

—




PRESSURE PIPING EXAMINATION GUIDE

Examination Prior to Test (Punching)

Q.C. Insp.

Pipe material specification correct.

2. | Flanges, ratings, schedule material specification correct. Lo NOV 2 8 2013
3. | Fittings, tees, return bends, reducers couplings, weldolets, etc. correct s
schedule material specifications. P |
4. | Valve identification - Manufacturers name tag, etc. correct. Y7
5. | Valves installed correctly, flow direction, accesses, rising stems free
from obstructions. Clearance for removal adequate. A//Z,’
6. | Lubrication fittings, drains, etc. installed as required. Y
7. | Bolts and studs length and material correct. Studs at least flush with
heads (max. thread exposure beyond nut should be about 2 threads). NOV 7 9 2013
8. | Gaskets are correct type, material size, etc. P 0V 7 {
9. | All welding satisfactory and traceable to welder’s symbol. V74 0V 292013
10. | Seal welding complete - threads covered. A
I'1. | All attachment welds satisfactory. A
12. | AlINDE heat treatment complete, records filed. P NOV 2 9 2013
13. | Guide anchors and shoes required installed correctly (high temp.
lines). NIA
14. | Line supports adequate - supports to be checked against drawings. P74 NOV 2
I5. | Spring hangers - correct type. 7
16. | Lines have adequate allowance for expansion. 4
17. | Bellow type expansion joint correct type and installed correctly. AR
18. | Required cold spring applied. 4
19. | Orifice runs have specified straight length of pipe - located correctly, _
etc. v
20. | All deficiencies recorded on punch list.




PRESSURE PIPING EXAMINATION GUIDE

Q.C. Insp. Date
Test Preparation
All punch list items corrected. A
Test blinds correct thickness. P74
All items which could be damaged by test isolated or removed (control
valves, safety valves, instrument expansion joints, etc.). Py
Equipment with internals re filters that could be damaged, isolated all ’
required. ,/L//‘f
Vents and drains correctly installed. i NOV 2 9 2013
Open and closed position of all valves verified. o NOV 2 3 2013
Shipping bars in place - bellows. /L/ﬂ

Stops in place hangers. W

Test Completion

All temporary blinds, blanks removed. /A

Temporary gaskets changed for correct gaskets.

Temporary supports removed.

~J[A
Shipping bars removed from bellows. B /m
Spring hanger stops removed - cold setting checked. /A
Safety valves - "UV" or "V" symbol and correct pressure and capacity.

N
Safety valve vents correct size - adequately supported drain holes and/or
weather hoods installed. AI/A

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




AB-83 2011-09

PRESSURE PIPING CONSTRUCTION AND TEST DATA REPORT

In accordance with the provisions of the PESR Section 31(1)

Shop Construction E; Field Construction [,
the pressure equipment safety authority Final Data Report BJ;  Partial Data Report [J (from one ABSA- authorized Contractor to another
ABSA- authorized Contractor).

Complete both sides of this Form

I. Constructed By: Foremost Universal LP Owner’s Job No: N/A
(Name of ABSA authorized primary contractor or subcontractor)
Lot 9, County Energy Park, Lloydminster, AB, T9V 3A2 Canada
(Address)
Certificate of Authorization Permit No. AQP-1321] Expiry Date: August 26, 2016

2. Constructed For: N/A

(Name of primary contractor it different from above)

N/A

(Address)
Certificate of Authorization Permit No. AQP-1061 Expiry Date: Sept.15,2013

(Required when the primary contractor undertakes some/all of the quality functions, e.g., NDE, PWHT, Tie-in, fabrication, hydro test, final assembly etc.)

3. Owner: Devon Canada 2000, 400-3rd Ave. S.W. Calagry,AB. T2P 4H2

(Name and address)

LSD: 11-2-39-08 W5M

(Location 0Fin§tallation)
Certificate of Authorization Permit No. AQP- N/A Expiry Date: N/A

(Required when the owner undertakes some/all of the quality functioﬁ-s. e.g.. NDE, PWHT, Tie-in, fabrication, hydro test. final assembly etc, )

4. Piping Design Alberta Registration No.: PP- PP-07224-R-uz-P

(Required if aggregate piping volume is over 0.5n")

5. Design Responsibility: Owner ; Contractor X

6. WP No.: WP-3299.2 Company: Foremost Universal LP Owner’s WP No. (If used): WP-N/A
(Alberta Registration No.) (Alberta Registration No.)

WPS No(s). used: 15 Rev 5, 20-LT Rev | : Owner’s WPS No(s). (If used): N/A

7. Code: ASME B31.1 Non Boiler External Piping 0;  ASME B31.1 Boiler External Piping [7J;
B31.5 (0: B31.9 [J; CSA Z662 Steam Pipelines [7;

ASME B31.3 & - Service Category: Normal ®, D 0, M [, High Pressure [J; Severe Cyclic Condition [
High Purity [J

Drawing No. Fluid Des. T;—r}nes""c Pressure Test Pipe Mat'l CA Pipe NPS Flange PWHT/
Rev. No. (Air/Stm. Press. (Ma:}:. & Test Medium Spec. & m ' & Material & Preheat NDE
Line No. Etc.) kPa Minh) kPa ! Grade i Schedule Rating Temp.'C
T-028978 W.0.G. 1585 -29/180 2378 Water SA-160B 32 2XS SA-105N N/A/10 10% RT
D-104 sht 1 100% VT
Rev 1
T-028978 W.0.G. 1585 -29/180 2378 Water | SA-333-Gr.6 3.2 2XS SA-350 N/A/D 10% RT
D-104 sht 2 LF2 CL1 100% VT
Rev 1

Constructed by: Foremost Universal [P Owner's Job # N/A Page 1 of 2



AB-83 2011-09

Partial Data Reports certified by sub-contractors are listed below and attached to this Data Report []

4 Dwg. No. Sub-contractor AQP No. Expiry
e Ling'Ne; Spicel Na. (with Rev. No.) (Name) (if from Alberta)| (if from Alberta)

Dwg T-028978-D104 sht 1 of 2 is a Category H fitting registered under CRN 0H09853.213
Dwg T-028978-D104 sht 2 of 2 are the Heat Coil nozzles through the tank shell
Foremost Universal LP WO# 028978.

Remarks: For partial data report provide information about the code work that was not completed by the subcontractor (e.g.,
hydrostatic test, PWHT etc.). For final data report provide information about the code work that was not completed by
subcontractors and subsequently completed by the prima contractor (e.g., hydrostatic test of entire assembly, PWHT etc.)

Endorse certificate *A” or ‘B’

workmanship of the piping fabrication conform to the
registered quality system and the applicable Piping

A. CERTIFICATE OF COMPLIANCE B. CERTIFICATE OF COMPLIANCE
Signed by the subcontractor when supplying this certificate as a Signed by the primary contractor when supplying this certificate as a
Partial Data Report Final Data Report
We certify that the statements in this Data Report are We certify that the statements in this Data Report
correct and that materials, construction and are correct and that piping job no. 28978

described in this Data Report was constructed in
accordance with the Province of Alberta Safety

Final Data Report signed by Primary Contractor

code(s). : .
Date'( ) Codes Act and Regulations, and applicable
ASME Piping Code(s).
Contractor :
Date:Nov. 29/13 Foremost Universal LP
Contractor
Print Authorized Representative’s Name Signature
) _ Ben Reed — )/
This certificate is not valid unless it forms part of a Print Authorized Representative's Napie_—~  Signature
~

CERTIFICATE OF INSPECTION

property damage or a loss of any kind arising from or connected with this inspection.

I, the undersigned, employed by _ pATL 10 3P CN\one (oo have verified that all required
examination and testing has been completed, and inspected the piping described in this construction data report to the
extent necessary to be satisfied that it conforms to all applicable examination requirements of the Code and of the
engineering design, and state that, to the best of my knowledge and belief, the contractor has constructed this piping in
accordance with the Alberta Safety Codes Act and Regulations. By signing this certificate neither the inspector nor his or
her employer makes any warranty, expressed or implied, concerning the piping described in this construction data report.
Furthermore, neither the inspector nor his or her employer shall be liable in any manner for any personal injury or

Date: N oV . 2‘?‘ (3 Date:
Q  RpATD

Owner’s Inspector Name (please print) ABSA Safety Codes Officer (please print)
,/M/- (BOILER EXTERNAL PIPING ONLY)

Owner’s Inspector Signature: ABSA Safety Codes Officer’s Signature

Current version of this Form may be obtained from www absa.ca

Constructed by: Foremost Universal LP Owner's Job # N/A

Page 2 of 2






RADIOGRAPHIC RT-173422-4
INSPECTION REPORT Page 1 of 1

Exposure Device #: D5676 Source #: 97703B Job / P.O. #: 028978 IRISNDT #: 173422 Date: 20-Oct-13
Cobalt60[] IR192[K] X-Ray[] EFSS: 167 Client: FOREMOST WEST
Film Brand: AGFA #Film/cassette: 1 Location: LLOYDMINSTER, ALBERTA
Code: B31.3 NFS Item Inspected: Piping 2" XS BUTT WELD Material: CARBON
Film # Lo?:iazt?én Welder |IRISNDT | S.0.D. | O.F.D. | # of | Work | Film ) Type an}i Loclatipln of Discontinuities {A)ccfept
Thicknes,s ID Proc. |Inches |Inches |Exp.| Loc. | Type | (rejectable discontinuities in square brackets []) |(R)eject

SN# 28978-2 ATT.DEVON

X-1 2" XS BD RT3 2.03 .343 3 1 D4 A

g::
|

Number of Radiation Barrier Warning Signs Erected: 6 Number of Radiation Barrier Warning Signs Returned: 6
Work Location Legend: [1] Inside Fab. Shop [2] Yard/Lay-down Area [3] Piping/Modular Fab. Area [4] N/A (Other)
IRIS Procedure AB - Arc Bumns EUC - External Undercut IC - Internal Concavity
Single Wall Exposure: 50D = Source-to-object distance (D) BT - Burn Through IUC - Internal Undercut LF - Lack of Fusion
RT1,2,2A 6,7 CK - Crack HB - Hollow Bead LC - Low Cover
Double Wall Exposure OFD. = Source-object-distance (D in T-274.1) EP - Excessive Penstralion IP - Incomplete Penetration MA - Misalignmeant
RT3 3A 4,58 P - Porosity S - Slag
Interpretation by:
Unit#; 572 Kilometers Film Quantity: . ART STREET SNT-TC-1A Il
e — _ 3
3 (2% x5%) D4 CGSE m
In 1030 Out: 1100 Hrs: 5 {Print} Cevel]
CGSB # 12882
In Out Hrs.
Personnel
e
ART STREET — (Print) BEN REED
MIKE V I am in full
agreement with
report contents
s = o~ 0121201
i— = ==
5311 = 86 Streel Edmonton, Albeda, TBE 5T8 Phone. (780) 437-2022 Fax: (T80) 438-1435
Caigary (403) 279-6121 Cold Lake (780) B26-6105 Deer Park, TX (281) 476-4444
Lloydminster (T80) B75-8455 Fort McMurray (780) 743-1526 Matrix Houston, TX (713) 7221177
Bamhead (780) 674-3018 Red Deer (403) 347-1742 Tulsa, OK (918) 448-8773

Nesku (T80) 955-7T616

IRISNDT E-2004N



PRESSURE TEST PROCEDURE & CERTIFICATE

ITEM TESTED: Glycol Heat Coil

SERIAL NO.: 028978-2

Wo. NO.: 28978

CRN OH09853.213

DATE: November 29, 2013

PREPARED: Ben Reed

TEST PERFORMED BY: For

emost

DIAMETER: 2"

LENGTH: 16°-8 11/16

VOLUME: 7.0 ft*

DESIGN PRESSURE: 230 psi

TEST PRESSURE: 345 psi

HOLDING TIME: 10 mins

TEST MEDIUM: Water

MEDIUM TEMPERATURE: 10° C

TEST INSTRUCTIONS

Increase pressure M.A.W.P. and hold for 1| minute, increase to ' of the differential pressure between M.A.W.P. and
max. test pressure, and hold for 1 minute, increase to % differential pressure and hold for 1 minute, increase to test
pressure. Pressure is to be released to M.A.W.P. at the same rate.

NOTES

- The system is to be checked by the QC Inspector prior to testing.

- Provide a vent at the highest point during filling.

Test medium must be at specified temperature.

- Two calibrated gauges must be used with one at the highest point possible.

Pressure gauges will be graduated to approximately four times test pressure and not less than one and one
half times.

The QC Inspector is to be notified after 50% of the holding time has expired.

- The pressure is not to be released until the test has been accepted by the QC Inspector or unless due to
leakage or safety considerations.

YA W —

~ o

Hydrotest heat coil as per drawing 028978 - D104

TEST RESULTS

TEST PRESSURE: 345 psi HOLDING TIME: 10 mins

RESULTS:’DCg<

TEST MEDIUM: Water

MEDIUM TEMPERATURE: 10° C

PRESSURIZING UNIT USED: Baker Pump

PRIMARY GAUGE: AC-2153030 SECONDARY GAUGE: AC-2153028

THIS CERTIFIES THE ABOVE STATEMENTS ARE CORRECT AND THE EQUIPMENT DESCRIBED WAS
FREE FROM LEAKS.

SIGN OFF

DATE: /(s - 32/, o

a f
WITNESS: QMM ’/5?,—\- L

CUSTOMER REP: () Qo \AD /‘{/f /

| DATE: flov 29 /,3




PRESSURE TEST PROCEDURE & CERTIFICATE

ITEM TESTED: Steam Heat Coil

SERIAL NO.: 028978-2

Wo. NO.: 28978

CRN OH09853.213

DATE: f26- &?‘/ 4

PREPARED: Ben Reed

TEST PERFORMED BY: Foremost

DIAMETER: 2"

LENGTH: 153 m

VOLUME: 0.37 m’

DESIGN PRESSURE: N/A

TEST PRESSURE: 10 psi HOLDING TIME: Duration

TEST MEDIUM: Air/Soap/-40 C Washer fluid

MEDIUM TEMPERATURE: 10° C

TEST INSTRUCTIONS

Increase pressure M.A.W.P. and hold for 1 minute, increase to ¥ of the differential pressure between M.A.W.P. and
max. test pressure, and hold for 1 minute, increase to % differential pressure and hold for 1 minute, increase to test
pressure. Pressure is to be released to M.A.W.P. at the same rate.

NOTES

Wbt T

half times.

a

leakage or safety considerations.

The system is to be checked by the QC Inspector prior to testing.
Provide a vent at the highest point during filling.

Test medium must be at specified temperature.

Two calibrated gauges must be used with one at the highest point possible.

Pressure gauges will be graduated to approximately four times test pressure and not less than one and one

The QC Inspector is to be notified after 50% of the holding time has expired.
7. The pressure is not to be released until the test has been accepted by the QC Inspector or unless due to

Air test coil to ensure proper gasket sealing Dwg #T-028978 - D104

TEST RESULTS

TEST PRESSURE: 10 psi

HOLDING TIME: duration RESULTS: Pass

TEST MEDIUM: Air/Soap/-40 C Washer fluid

MEDIUM TEMPERATURE: -17° C

PRESSURIZING UNIT USED: Compressor

PRIMARY GAUGE: AC-2153028

SECONDARY GAUGE:N/A

FREE FROM LEAKS.

THIS CERTIFIES THE ABOVE STATEMENTS ARE CORRECT AND THE EQUIPMENT DESCRIBED WAS

SIGN OFF

DATE:  FEB 77 2014

WITNESS: //o ” %\Z / -

WITNESS:

DATE:

CUSTOMER REP: A\ /22, cundly Mrf

DATE: 0 9 7 200
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MATERIAL LIST

M (M) MTR's REQUIRED AND MATERWL IDENTFIED AS PIR 0.0 MANUAL
LOWPACE TESTRG)  MOME

PART cut MAT
MK |QTY NO. DESCRIPTION LENGTH MATERIAL | WT REQ
1] 2 FLANGE 2° CLASS 300 RFWH x XS BORE SA-105 108
2]e IFLANGE 2" CLASS 300 RFSO SA-105 4
3| 2 [ELBOW 2" SCH X5 x B0° LR. (CUT AS SHOWN) SA—234-wPB| 12
4| 2 IPIPE 2" SCH XS x 1'=1 1/16" LG. 5MLS BBE SA-108~-B 1" "]
5| 2 PIPE 2" SCH XS x 8'=7" LG. SMLS POE x BOE SA-108-B | 88 | M
6|1 PIPE 2° SCH XS x 6'-2 5/8" LG. SMLS PBE SA-108-B | 31 | M
7 e STUD 5/8" x 4" LG. iy )
B | e HEAVY HEX NUT 5/8° NOML (318 38 ]
g | # GASKET 2° CLASS 300 RF x 1/8° THIL (SPRAL WOUND) 316 S5. 1
10| 1e STUD 5/8" x 4 1/4" LG. @ L]
11] 18 WASHER 5/8° NOM. S5 1
12 a'ﬁ;.?"mmmwus
13
14
15
16
17
18
19
20

220
x 1.08
TOTAL (ibs.) 233
HOTES;
1. ALL DIMENSIONS ARE IN S.. AND IMPERIAL UNITS. DIMENSIONS IN BRACKETS ARE IMPERIAL HARD
CONVERSIONS FOR SHOP REFERENCE ONLY.
2. ALL NOZZLE PROJECTIONS ARE GIVEN ALONG THE NOZZLE CENTERLIME.
3, ALL FLANGE RATINGS TO BE ASME B18.5-2009.
4. FLANGE AND BOLT HOLES TO STRADDLE PRINCIPAL CENTERUNE OF TANK.
5. HEAT COL WILL BE UNCOATED CS.
6. THE LENGTH SHOWN FOR MIK.#5 & MK.Ji6 ARE THE FINISHED LENGTHS. PIPE TO BE ROLLED TO 1189
%1%1 LR, CUT TO LENGTH FROM A 10'-0" PIPE.

7. DWG, EDS-8158 REV.1.
8. HEAT COL SHALL BE HYDROTESTED AFTER INSTALLATION INSIDE OF TANK.
9. SEE DWG. T-028978-D104 SHT.2 FOR NOZZLE SPOOL

M‘“:_m
HEAT COIL LENGTH_B-1 m [26—8 117167

A\ [ 1270713 35
21/06/13 5 9K
NO. |OWTE | _sr | o

TN‘SDRMOISTI’EPWIT
PERFORMANCE OF WORK BY FOREMOST U

DEVON CANADA C/0O WORLEYPARSONS
LIQUID EXTRACTION PLANT, LSD: 11-2-39—08
P.0.# 4100001170

P A A A A A

OF FOREMOST UNNERSAL LP AND IS TO BE USED ONLY N |

NIVERSAL LP. REPRODUCTION OR
USE_OF IN #HOLE OR IN_PART FOR_ANY OTHER PURPOSE IS EXPRESSLY FORBIDDEN.

[FoREMOST

W5M

SLOP OIL TANK, TAG# 002-T-08-1118
GLYCOL HEAT COIL DETAILS
e e e

028078

DN B WG WO,
T-028978-D104

A stk b B

Al

12 A




FOREMOST WO 28978 Devon c/o Worleyparsons Heat Coil
#| Dwg# Mark # ITEM THICKNESS MATERIAL HEAT NUMBER Location
1 | D-104 1 0f 2 1 2" Class 300 RFWN XS SA-105 4443569
2 | D-104 1 0f 2 2 2" Class 300 RFSO 300# SA-105 581
3 | D-104 10f2 3 2" LR. Elbow XS SA-234-WPB 97693
4 | D-10410f2 4 2" Pipe XS SA-106-B L11109951
5 | D-10410f 2 5 2" Pipe XS SA-106-B 11109951
6 | D-104 1 of 2 6 2" Pipe XS SA-106-B L11109951
7 | D-10420f 2 1 2" Class 300 RFWN XS SA-350-LF2 CL.1 1249389
8 | D-10420f 2 2 2" Pipe XS SA-333-GR.6 1126428V
9
10
11
12
13
14

15
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Stock
Cet- 917

SAN ENG STEEL FORGING CO LTD

(MILL TEST CERTIFICATE)

P 311, Jen Hsin Road, Jen Wu District ; ;
Kaohsiung, Taiwan, R O.C. EN10204-3.1.B(DIN50049/3 1 B) c""ﬁm‘n""-; b Ll
TEL:07-3724249 ; FAX.07-3712623 Gustomer. YLEEEITTINGS & FLANGES (CANADA) e SRleas
e URL: www.Saneng.com.tw TLTD.
e-makk saneng@Xsts.seed.net tw Order No.: DO00450/S753209857
PRODUCT MATERIAL SPECIFIGATIONS DIMENSIONAL SPECIFICATIONS
ASME B16.5-09
FORGED CARBON STEEL FLANGES ASTM A105-11/ASME SA-105-11g e T i
B CTT LT T TR ST R L
CHEMICAL COMPOSITION (%)

QUANTITY ; —
tem € S [ Wn | P S [Cu|Cr ] N [Mo] VvV W] N CE(3
no'| CODE NO DESCRIPTION w1 T loswos lnso | - a ool Sl Il S i il B 1

0.350 | 0350 |1.050 |0.035 |0.040 |0.400|0.300|0.400]0.120]0.080|0.020| -
1 300 WNRF XS 2 A105N 400PCE  |0.220 |0.210 | 1.150 |0.025 | 0.004 | 0.010] 0.020 | 0.010] 0.002] 0.004 | 0.001 | 0.005 0418
2 30PCE  |0210 |0.220 |1.160 |0.016 |0.00¢ {0.007|0010]0010]0.003| 0.008|0.001 | 0.007 0.408
3 150 BLRF(3"NPT TAP} 4° A105N 20PCE  |0.220 |0.200 |1.160 |0.0158 |0.009 |0.007|0.020]0.010]0.003 | 0.004 | 0.001 | 0.008 0.420
‘ 300 BLRF 4" A105N S8OPCE  |0.212 |0.250 |1.050 |0011 |0.013 |0.018|0.045]0.04810.005 | 0.037 | 0.005 | 0.005 0.409
5 600 BLRF 4" A105N 40PcE  [0200 [0230 [1.120 |0012 |0.002 |0.080]0.1200.120]0.020 | 0.004 | 0.001 | 0.008 0.429
6 300 BLRF(1"NPT TAP) 3" A105N 15PCE  [0.210 | 0220 |1.180 |0.01€ |0.004 |0.007|0.0100.010|0.003 | 0.006 | 0.001| 0.007 0.408
7 150 BLRF(1"NPT TAP) 4" A105N 10PCE  [0.220 [0.200 |1.160 |0.019 |0.009 {0.007|0.020|0.010]0.003| 0.0040.001 0.008 0.620
8 150 WNRF XXS 2 A105N 5PCE  |0220 [0200 [1.160 {0.015 |0.0039 |0.007|0.020|0.010]0.003 | 0.004| 0.001 | 0.008 0420
9 900 BLRF 4° A105N 5PCE  |0200 [0200 |1.120 |0.015 |0.007 |0.100|0.110|0.080 0.030 | 0.010] 0.002 | 0.006 0.427
10 300 SORF 24* A105N 5PCE  |0200 [0.190 [1.050 |0.014 |0.007 |0.110|0.120]|0.030 | 0.020 | 0.001 | 0.002| 0.007 0.413
o TS(1) | Y.S.(1) | ELC1) | Hardness | RACT) Irpact Test i HEAT TREATMENT(2)
farn WMPA) | PA) | (%) | B | (%) Temp: A
No. 'ﬁ? 4850 | 2500 220 . 30.0 Minimum: _Joule BN
ad - x . 187 : 3 3 3 tunmmcs
1| | 444358 5237 | 378 | 386 | Bws | i ACOMINAS S80TX: i
2| aETIN 518.0 350.0 358 1531151 70.4 ACOMINAS ORMS WITH NACE MR0103-12 AND NACE
3| as2518 5350 | 3880 | 326 | 154151 | 695 ACOMINAS s T o CLADEEE LATEION S
4| 21379 5139 354.0 342 | 152150 | 686 NTMK CONFORMS WITH Z245.12 CAT | GR248 SOUR
5| es2897 531.0 | 3740 346 | 154182 | 713 GODO STEEL SERVICE-0J(FOR ‘;.INSLE“AS WELDING NECK AND
6| 4TI 518.0 350.0 358 | 153151 | 704 ACOMINAS LANGES
7| 462518 535.0 358.0 326 | 154184 | €95 ACOMINAS WNTOLE TATIOIN GIRARER AN
8| 4825128 535.0 350.0 326 | 154151 | 695 ACOMINAS
9] 202445 5198 378.0 56 | 15ans1 | 721 SEAH BESTEEL
10 Y202038 510.0 362.0 360 1521150 713 KOTOBUKI av I
"1 1.5. = Tensie Strength, Y.S.=Yield Strength, E L =Eiongaticn, R.A =Reduction of Area. o y A
*2: N=Normakzd, A=Annealed, Q=Quenched, T=Tempered, S.T=Solution Treated, 5.R=Stress Relisved, f oo f UL t ‘} !
AC=Air Cooled, F.C=Furance Cooled, W.C=Water Cooled, 0.C=0il Cooled. a1 [ )5
2 C.E Vatue=C + (Mn /) + (Cr+ Mo +V) /5 + (Ni + Cu) / 15 \ 1D 1
{We hersby cerifly hiat the matarial has been 18516 in accordance with the above specification and Eaa
[iso with the mequiemants calied for by the above order. -

1\
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i i A —— SUDHIR FORGINGS PVT.LTD Corirol No. TC/01
SUDHIR FORGINGS (P) LTD. KAWN' ROAD.P.O.JUGIANA, Rev.01
G.T.ROAD,LUDHIANA (INDIA) Eft Data 01.07.2008
TEST CERTIFICATE
(in accordance with EN 10204 3.1 B)
frrem 2300 SORF (6876194) |cERTIFICATE Ne. SF/FLANGE/ADSA12  DATED 16-Nov-2012
QUANTITY 100 PCS [LAS Ref. No. 581
FINISH BLACK PAINT CUSTOMER NAME CCTF CORPORATION
WAT. SPECIFICATION ASME SA 105N-10 / ASTM A105N-03 |INVOICE No. SFR2012-130061
lP.0. No. 4891799 DT.  5Sep2012 Jinvoice pate 16-Nov-2012
Heat No. | SuPplier fon Chemlcal Analysis
Heat No. c% Min% P% S% Si% Cu% NI% Cr% Mo% V% CE%
- gggn | opecified | 0.25max | 0.60-1.05 | 0.035max | 0.040max | 0.10-0.35 | 0,40 max | 0.40 max 0.30max | 0.12max | 0.08 max | 0.47 max
Observed | 0.210 0.840 0.027 0.016 0.200 0.008 | 0000 0.000 0.000 | 0000 | 0352
Heat No. 3“”"" Desciiption Physical / Mechanical Propertios
eat No. UTS N/ MM? YIELD N / MM Elongation% RA% Hardness (EHN)
681 - Specified 485 min - 250 min 22 min 30 min 187 max
' Observed 51124 332.51 37.60 54.83 163
HEAT TREATMENT PROCESS :- TEMP, 870°C - 9{0°C
SOAKING TIME:- 2.30 HOURS { ' { i
REMARKS. .
. Material ks in accordence with NACE STD, MR-01751S0-15186
. Flanges are forged steal and manufactured in strict accordance with ASTM A/SA 105 & ANS| B16.5 310!
. Tpnﬂannahmbemnanw&wdinamomamﬂhmmmst o
. We certity that the Material Suits the Requirement of P.0 /Relevant specifications. A
. thpuhamma(aceaspnrMSSﬁP-GMmhmeHmhoHZS-zsoRM&
- Flanges are paintod with black pairt & Marked as.  SF 2 SORF 300 A105N B16.5 581 INDIA
J FOR SUDHIR INGS PVT, LTD

Q.c.
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INSPECTION CERTIFICATE (MILL TEST CERTIFICATE) R 2
EN 10204 3.1
e PED 97/23/EC-CN .CE.04395-10/11 Date: 03-07-12
SHENYANG UNIWEL MACHINERY €0.LTD ISO/TUV Register. No. 01 100 085921 Purchase Order No: 4810274-00
NO. 8 ROAD BE] 21, ECONOMIC DEVELOPMENT ZONE, SHENVANG, 110141 CHINA CRN. 0A13475.5C
: DUIREMENT & SPECIFICATIONS: REMARKS / ROTES:
CCTF-EDMONTON Materhl A234-10 /SA234-07 WPB, NACE MR0O175 & MR0103 CEq=C + (Mn)/6 +( Cr+ Mo +V)/S +{Ni + Cu)/15
5407 53 AVENUE Dimension: ANS! B16.9 AND B16.28 +Ni+Cr+Mo < 1.00%
EDMONTON, AB T6B 362 Starting Material: MADE FROM SEAMLESS PIPE Cr+Mo < 032%
CHEMICAL COMPOSITION PHYSICAL PROPERTIES
Tensile Elongati
mmmm"ﬂ“ DRI c | M| P 3 si | Mo | N | v Ceqsu:;mm:::"t ?: Hm':nu|Tra;n;‘F
- Jo29] - - jow] - - - . - 415 240 22 ;‘n
fdax] 030 | 106 00500058 - | 040 | 015 | 040 | 040 | 008 | - | 655 = - | 187
1 | 1790| 97693 | 6860800 E2XH LR 90 WELD ELL WPB 0.200 | 0.470 | 0.012 | 0.016 | 0.240 | 0.010 | 0.010 | 0.010 | 0.010 | 0010 | 029 | 430 25 141 1
110 5 | 97693 | 6862600| E2XH LR 180 RTN BEND WFB 0200 | 0.470 | 0.012 | 0.016 | 0.240 | 0.010 | 0.010 | 0010 | 0.010] 0010 029 | 430 280 25 141 1
2 | 1615 | 08584 | 6860381 €3 STD LR 90 WELD ELL WPB 0200 | 0530 | 0.017 | 0.008 | 0.250 | 0.030 | 0.010 | 0010 | 0010 | 0,020 030 | 480 300 285 | 140 1
7 | 615 | 08584 | 6861213| E3STDLR45WELD ELLWPB 0.200 | 0530 | 0.017 | 0.008 | 0.250 | 0.030| 0.010 | 0.010 | 0.010] 0.010| 030 | 480 300 285 | 140 1
26 | 110 | 08584 | 6862325| E3STD IR 180 RTNBEND WPB 0.200 | 0530 | 0.017 | 0.008 | 0.250 | 0.030 | 0.010 | 0.010 | 0.010 | 0.020| 030 | 480 300 285 | 140 1
146 5 | 08584 |AA481588] E3STDLR22.SDEG A234WPB 0.200 | 0.530 | 0.027 | 0.008 | 0.250 | 0.030 | 0.020 | 0.010 | 0.010| 0.010| 030 | 4s0 300 285 | 140 1
3 | 1320 02135 | 6860420| £ 4STD LR 50 WELD ELL WPB 0.200 | 0.450 | 0.016 | 0.007 | 0.220 | 0.020 | 0.010 | 0.010 | 0.010 {0010 | 029 | 470 290 28 141 1
13 | 265 | 02135 | 6861256 E4STDLR45 WELD ELL WPB 0200 | 0.450 | 0.016 | 0.007 | 0.220 | 0.020 | 0.010 | 0.020 | 0.010 J0010 | 029 | 470 230 28 141 1
4 | 860 | 00273 | 6860346| E2STD LR 90 WELD ELL WFB 0.190 | 0.520 | 0.022 | 0.023 | 0.300 | 0.050 | 0.020 | 0.020 | 0.030 [0.010 | 029 | ass 315 32 141 1
8 | 510 | Fa358 | 6860462 | E 6 STD LR 90 WELD ELL WPB 0.190 | 0.530 | 0.030 | 0.008 {0.220 | 0.030 | 0.010 | 0.015 | 0.011 {0010 | 029 | 470 365 2 143 1
35 | 105 | F4358 | 6861299 | E6STD LR45 WELD ELL WPB 0.190 | 0.530 | 0.030 | 0.009 | 0.220 | 0.030 | 0.010 | 0.015 | 0.011 |0010 | 029 | 470 365 23 143 1
9 | 505 | 02920 | 6861507| E3XH LR 45 WELD ELL WPB 0200 | 2.550 | 0.020 | 0.010 | 0.220 | 0.030 [ 0.010 | 0.010 [ 0.020 [ 0010 | 030 | 48s 300 275 | 140 1
150| 545 | 02920 | 6860942| E3XH LR 90 WELD ELL WPB 0.200 | 0.550 | 0.020 | 0.010 | 0.220 | 0.030 | 0.010 | 0.010 | 0.020 {0010 | 030 | 485 300 275 | 140 1
NDT Heat Treatment: { HT)
ur MPI LPT Surface Appearance Dimensional RT [1) Hot Forming Between 630°C and 980°C AC
N/A N/A N/A GOOD GOOD N/A (2) Cold Forming: STRESS RELIEVED AT 600°C X 120Minutes
|[3) Hot Forming Between 630°C and 980°C AC; Normalized at 920°C X 60 Minutes
LEGEND:
TR: It Is within the standard range<<0.008% and include trace element. We hereby certify that the material dlsuibed herein has been made In accordance
LA: Laddle Analysis  WQ: Water Quenched  PA: Product Analysis with the requirements called for b{ERYAHE b teren  testod
NDT: Non-destructive Test  A: Anneallng N: Normalized OC: Oil Cooled |to the satisfaction of the inspector. Mwm« g
HB: Brinell Hardness  HRC: Rockwell Hardness N/A: Not Applicable G: Hat Dip Galvanized \
AC: Air Cooled WC: Water Cooled L Longitudinal T: Transversal SR: Stress Relieving [Reviewed and approved by: (] = Fwesssioy, 1ol fos ]
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bl ASME Viii, DIVISION 1
EDITION
1w
;m Contract No.: Cl-11-639
™ PO.NO.: Cl-11-639 HENGYANG VALIN STEEL TUBE CO.LTD Add: 10 Dalixincun, Hengyang City, Hunan, China
;f-ﬂ Name of Customer: TRANS AM PIPING PRODUCTS LTD., Tel and Fax: +86 734 8873739 8872942
= LIC NO.: MILL INSPECTION CERTIFICATE Cable: 6993
= o Description: PIPE Date: FEB 10,2012 PC. 421001
mw Page: 11
- ?_ [SPEC:ASTM A106-B-2008 ASME SA106-B-2008 ,API 5L X42 PSL1 -2007,CSA Z245.1-2007 Gr.290 Cat |,NACE MRO175-2003/1SC 15158 CERTIFICATE NO:12-1-02-69
E L4 BATCH HEAT STEEL
T
) NO. NO. NO. GRADE SIZE BUNDLES PIECES FEETS QUANTITY  (MT) ACTUAL WEIGHT(MT)
& 1 12-A762_ | 1L11109951 B 2 XS AI06 GRBBE  SRL
—
NO. DELIWERY NONDESTRUCTIVE TEST CHEMICAL COMPOSITION % (L:Ladle analysis P:Product analysi
o _[CONDITION{=6507C) ET uT c si_ Mo |p s Cu Ni cr Mo v Ti B NB ce CE(CSA)
(2] 4 NORMALIZED OK Lj 016 | 031 | 1.32 | 0.012 | 0.005 | 0.02 0.01 0.02 0.01 0.02 0 0 0 0.39 039
. Pl 016 |0.30 132 | 0012 | 0004 | 001 | 001 | 002 | co1 | 001 ] 0 0 0.29 0.38
> Pl 016 | 030 | 132 { 0012 [ 0004 | 001 | 001 | 002 | 001 | 001 o [} [} 0.39 0.38
o
=
-
1.8. Y.S. EL. Ak (J) HARDNESS
@ NQ.
= ) (MPA) (MPA) (%) IMPACT BRINNEL H:g'sﬁos(;’:,ﬂf FLATTEN TEST BEND  TEST
b Strip,L,bo=19mm, Lo=50mm Sl AK | OrifTe (HB)
1 558 370 385 164 17.0 oK OK
©
-
-3
o™
o -
-0 REMARKS: 1.We hereby certify that this certificate of quality is issued and signed by the manufacture.
M 2. We hereby certify that the properties described herein meet the requirement of the above spec.
@O~ 3, We hefewce_-ulymaunis certificate is issued accordance with EN 10204 3.1B
‘E=_°_ ; & 4 SPECIMEN SIZE: (Pipe end, Longitudinal, Gauge Length=2")
g A.For pipes< 1" full length specimen were used;
et - TH B .For pipes> 1" longitudinal strip specimen were used; the width of the gauge length portion is 2/4*
R 5.NORMALIZED:800°C
n-.ao 6.DIMENSION STANDARD:ASME B36.10
fy 7 MANUFACTURE METHOD:COLD DRAWN
aaan 8.CE=CoMNEHCH+Mo+V)/5+TU+NDi15 CE(CSA)=C+Fx[MA/B+Sif24~Cul15+Nii20+(CrsMosV+Nb}/5+58}
NEE~
—aeg s |
= 9 |
® wE,
=%
Ocm=—
Qe

aITkw



OFFICINE NICOLA GALPERTI E FIGLIO 8. p.A,
Capifais Soalals € 2,882.600,00 Infataments varsste

Feda Lopely w Arrinistretive: 23024 BUTVIE (L) - Wik Endas Pard, 40

CClLAA uw- noommm EI.LMII « OF » P.VA m»msum

/ Work b . W « Mading wemss
umo ma I.Mm 2] -\1- Trivde Fusntes, 4 + Tol, 094497700 « Fax n:« 97210

MRC CANADA ULC Page 1 0f 2

7072 - 112 AVE SE - 5220 51 STREET
CALGARY AB, T2C 421 (CDN)

CERTIFICATO DI CDI-LAUDD EN 10204

TEST CEATIFICATE EN 10204 .
.._ i

EN ! DATA 7 DATE DATA(GRTE J
07/03/2013 - S ?59 180?58 REV.1 25/09;2012
DESCRIZIONE / DESCRIPTION . - :3,':-1.\. : WN‘"‘“‘IM MATERIALE / MATERIAL | N° COLATA PROVA RECIMIERIA. :
2 300 WN RF %5 LF2 . B1 FSF4 - .V - At 905’ ASTH A350/07 LF2 CL 1249389.11/85 | LUCCHINI PIONBI . |A
|

X5 LF2
s P o
P«O-"Fl‘m ’ C% | MN%. atn q;:I: S% | cCA% | Miw M;;I:m:::wﬂ!;m:ﬂ&:::ls AL% | NB%
% k.— A
arvis !

10002 [0,0003 | 0, 001
02 10,0003 | 0,001

0,175/ 1,190 0,230| 0.016| 0,005| 0,140 0,028 0,007 0,046 0,017| 0,004| 0,036 0,002
+25017:0,015| 0,003| 0,145 0,030 0,010 0,050 0,015 0,004| 0,083 0,002

i ybdmm
FC=Carbon Equivalent Short Formula
FleCarbon | Equivalent Long Formula

o
! Tiko .| DIAMETAO SEZIONE | LUNGHEZZA
mng. .
AlS " | 122, 70| 50,00
A0 1122,70| 50,00
NOTE![NBTES 5= oﬁsma;asmum
8 = STANDARD
it ]

el ¢ jh e
v - L L. TRATTAMENTI TERMICI  HEAT TREATMENTS NOTE GENER ENERAL NOTES
A>INormalized at 900 dgriC-for - 1 h,-Cooling from 900 dary in 5;1 aln FINITURE / ROW 2143
A R ' FSFd=Ra = s
W a
il :
I:-:, et 53
T Y
ik ASME' 816.5 £D.09 Inch STD ol
NOTE TNOTES ;

Material according to Technical Spec*.ﬁcatiun mc"ﬂ.s 001, Re
Material according to NACE MR-01-75 / IS0 1515& 2 Snur ser\ﬁ

i j
MAACHIO DI FABBRICA DATA COLLAUDO INT, or Daroﬁﬁ RFT
TRALSE MANK @ INT. INSPECT DATS INT, NEPECTZR i
07/03/2013 P.CESARE /
WA - 0328 A PEDOIZIEC
_mnmm COLLAUDO W/ @ 1460097 (h:flﬁw mgite l
170-0018 Yo, LRE 160212




Po 4 1411073

Q0T 2" x5 SA-333x —|

HENGYANG VALIN STEEL MILL TEST REPORT Add: 10 Dulizincun, Heagyang City, Hunan, P. R China  P.C. 1421001
TUBE CO.,LTD Tel and Fax: +B86 734 8873739

LE-SIDE EXPANSION

(ACCORDING TO EN10204 3 1) E-mail: hsiec@hysteeliube. con

CUSTOMER CE FRANKLIN |CERTIFICATE NO. €201205053-1

CONTRACT NO 2110002307 |[PONO [P0 2895832-0R-2100-C (LOT B) LIC NO. 2FAIIDS-00038 DATE: 2012-2-15 PACE: 1/3

PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE. | DELIVERY CoNDITION N

SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT |

IGRADE GR.6 | DIMENSIONS(mm)[2" = 0.218" = 20FT

TOTAL BUNDLES: 6 | TOTAL PIECES: 24 | TOTAL LENGTH: 4482960 FT | TOTAL WEIGHT: 10219 MT
LENGTH | WEIGHT TENSILE TEST ASTM A370
NO.| LOT Ne. HEAT No. BUNDLES | PIECES . T SAMPLE TYPE/ ORIENTATION / SIZE(mm/GAUGE LENGTH{mm) S\ 2 530
[T TS(Ps1) Ys(Psi) | Rpo2 EL(%) RA, (%) YSTS
FLATTENING
TEST
1 5213W0611 { [I?b'luy 3 24 4482 960 10219 66120/64960 4BSTS/ATRE0 15.5/34.5 0.730.74 | ACCEPTABLE
IMPACT TEST HARDNESS TEST
NOTCH TYPE/ORIENTATION/TEMPERATURF/SIZE (mm) - NON METALIC | GRAIN
= VEL/450 3 INCLUSION |  sEE NACE MRO175
AKL (D) Av. (J) | % SHEAR AREA LE AK2 (J) Av. (J) | % SHEAR AREA LE HRC =22
1 | 70.071.0700 | 70 B0/80/80 1.30/1.30/1.30 n.oi
(NOTES:
WI-THEORETICAL WEIGHT SAMPLE ORIENTATION : L-LONGITUDINAL T--TRANSVERSE N-NORMALIZING HE--HOT EXPANDED
W2-ACTUAL WEIGHT SAMPLE TYPE: $-—STRIP C—-CLUBBED F--FULL-SECTION A~ANNEALING HR-HQT ROLLED
NR~NORMALIZING ROLLED Q&T- G AND TEMPERING Av ~AVERAGE N&T-NORMALIZING AND TEMPERING
AK1-ABSORB ENERGY FOR THE FIRST SET 2 % ERGY FOR THE SECOND SET
AT "

ASME viil, DIVISION 1

ADDENDA A\ e




HENGYANG VALIN STEEL

TUBE CO0.,LTD

MILL TEST REPORT

(ACCORDING TO ENi0204 3 |}

Add: [0 Dalixincun, llengyang City, Hunan, P. R. China
1% C. 1421001

Tel and Fax: +B6 734 8873739
E-mail: hsiec@hysties]tube. com

'

CUSTMER CE FRANKLIN | CERTIFICATE NO C201205053-1
CONTRACT NO. 2110002307 [PONG |PO.2895832.0R-2100-C (LOT B) L/C NO - JFAHDS.00038 DATE . 2012:2-15 [ PAGE: 23
PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE DELIVERY CONDITION l N
SPECIFICATION SEE SPECIFICATION NOTE | HEAT TREATMENT
GRADE GR.6 DIMENSIONS(mm) [2** [ 218" * 20FT
TOTAL BUNDLES. 6 |TOTAL PIECES: 224 [TOTAL LENGTH 4432960 FT | TOTAL WEIGHT: 10219 a1
ol HEAT No. CHEMICAL COMPOSITION (%)
. LOT No. Type| C Isi [Ma] crMolw [cul m PIM]Sﬂ];‘.sIFb'ShINbITiIErI Nlsifs | V] 8 |t Jemu Joros [sun[sueefsoms] 01 | k2 | 0
100 *1000 *10000 100 S1600
P
1126428V H 10] 28] 107 5 1 ] 3] 13 1 2 0] 32 2 a0 153 10.7
1 §313W0611 P 10] 24/ 106] 3] 1 4 1 10 12 20| 30] 3 79 93 10.6
9213W061] P 9] 24| 106 3 1 4 1] 10 1 2 20} 30 2 28 93 11.8
H
p
P
|
P
P
H
P
P
H
P ezt Y
P = HIE>
NO UCTIVE TE 5
POSITION PIE BODY PIPEEND END SURFACE(GROOVE] BRI
NDT Type(Level) EMI WP ACCEPTABLE
VISUAL & DIMENSION
LAMINAR ACCEPTABLE
TEST RESULT ACCEPTABLE ACCEPTABLE NIA COATING
RESIDUAL MAGNETISM NIA
UT THI MEASUREMENT (50%) NIA
|__HYDROSTATIC TEST Min(psis) | 250075 ACCEPTABLE ACCEPTABLE
NOTES: H-HEAT ANALYSIS P~PRODUCT ANALYSIS  CE-EQUIVALENT CARBON R-RATIO Ri=Ca /3 RI=AI /N R3=Mn 1C
CEIIW=LoMn/B+{Cr+MosV}/5+{CusNijA15 CEPCMaC+Si/30+{Mn+Cr+Cul/20+Nit60+Ma/ 1 54/10+58
SUM1=Cr+Cu+Ma+Ni+V SUM2=Nb+V SUMI=Nb+V+Ti
LA-ACCEPT LEVEL L4 NOTCH DEPTH IS 12.5% THE SPECIFIED WALL THICKNESS 1-2-ACCEPT LEVEL L2.NOTCH DEPTH IS 5% THE SPECIFIED WALL THICKNESS.




Add: |0 Balixincun, Hengyang

HENGYANG VALIN STEEL MILL TEST REPORT Civy, Hunan, P &.China  P.C. :421001

TUBE CO.,LTD Tel and Fax: +85 734 8872739
(ACCORDING T EN1O204 3. 1)

Email: hsiechhystesliube. con

CUSTOMER CE FRANKLIN |_CERTIFICATE NO, C201205053.]

CONTRACT NO. 2110002307 {pono [PO.2895832-0R-2100C (Lot B) TG NO. 2FAHDS5-00038 DATE: 2012215 PaGe: 3/3

PRODUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE | DELTVERY Connirion N

SPECIFICATION SEE SPECIFICATION NOTE |_HEAT TREATMEYT |

GRADE GR6 | DIMENSIONStmm) [2°= 0275 <3057

TOTAL BUNDLES: 6 [TOTAL “PIECES.  22¢ |_TOTAL CENGTH. 4482 950 FT__ | TOTAL WEIGHT:- 10219 MT
REMARK -

ASTM A333-6-2010, ASME SA333-6-2010, NACE MR-0T75.3005
sPECIFiCATION] (FOR HARDNESS ONLY)

NOTE

We hereby certify that material heeein described has been many
order and satisfies the corresponding requirements.

Thi
1i;

factured in accordance with the standards and specifications required in your

thty M

1%
ight-green coloured at the bottom of the Page is stamped .In case the owner of the certificate would
conformity to the original ane 12king upon himself the responsibility for any unlawful or not allowed

Any alteration and/or falsification will be subject to the law.

use,

i you need to assure the guthenticity of this certificate ,please do not hesitale tn contaet Hengyang Valin Steel Tube
C0.,LTD, E-mail: hsiec@hystcel tube., com

CUSTOMER THIRD PARTY

L

Certificate-maker:




_HRISTIE

CORROSION CONTROL

1963 L0,

CCC Job# Quote L-7230 Tag# _002-T-08-1118

R — Review

Foremast wlo U397

I &
mesees [pspection & Test Plan for Foremost Devon Canada

VET

Foremost Job#f_WQO-028978 PO# 4100001170 Rev 2

H — Hold W -

Witness

HoOBh | Deyor .

Scope Reference Documentation cCccC uic Owner
lasp, Insp lusp.
1 Quality Manual Revision Date: March 2009 R
2 Drawings Issued Per drawings sent by Vo R
Approved for ' Foremost Aug 27/13
Ccl)rlislmction : o H‘A:? i
3 Coaling Devchem 100 i
Material/Material Clovaline '
Storage & Handling Coal Tar Epoxy e< e’%fg
Per Product MSDS,
4 Manufacturers Data Sheet for Devoe Ve R
Technical Document Devmat 100 '
Clovaline Las 11 /,,3
Coal Tar Epoxy
5 Customer Devon Canada -As per p/cs R
Specifications supplied GS-6200 and GS- Lee (o
6100 Spec. v
_______ 6 Abrasive Blast Media Kleenblast/Sawblosd] SOLO S 2 ife e
G Surface Preparation SSPC-SPS Blast — Int d#nd o i I
Quality SSPC-SP6 Blast- Ext and e 21/, /)3
Underside (-l ) X%? f{ /
8 o Surface Profile NACE RPO 287 W
Testex Tape Y or
o Coating See QC Sheet Attached g R
Application/ Dec 1113 .
Ambient
Condition (Cure) NACE RPO 188 / 7”’/ *
/Thickness/Holid
ay Status/Cure
9 Final QC Acceptance See QC Sheet Atltached /
and Release NACE RPO 188 e Y3 %’ vl
10 Turnover Package QC Sheet and ITP Signed 74 R
Complete (ec 4’5‘%{“
Christie Corrosion- Signature
Foremost- Signature "
Inspector- Signature ,/,?/f _gf,’

RO, Bax 1458, Licydminstes, Mberta S9Y 1K4

Ph 7803-875-6559 * Toll Free 800-875-G180+ Fax 760-875-1366 » wwvi.chiisliscorrosion.com



CHRISTIE

CORROSION CONTROL
1983 LTD.

a sk of CASL

Invoice # ! }/ AYD

INTERNAL COATING APPLICATION
Date of start up: ,[)f’ i // 4 WO #: 3D 7

Customer: [aove. VY\()E,)T Customer P/O:_PO - [503% 19
Location: C e Skhags . Owner: [ D2 o /L}’)(*’V\’?i/
Tank Serial #: (EJXC? /({I / Inspector: //"r hon /\("M)Mi/
Tag #: Job Foreman: (/1 5ermenn .

Description___4/ONO  Bbl. Tank

Shop: ¢ ) SURFACE PREPARATION
White Metal  SSPC-SPS

Abrasive Malterial: T/ \S /(’}. Grade; S / // ‘J)O /()

Compressor Size: (‘q;::-’ 5 & Condition:_ (/720 A
# of Pots:_;7_ Nozzle Size: 7 Nozzle press: /(DS Sbe .
Method of Sand Removal: [/(’”’( 7_1{‘{ 20 Cha {‘)//"i/ CA //?5.7\

Surface Prolile: d: 32/___3__\1]10\\’ |n0illc measmcd Jrwley /o}m' .

Metal Tempi = /6 ““Alr Tempin/ 9 “* RH.7720 7 Dew Point: — aid 7 F
Surface accepted for 1 ining: D'alL_Qz e S 7 ed Time:_ .00 AHM

Salt Test_4/0 _c:oulamin m s Blolter Tes Ao copmtc um:ﬂm(f .
Comments: _fum/ (240 BP0V /M}) ool 5/?(“}/: & //PMK‘/L?;&//;
Testex Tape st blovm ofid 1m67 oceoms

Testex PRESS-O-FILM™ HT Testex PRESS-O-FILM™ KT

Wi teslaxlaps com X~Coarse . Weealestertaps.com x cﬂ&l’se

w A g EHEGME 2o ek qu\ 1c:xcuz €1 2= by

41 is i zrw m b h e a5 i
temal; (/) 'COATING SPECIFICATIONS  External: { )
Product: /)(1 w/vm/ LOO Thinner: r
Specified Thickness: £5 2 DFT # of Coats Specified: C)hw

e PG -HO Thoryin.

I* COAT Product:_ /oy /mnf 00 Date of Application: /Qer, /27 //3
Batch #'s: Base__ 5% QS — HUT A Catalyst:_ RO 739 HULT
Thinner: S % Thinner Used: (7
Applied With: Airless /fj,cdve (ol Tip Size:___ - 29
Date of !z#‘ape_?lion: Lee (3713 Time: Oxoo

DT (Av;,) Low ’f"//// 22 ' Wigh, 1997 97 / 93 Fon Mils
Metal Temp L/ K Temp, 2 2°% R 79 2 DewPoin /) e i
Color: (Ptre) L/ Apprarance; (an ¢ & 1) A (’ESV‘M;
Comyems 7%“ //)“} /"AM //ufﬁmn QUCQS [ gmpe /7/'(%711‘ Vil it el 0¥ f‘(l/

ﬁé(c/ (""“f/)f”‘@f Zu’if\c«’u// cw—;(,/ /?/)(/9 A/),lpg, f"*TL// 4)},/,,,(;7«;;0//”
| rook Lonf




2" COAT Product: Date of Application:
Pl

Batch #°s: Base Catalyst:

Thinner: % Thinner Used:

Applied With: Tip Size:

Date of Inspection: Time;

DET: (Avg) Low: High Mils
Metal Temp: Air Temp: R.H: Dew Point:

Color: Appearance:

Comments:

3" COAT Product: Date of Application:

Batch #°s: Base Catalyst:

Thinner: % Thinner Used:

Applied With: Tip Size:

Date of [nspection: Time:

548 L {Avg) Low: High Mils
Metal Temp: Air Tem): R.H: Dew Point:

Color: Appearance;

Comments:

4™ COAT Product: Date of A;}p!lulllon

Batch #°s: Base Catalyst:

Thinner; % Thimner Used:

Applied With: Tip Size:

Date of Inspection: Time:

LLE T (Avg) Low: High Mils
Metal Temp: Air Temp: R.H: Dew Point;

Color: Appearance:

Comments:

e
S feae 3~ B nl shdl Sl . S
HOLIDAY'INSPEQIION Date:_ofXe, [M];>  Time g/
Type of Detector: f,P(ﬂ. il Volts: //') o
Method of Inspection: Wet Sponge: () Dly Spark: ( )
Electrolyte:  Detergent: (o« Photp Flo: () Othey.
Results and Comments:__ /7, c?/.ra?{fw,.} (..'n/x/ )(ﬁ/ iL/jwr//r,
sl c'}(/:cwr ':.'f““ =3 l

REPAIRS INSPECTED

Accepted: () . Date: Time;
CURE TEST
Method of Cure: A () Force: (¥ Curc Tempﬁ_ (-whi% cured ‘zg
Type of Test: Accepted: ()

Ao b )
Job complete (=3 Stieker ( ) Dae: e, A _
Comments: ' /

A/
Tl
Coater’s Signdture: == Ispector Signature
Form CCC QC (L
Rcvisioé 01

Page 2 of 2

e



e
CHRISTIE

0 uH:’O‘;iO‘\J CONTROL INVOICE!
19835 1TD, 3
e EXTERNAL COATING APPLICATION
Date of Start Up: /)a"’f/ /7 Job#_ 43 29
Customer: Faxmmm’?]t Customer P/O #__ 10 150t )9
Location: (/¢ 4hoi) Owner:_ e.uct

Description: Ao #m’r’ = cZ///{/ﬂ[/
Tank # or Serial #_09 6984 - | Inspector:_4J actooun
Tank Size: -{cw/?b/ Job Foreman: ;:_’3;!')‘?’} (;

SURFACE PREPARATION

Shop (v Field ( )

White ( ) Near White ( ) Commercial (¢.f Other ( )
SSPC-SPs SSPC-SP )0 SSPC-SP6

Abrasive Material:_>,'/= /i’ Grade: ; ;
Compressor Size: 8457 £ Condition:___zwd/

# of Pots _/ Nozzle size Nozzle press.//c Traps, Etc__

Method of Sand Removal: ¥, ;;; e b/cf)dr/ }
Surface Profile: 5’ Qmils How Profile Measmeé 74' 7/@)4 74;40,;

Metal Temp: An [emp ,{2 R. le(_?,_;)_/ 4 Dew BGint: - o) o sl

AzLaB]’zstecl n., R A
Floor () Roof( ) Shell ( ¥Btairs () Nozzles ()
Comments:
TESTEX TAPE: _
Testex l:'i%mESS -O-FILM x&iﬂ
marTE ‘ ;&?ﬁl“?u‘%’-
,ﬂ}‘_:j ‘}9” HWM‘:"I

0. Box 1458, Lioydminsler, Alberta SOV 1K4
Pl 780-875-5559 « Toll Free 800-875-6180 + Fax 780-B75-1366 + vavvechrisliecorrosion.cony



EXTERNAL COATING APPLICATION

Yy
PRIMER COAT Date of Application:,_gbﬂ; D e
Primer Product_ //@(/Lo/ ne 833 ?  Thimer__ 7 ~; P
Base Batch #: -/,9',/'_“'?[/) RS Catalyst Batch #:_ ¢y 7 445 5/ 9
Thinner added per gal. . 3 / Thinner Batch # _~—
Applied with D fosS Tip Size 4. LA

Appearance ﬁﬁ 2(- é/é/ Colol /5%,4//,;
Metal Temp: QZZ Air Temp: X6 ol iffyvﬁzféf)ew Point:

Dry Mil Thickness Z / (Avg.) Low 4/ (/ High // Mils
Comments:

FINISH COAT Date of Application:

Paint Product Thinner

Base Batch #: Catalyst Batch #:

Thinner added per gal. Thinner Batch #

Applied with Tip Size

Appearance Color

Metal Temp: Air Temp: R.H.: Dew Point:

Dry Mil Thickness_ (Avg.) Low High Mils
Comments:

Date of Inspection: Time:

Job Complete (/)/ Sticker () Datei_A' S 4 ZM;“’
Comments;

/] ]

o (n ¢
Coaters Slg,n'itm 2 e ———Inspeetors Signature

[ A




et
CHRIS

1E

CORROSION CONTROL INVOICE# _, .'""'-i-a('} ©

19835 170D, :

i EXTERNAL COATING APPLICATION
Date of Start Up:_7 ) /// Tob# 2299
Customer:__ Lo, eipes 7. Customer P/O #_]>0 - S0 (79
Location:__ (" S A0,2 Owner:_ D2y
Description: _&’mé@ v, V%
Tank # or Serial # £ & 7 8-/ Inspector:_ Noddpon ﬂ
Tank Size: C"/6’6’2/;5/ Job Foreman:__{§ .., &

SURFACE PREPARATION

Shop (7 Field ( )

White ( ) Near White ( V)/ Commercial ( ) Other ( )
SSPC-SP5 SSPC‘ SP10 SSPC-SP6

Abrasive Material: )x 4 Wea Grade: f{/

Compressor Size: .9 IR Ve Condition: (MW‘/

# of Pots Nozzle size :5 b}doule pr css/ /I Traps, Etc__
Method ot Sand RcmovaE ry ace L0

Surface Pr ohke | m] s How Pyéf" le Measured h/f/j i 76:@ 0
Metal Temp:_~ /45"C  Air Temp: ; H. 22 _/ Dew Pdint: 2 C
SAL I

Arca Blasted: w?\/},@/’/ ? V7.
Floor () Roof ( ) Shell () Stairs ( ) Nozzles ()
Comments:

TESTEX TAPE:

™

PRESS-0- FILM HT
T%?e{g?‘(wpi comy X-Coarse
, 15tod5mi
810 115 pm
(©4xEH2 Ay Hadkiusn

i, a1 REEAE @ -

J-“".:.;x. .H:. S é’ 5 m

P.0. Box 1458, Uwydiminster, Alberta SOV 1K4
Pi 780-875-6559 » Toll Free 800-875-6180 + Fax TE0-875-1366 » vwwv.chtistiecorrosion.com




EXTERNAL COATING APPLICATION

PRIMER COAT
Primer Produc

Base Batch#:_ A7) // 4 ¢ ¢«

A@ /éwff’:{‘%’ Date of Application: Zkfj (2K

Thinner gesapme s

Catalyst Batch #:_J 28/ A597 89

Thinner added per gaE Kt Thinner Batch # __ ~——
Applied with /’/,zf /zo/ 4 Tip SlZ@ 4//47’%‘?
Appearance Colm 7’&///{: { /&

Metal Temp: ,‘{4 ( /5/” Temp: o, R H: dgéi)cw Point:
Dry Mil Thickness_~Z /J (Avg.) Low ,/ 4" High 29 ~ Mils
Comments:

FINISH COAT Date of Application:

Paint Product Thinner

Base Batch #: Catalyst Batch #:

Thinner added per gal, Thinner Batch #

Applied with Tip Size

Appearance Color

Metal Temp: Air Temp: R.H.; Dew Point:

Dry Mil Thickness (Avg.) Low High Mils
Comments:

Date of Inspection: Time:

Job Complete (e~ Sticker () Date{.‘:{/éga( B
Comments;

/] 7

N ~——Iaspectors Signature

Coaters ?ignfﬁfur

L L% __



3. REVISE AS MARKED & RE-SUBMIT,
MANUFACTURE SHALL NOT PROCEED
4. REWIEW NOT REQUIRED,
FOR INFORMATION ONLY.
MANUFACTURE MAY PROCEED

Acceplance in any of these categories in no way ralieves
the Contraclor'Supplier al its responsibliity for the dua and
proper performance of tha Works in accordance vith the
CanlractPurchase Order.

o g SER 3200

Vendor: FOREMOST
Doc #: WO-028978-TS!
Vendor Rev #: -
Description: TSI - INSPECTION AND TEST PLAN
=TT
qﬁ% A TA }DK g [T e s .] BURGHASE BRoER NG
09/10/2013 | 407014-00120 | ME-POD-0005
REVIEW STAMP VTR[.0939 SEVaN ME NG,
PROJECT NO. __ ) " FE.CPF-MO0E
1. REVIEWED & ACCEPTED. E,
MANUFACTURE MAY PROCEED EQUIF, NO. WORLEYPARSONS VP NO. REV.
Z REVISE & neSgy O ASMARKED (| 567.T-08-1118 | 407014-00120-ME-POD- 1
MANUFAGTURE MAY PROCEED O 0005-0327
=

Nema g
Signed :(u..

devon
QAIQC Prior Appraval




Inspection and Test Plan

TS1 Job #: 866-13

Date:

Client: Foremeost

Tzg #: 002-T-08-0210

Location: Foremost Bonnyville / Llaydminster

Insulation Type: Urethane Panels wy Aluminum Cladding

WO#. W0-028977

Insulatior Thickness: 2"

PO#: 4100001170

Activity No. Activity Description el e || e Notes
Holdint. {Holdlnt, |Hold/int.
General
1.1 Confirm latest revisign of IFC drawings and specs R &~ |su i)
7
Review IFC drawings and specs to confirm insulation (/
1.2 type/thickness RI1¥ |su 54U
Shell Insulation
2.1 Tank Surface is Clean and Dry 1% [su su|
;/ _} Upper panels lap over lower panels for
2.2 Urethane Panels installed correctly with proper lap 11¥~ {1 I watershed
Banding installed and tightened to secure the insulation ( 4
23 panels I§% {1 1 Banding on 48" max centers
2.9 Longitudinal laps fastened down with 5.5. screws 1 {? I T Screws max 6" spacing
2.5 All cutouts flashed and sealed with caulking A |t I
Roof Insulation 4
Urethane Panels installed correctly with alt laps sealed {-‘
3l with caulking and fastened with S.5. screws I i{’ I T Screws max 6" spacing
3.3 All cutouts flashed and sealed with caulking i {.Z. 1 I
3.4 Rim flzshing installed and fastened with 5.5. screws. rlé 11 I Screws max 6" spacing
Comiments /

Acceptance ¢FTTP

g.},'_- F {7 =

=T8I . Acceptance of ITF - UIC

Acceptance of ITP - Devon

Legend: R - Review 1-Inspect SU - Surveillance
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