|

| CAPE MANUFACTURING LTD.
V-242338-6

12 3/4” OD x 3’-0” S/S
1440PSIG @ -20°F / 100°F
1/16” C.A.

CRN: R9415.231




D 59633

FORM U-1A MANUFACTURER’S DATA REPORT FOR PRESSURE VESSELS
(Alternative Form for Single Chamber, Completely Shop or Field Fabricated Vessels Only)
@) As Required by the Provisions of the ASME Code Rules, Section VI, Division 1 s

1. Manufactured and cerlified by _ Corlac Industries.Lid, Lot 9, County Energy Park, Lloydminster, AB T8V 3A2
(Name and address of Manufacturer)

2. Manufactured for  Stettler Ol & Gas, PO Box 652, Stetiler, Alberta, TOC 2L0 : @ 549633

(Name and address of Purchaser)

3. Location of installation "Bt:iilt for Stock”

(Name and address) .
4, Type: Veriical PV-13iY R9415.231 EDS-6098 Rev. 3 N/A 2008
{Horiz. or vert., tank) {Mfgr.'s serial no.) {CRN) {Prawing No.) - {Natl. Bd. No.}, (Year built)

5. The chemical and physical properties of all parts meet the requirements of material specifications of the ASME BOILER AND
PRESSURE VESSEL CODE. The design, construction an_d workmanship conform to ASME Rules, Sectton VI, Division 1

2004 to N/A NIA NIA
Year Addenda (Date) Code Case Nos. Speclal Service per UG-120{d}
6. Shell: SA-106 B 0.688" 0.0825" ’ 11-34" 3-0"5/5
Mat), (Spec. No,, Grade} Nom. Thk, {in.) Corr. Allow. (in.) Diam. LD, (ft. & n.} Length {overall) (ft. & in.)
7. Seams: ‘g N/A 1 NIA NIA - Type1 Spot 0.7 1
m-,_‘m,”;‘,’ table (spuuﬁh.{fnone) ER, (%) H.T, Temp. ("F) Time(hr)  Girh {As per lable UW-12) (spulm}mm, (ff) No. of Courses
8. Heads: (a) Mail. SA-518-70N (b) Matl. SA-516-70N
{Spec. No., Grade) Spes. Na., Grade)
: Conlcal . .
Location (Top, Minirurn Corrosion Crown Knuckle Elliptical Hemispherical Side to Pressure (Convexor
Botiom, Ends) Thickness | Allowance | Radius Radius Rgﬁo ﬁ’:{: Raglus Flat Diametar Concava()

{a) Top 0.625° 0.0625° N/A N/A 21 NIA N/A NIA Concave

{b) Bottom 0.625" 0.0625" N/A N/A 2:1 NIA NIA NIA Concave
If removable, bolts used {describe other fastenings) N/A

: (Mat1, Spec. No., Gr,, Size, No.)
9. MAWR 1440 N/A psi at max. temp 100 , N/A °F
(Intemai} (external) {Internal} (external)
Min. design metal temp, =20 °F at 1440  pst Hy#E], pneu., or comb. test pressure 2160 psi
10 Nozzles, Inspection, and safety valve openings: fj
§ L
Pumcse Plamater or Reinforcement %
(intet, Oullet, Drain) No. Size Type Matl. Nom. Thk. Mat), How Attached . Location
See attached U-4 form

11 Supporis:; Skiri Yes Lugs N/A Legs N/A __ Other N/A Attached " Bottom, Welded

(Yes or No) (Nao.) {No.) (Describe) s {Where and how)
12 Remarks Manufacturer's Partial Data Reports properly identified and signed by Commissioned, Inspectors have been furnished for
the following items of the report: N/A

s_qqs I {Name of part, iflem number, Mfgr's name and ldentifying stamp)
_a) Job No. WO# 4846 c) Impact testing not rea'd as per UG-20(f) 1-5 &) PSV installed by others
~b) Capacity 8.9 cubic ft d) Spot RT as per UW-12(d) ) As Built Dwg No; V-004916-D101 Rev. 2

c) Inspection Openings as per UG-46(d)
CERTIFICATE OF SHOP/FIELD COMPLIANCE
We certify that the statements made in this report are correct and that all details of design, material, construction, and workmanship of this vessel conform to

the ASME Code for Pressure Vessels, Section VI, Divislon 1, "U” Certificate of Authorization No. 30498
Expires & a4_=Rugust 26, 2007
Date - L Co. Name Corlac lnsdustnes Signed /

(Rggmscnla'livc)

_ CERTIFICATE OF SHOPIFIELD INSPECTION
Vessel constructed by Universal Industries Corp. at Lloydminster, Alberta
}, the undersigned, holding & valld commission issued by the Natlonal Board of Boller and Pressure Vessel Inspectors and/dr the State or

Province of Alberta and employed by ‘M#R—T—T‘%ﬁﬂﬁ ABSA
have Inspected the component described In this Manufacturer's Data Report on 20

and state that, fo the best of my knowledge and belief, the Manufacturer has constructed this pressure vessel in accordance wﬁh ASME Code, Sectlon VIIE,
Division 1. By signing this certificate neither the inspector nor his employer makes any warranty, expressed or implied, concerning the pressure vessel
described in this Manufacturer's Data Report, Furthermore, neither the Inspector nor his empleyer shall be liable in any manner for any personal injury or

property daﬁage or a less of any Kind arising from or connected with thigJInspection.
G Date R 1 7 ZUGB Signed ;} %5 j Comrnissions ﬂﬁ 5t @
nspector) (Natl Board (tncl. anrorsemants), State, Prov. and No.)

{05) ‘This form (E00117) may be obtained from the ASME Order Dapt,, 22 Law Drive, Box 2300, Fairfield, NJ 07007-2300




FORM U-4 MANUFACTURER'S DATA REPORT SUPPLEMENTARY SHEET

As Required by the Provisions of thie ASME Code Rules, Section Vi, Dwisio(n\

Q40633

O 1. Manufactured and certified by Corlac Industries Ltd, County Energy Park Highway 16 West, Lioydminster, Alberta. TSV 3A2

{Name and address of Manufacturer)

2. Manufactured for Stettler Oil and Gas, Box 852, Stettler, Ab. TOC 2L0

{Name and address of Purchaser)

3.  Location of installation *Built For Stock”

(Name and address)
4,  Type: Vertical Separator Pv-13 f LI
(Horiz., vert. or sphere) (Tank, separator, heat exch., ete) {MIg's. serial no.)
R8415.231 EDS-6098 Rev.3 N/A 2008
{CRN) (Prawing No,) {Nat'l. Bd, No.) {Year built}
Data Report ltem #10; Nozzles, Inspection and Safety Valve Openings:
Purpose Diameter Flange Materlal Nozzle Thicknass Reinforcement How Attached Locatlon
Inlet, Qutl No. 1 A
(8:,};,_ :t:)t‘ o or Size Type Nozzle Flange Nom, Corr. Material (ﬁgNﬁfm, m%“gz (3;2?‘;:
Inlet 1 2t RFWN SA-106B SA-105N 0.344" 0.0625" N/A d 6
Outlet 1 rd RFWN SA-106B SA-105N 0.344" 0.0625" N/A d 8
Lc 1 2" TOL SA-105N N/A Cls 3000 | 0.0625 N/A a N/A
LG 2 %" TOL SA-105N N/A Cls 3000 | 0.0825 N/A a N/A
Praln 1 1" TOL SA-T05N NIA Cis 3000 | 0,0825 N/A a NIA
Pl 1 " TOL BA-105N NIA Cls 3000 | 0.0625 NIA a N/A,
Vent 1 W TOL SA-105N NIA Cis 3000 | 0.06825 N/A a NIA
Dump 1 1" TJOL -] SA-105N NIA Cls 3000 { 0.0825 N/A a NTAT- —
Relief Valve 1 1° TOL SA-105N NIA Cls 3000 | 0.06825 N/A a NIA
Certificate of Authorlzation:
Typs ﬁ - e No. 30408 Expires August. 26, 2007
Date 1 Name Corlac Industries Ltd. Signed M
- turer) {Representative}
~ oo MR T2 -
Date B Name Commissions 7%’ 5y
' #{Kuthérzed Inspector)

(12/91) This form (E0D118) may be obtained from the ASME Order Dept., 22 Law Drive, Box 2300, Falrfield, NJ 07007-2300

REPRINT 9/82

(Nat'l. Board incl, endorsement, State, Provinca and No.)

O




AB-40 (Side A) 2018-12

' BOILERS AND PRESSURE VESSELS
‘ REPAIR OR ALTERATION REPORT (A) #: 549633

OWNER EQUIP. NO:

the pressure equipment safety authotity

REPAIR ORG. JOB NO: V-242338-6

REPAIR [ ] andfor ALTERATION Partial [ ] Final
1. Name of Qrganization doing Repair/Alteration CAPE Manufacturing Lid.
AddressLSD; 16-01-40-16-W4M Halkirk, AB. TOC 1M0, Canada  AQP No. & Expiry Date AQP No.1529 & August 20, 2026
2. Name of Owner ] Chadwick Energy Services
Address #200, 3605 29th Street NE Calgary, AB. T1Y 5W4, Canada
Location of Installation CAPE yard LSD: 16-01-40-16-W4M Halkirk, AB. (stock)
3. Boiler/Pressure Vessel Description Vertical Scrubber CRN R8415.2
Manufacturer's Name Corlac Industries Ltd. Serial No, PV-1314
4, Qriginal Design Conditions:
a) Vessel/Shellside/Boiler: Max Allowable Working Press. 1440 psig Min/Max Design Temp -20°F ; 100°F
b) JacketTubeside: Max Allowable Working Press. Min/Max Design Temp /
5. New Design Conditions:
a) Vessel'Shellside/Boiler: Max Altowable Working Press. 1440 psig Min/Max Design Temp -20°F 1 100°F
b) JacketTubeside: Max Allowable Working Press. Min/Max Design Temp /

6. Description of defacts (location and types of deterioration that resulted in the repairfalteration).

No defects

7. Original Code Edition and Addenda ASME Sect, VIl Div.1 Year 2004 Addenda

8. Code Edition and Addenda used for performing the work ASME Sect, Vili Div.1  Year 2023 Addenda

9. Description of Work performed. {Step by step description of repair/alteration method used, Attach additional pages as required, and reference
any additional documents used to provide the required information; such as repair or alteration procedures, drawings, and specifications.)

-Replace 1" TOL on top head (C7) with 2" TOL (C7R).

-Add 2" TOL to shell (C10R).

-MP1 new holes in shell, head and where N/P bracket will be welded to shell.

-Add new TOL's and N/P bracket using approved welding procedures and qualified welders,
-Perform MP} on all areas that had weld added.

-Hydro scrubber to 2160 psig

-Install nameplate to bracket and have witnessed by A.l.

10. Heat Treatment: Preheat Temp 100°F Post Weld HT (Temp./Time) N/A Other

11, Non Destructive Examination (Specify type and extent).

MPI new holes in shell,head and where N/P bracket attaches to shell.
MP! new TOL's and N/P bracket after being welded to shell.

12, Pressure Test Vessel/Shellside/Boiler TubesidelJacket

a) Hydrostatic 2160 psig
b) OtherTest




AB-40 (Side B)

(A} # 549633 OWNER EQUIP. NO,
13. Materlal - List any material used in repair/alteration and any base material welded on:
Material Thickness / e Thickness / .

Item Specifications Schedule Diameter ltem Material Specifications Schedule Diameter
Shell/Drums SA-106B 0.688"° 1275°00 | Heads! Ends SA516.70N 0.625" 12.75" 0D
Tubesheet Tubes
Nozzles . : . Flanges/Fittings | 27 NPT Threadolet SA-1058 | Class 3000 2375°1D

14. Welding Procedures — Alberta Registration Number WP- 3326.2 WPS Numbers used: Cape4/Cape-12

15. Welded Replacemant Parts: Attached are Manufacturer's Partlal Data Reports or Repair/Alteration Reporis properly identified and signed
by Authorized Inspectar for the following items of this report: (Welded paris supplied by others).

16. Responsibility Owner/Client. Identify below items that the owner/client has assumed respansibility for. Note (2)

a) Alteration Design Submission b) RepairfAlteration Procedure: ¢) Material Contral

d) Welding Control e) NDE f) Heat Treatment g) Pressure Test

Note 2: Owner/client must have a valid Alberta Quality Program (AQP), for the scope of work, to assume responsibility for
functiong, d, e, f, org.

17. REMARKS:

18 CERTIFICATE OF COMPLIANCE

We certify that the statements made in this Report are correct and that all design, material, construction and workmanship on this repairfalteration conform
to the requirements of the Alberta Safety Codes Act and Regulations and the AB-513.

a) For all items except for items identifled in 16: ' b) For items identified in 16 only:
CAPE Manufacturing Ltd.
{Repair/Alteration Crganization Name) {Owner/Client Organizatlon Nama)

AQP#1529 Expires AUG.20, 2026

(AQP Number & Expiry Dat (AQP Number & Expiry Date)
i 12/l

(Signature & Date)  _— {Signature & Date)

-logn [t)&'f-/tf
(Print Name)
19. DATE WORK WAS COMPLETED: /o?// 7A7‘7/
20, CERTIFICATE OF INSPECTION

| have inspected the repairs and/ar allerations described In this report. To the best of my knowledge, this work has been done in accordance with the

Safety Cades Act and Regulations and the requirements established in AB-513,
h) ABSA Safe y'l,'Tes Officer Certification

(Print Name)

a) In-service Inspector (IS1) Certification Wh Kis i ted by ABSA
(When the repair is inspected by an 151 per the requirements (When wark is Irjspected by )

established in AB-513) saf ty / /
YoV a9/ A

Owner-Userf/lnspection Company Name AQP# ,{g CO Slgnatur & Dat
B 1 og
In-Service Inspector Signature & Date P ? Name %&"eslgnatlon of Powers Number

by €™

In-Service Inspector Name {Please Print)

In-Service Inspector Alberta Cert #

Report Reviewed and Accepted by ABSA SCO ;

Print Name & Designation of Powers Number ABSA SCO Signature & Date




wo-5 STANDARD TOLERANCES CONNECTTION SCHEDULE
EABRICATION;

GENERAL DEVIATION: % Jg* CLASS & MINIMUM PROJECTION WELD SIZE WELD
OVERALL LENGTH: & )4" MARK | QTY. | SIZE | SCH TYPE SERVICE peETAIL | BOM ITEM NO.
ANGULAR: £ 1° I INSIDE. OQUTSIDE A B c

Nt | v | 27 | 160 | 600 RFWN | INLET - 6 -1 -1 - - s 7

:Ag.r;%l:cs;}i;- L5 is s u e d F o r N2 1 25 160 600 RFWN | GAS OUTLET a | - - - - - = S, 7

'::": CC;ZE:‘; Co n gtru Cti o n €3 | 1 | 22 | NeT | 3000 TOL |LC - - - - - - |10

06’/‘70%( cars| 2 | % | net | 3000 oL |16 E i | - |2
issued to Fab. Manager cs | 1 | 1= | NeT | 3000 TOL |ORAN 7 = - - - - - In

S h ce 1| % | wer 3000 TOL |PI ] - " 3 - - 1

Released for Fabrication h
C/R [ 1 | 2o | NPT | 3000 TOL | VENT/INSPECTION = " & S —

. c8 T et st G = : ) ARE e

c9 | 1+ | 1 | NeT | 3000 TOL |RELEF e = — —

CloR| 1 | 2° | NPT | 3000 TOL |LSHH = = | -1 - 5 |13

BILL OF MATERIALS
@ mem [ arv. [ comment 3/4" vescriprion MATERWAL
~—@ 270 — - {H 3
0 i 1 | 2 |HEADs PLATE - 12%° 0D x )" THK 21 SE /0,(,35 m’m)_ﬁ SA-516-70N
———a= ot
2 |1 |sHew PIPE - 12” SCH 80 (.6887) x 3'-0" LG SA-1068
3 | 1 |skirr PIPE — 12" SCH STD (.375% EXISTING
CIRC §2
28 1/2" 4 X
180° 5 | 2 [N1-2 FLANGE — 2° CLASS 600 x SCH 160 BORE EXISTING
a 200 :
e @ 7| 2 [nm-2 PIPE - 2” SCH 160 (.344") EXISTING
o~ 9 | 2 |c7r, cioR THREADOLET — 2°~NPT CLASS 3000 ON 12" SA-105N
o
J : @ 0] 1 |c3 THREADOLET - 2°-NPT CLASS 3000 ON 12° EXISTING
o 10° 0|
w - —Ei i (29 11| 3 [cs, c8-9 THREADOLET - 1°~NPT CLASS 3000 ON 12° EXISTING
" | [ 12 | 3 |ca,c8 THREADOLET - %"—NPT CLASS 3000 ON 12° EXISTING
@ 7x : I : 2 (cen 13
=N {J¥ REFERENCE 0" T
CIRC #1 | LTERATION NOQT =
@, &H—y 1. REPLACE 1" TOL ON TOP HEAD (C7) WITH 2" TOL (C7R). 16
. 2. ADDED 2" TOL (C10R) TO SHELL.
~ 3. MPI C7R, N1OR CUT-OUT AND WHERE NAMEPLATE BRACKET WILL 17
/—® BE_WELOED TO SHELL BEFORE INSTALL.
4. ADD NEW TOLS AND NAMEPLATE BRACKET USING APPROVED 18
| WELDING PROCEDURES AND QUALIFIED WELOERS.
i 5. MPI TOLS AND NAMEPLATE BRACKET AFTER WELDING. 19
6. HYDRO TO 2160 PSIG. 3
7. INSTALL NAMEPLATE TO BRACKET, WITNESSED BY SCO. 20
GENERAL NOTE 21 | 1 |NAME PLATE STANDARD NAME PLATE AND BRACKET EXISTING
1. QUALITY CONTROLPROGRAM NUMBER: AQP-1529 e
DESIGN NOTES z WELDING PROCEDURE REGISTRATION NUMBER: WP-3326.2
12%" 0D SKIRT 1 - HYt
d DESIGN & FABRICATE TO: ASME SECTION VII DVISION 1, 2004 EOITION &' EXDOSED NODE On GUISIDE EOGES OF NOZZLES OR OPENINGS
MAXIMUM ALLOWABLE WORKING PRESSURE (MAWP): 1440 PSIG SHALL HAVE AN 1/8" MINIMUM. RADIUS.
afrflmuﬁlgﬁgfagh‘ggaFPERATURE: —20°F AT 1440 PSIC 2 é‘,:LEASO';LD"%';,EViJ&Lﬁ%ﬁ%ﬁﬁcgeﬁgkgﬁfggsm (7D
ELEVATION VIEW IMPACT TESTS: PER U1-A 8. EXTERNAL SURFACE PREPARATION: SSPC-SP3 CAPE MANUFACTURING LTD.
PAEEAHTASEOTIEERRUW S 1) (a)3(b) | (RT=2) 9. EXTERNAL COATING: ONE COAT CLOVERDALE PRIMER , BOX 216, HALKIRK, AB  TOC tMD
PWHTE%ER‘SgSF—SS- T 10. USE WELD PROCEDURE (CAPE—12) FOR ALL TACK WELDS. TELEPHONE: (403) 884-2442  EMAIL: SALESOCAPEMFG.COM
HYDROSTATIC TEST PRESSURE: 2160 PSIG H: g;: P 3231 CLENT: STOCK
CORROSION ALLOWANCE: 1/16" Vs ) —08-
WEIGHT EMPTY: 400 LBS 13. Af: 549633 DATE; 24-08-21 | VERTICAL SCRUBBER VESSEL
WEIGHT FULL OF WATER: 700 LB8S _ JOB |NO: CML-242338 12 3/4" OD x 3'-0" s/s
ORAWN BY: |KG 1440 PSIG AT —-20°F / 100°F
0 |24-10-03 [ISSUED FOR CONSTRUCTION ke | ] cHeckeo e DWG NO: REV
o Tt ST TR S RS TS W atteer D Mot Bty s REV | DATE REVISION gy _| AP ] appleY: CML-242338V-6 0




S~

Quality Control Manual

Cape Manufacturing Ltd.

Repair / Alteration Inspection Checklist

Boiler/Vessel Title

Manufacturer/Serial Number

Alberta (A) No.

12 3%"0D x 3'-0" S/S Vertical

PV- 134

549633

© Cape Manufacturing Ltd. 2023

Scrubber N\nAAa A
Al REVIEW: yv V) REVIEWDATE: ) 7/c5/AY
& ¥
Indicate Segfience Numbers And Hold Points Which Are Applicable By
Seq. Operations Hold Comments Rep. Org. ABSA Owner Insp.
Points . M AL
1 Repair/Alteration Procedure Accepted by | 4 ¥ Ylj \
Authorized Inspector // mﬁg/}’f | H[ })' \
2 Welding Procedures Registered for ¥ W y
Welding to be done V O?ﬁf/ o 21 o5 2M
3 Welders have valid Alberta P.Q. Card for | ' ’
work to be done ?“/ 07/05/2'1( %(ﬂ bl
DE N1/
4 Cracks MT/PT check after removal ¥ NELD PREPS 19/11/5%3 V{ra i1l
ha Materials to be used
- checked against PO/Drawing i 12/0?/ a4
5b - material identified with correct SA/SB
specifications ?ﬁ/ / 2/07/ ay
5¢ - material test reports checked against v ‘
specifications [l
a Fit up
- shell courses-flush patches-heads
6b - tubesheet /shell - firetube
6c - nozzles and fittings Iv_12//0/ a1
7 Radiographic Examination T,
8 Ultrasonic ExaminationfMT/PT * V= 12 /i1 /209y YV ol 14 ]9u
9 Internal Visual after welding X % o 1afufaq WL 1
10 External Visual after welding ¥ e 12/ 11)24 MR
11 Heat Treatment i !
12 Hardness Tests e A
13 Hydrostatic Pressure Test ¥ ¥ | Gauge No.'s }.m e T &/ﬁvﬂ‘;{ T
14 Alternative Test (Specify) unn '
15 Alberta Repair/Alteration Form AB-40 Tvy
completed ¥ ﬂ‘/ N/H/M Qrﬂ A#1@4 P)\
16 Repair/Alteration Nameplate attached ¥ v 12/r3/2n v ‘(j_\[q ;}u\\
OUTLINE SKETCH MATERIAL USED IN REPAIR/ALTERATION
(Record Welders' Symbols and Heat No.'s, Radiograph ID. ltem Mat'l Spec Plate & Heads Thk. Sch. Rating
No.’s) Attach separate sketch if required. Heat & Plate#
Shell/Patches
Heads/End
Tubesheet
Firetube
Nozzles
Fittings
,‘L Flanges

This document is the property of Cape Manufacturing Ltd. This Quality Control Manual or any referenced document may not be copied, stored
or transmitted in any form, and must not be passed on to any third party without the written authorization from Cape Manufacturing Lid.




Cape Manufacturing Ltd.
Quality Control Manual

Travel Sheet (Back) 242338V-6

Y
} MATERIAL THICKNESS VERIFICATION AND IDENTIFICATION WPS #/ WELD 1.D. / WELDER SYMBOLS / FIT-UP
e i e e e R A
Shell #1 L- Cc-
ITEM # L— C-
Shell # 2 L- C-
ITEM # L- C-
Shell # L- C-
ITEM # L- C-
Head #1 Cc-1
ITEM # C-
Head #2 Cc-2
ITEM # C-
Boot #1 Shell G
Boot #1Head C=
Boot #2 STUB [ =
Boot #2Head C—
Consumable
WPS# /WELDER SYMBOLS / FIT-UP
Mark Mat. 1.D. Neck Fitting Repad or Attachment Cat. B C?;t Pad OD
C7R Spec.-Grd. SA-105N Z
vel | Thi/Rating éL 1:;000LO CA1P2E -
Heati# or ID 51185 W
C10R | spec.-Grd. SA-105N Z
LSHH 1 Thi/Rating 2" TOL CAPE-
CL 3000 12
Heat# or ID 51185 }’/
Spec.-Grd. SA-36/SS Z
Thk./Rating STANDARD CAPE-
NAME PLATE 12
AND BRACKET
Heat# or ID EHK /ﬁ/
Spec.-Grd.
Thk./Rating
Heat# or ID
Spec.-Grd.
Thk./Rating
Heat# or ID
Spec.-Grd.
Thk./Rating
Heat# or ID
Spec.-Grd.
Thk./Rating
Heat# or ID
Spec.-Grd.
Thk./Rating
R Heatd# or ID

© Cape Manufacturing Ltd. 2017

This document is the property of Cape Manufacturing Lt

d. This Quality Control Manual or any referenced document may not be copied, stored
or transmitted in any form, and must not be passed on to any third party without the written authorization from Cape Manufacturing Ltd.




X\ HUNT

INSPECTION LTD.

QuALITY CONTROL & PROCEDURES MANUAL

TECHNICIAN CERTIFICATIONS

CGSB 48.9712 Level Il RT - MT #6085
Jacob McHollister RT - MT - PT-HT
SNT Levelll ;1 pigital Thickness 72082
{ATIINAL NG : Y
Name | Nom Jacob McHollister L ] Reg. Number | No matncule ﬁ’ﬂ!
Certified to CAN/CGSB-48.9712-2014 | Certifié selon CAN/CGSB-48.9712-2014

METHOD LEVEL SECTOR EFFECTIVE DATE EXPIRY DATE
ME THODE NIVEAY SECTEUR DATE EFFECTIVE

EXPIRATION
R1 2 EMC 2021/10/12 2025/081. d

2 EMC 2021/10/12

/ﬁ} HUNT  sNT CERTIFICATION \ HUNT  sNTCERTIFICATION
INSPECTION LTD. #6085 INSPECTION LTD. #6085
Jacob McHollister Technician: Jacob McHollister
SNT Level Initial Cert. Re Cert. Expiry
has met the requirements of SNT certification in Method Date __Date __Date
accordance with Hunt Inspection Ltd. written practice RT I Jan. 05,2005  Dec. 30,2019  Dec. 29, 2024
PQ-1 Rev. 22 that meets the requirements of ASNT MT I Jan. 1572005 RyDacasOr 20100mmUSc 20, 2024
. - PT I Jan. 22,2007  Dec. 30,2019  Dec. 29, 2024
recommended practice SNT-TC-1A 2020 edition, in the e
nondestructive testing methods listed on the reverse side P I APiNT5320 172D S0F20TORR DG, 2972024
f thi d HT Il Jan. 03,2019 Dec. 30,2019 Dec. 29, 2024
Oulhls carc, Name of Level !l Examiner &
Certifying Authority: Joel Norman
Signature of Level Il Examiner &
Certifying Authority: % e AN
Date of Issue: April 25, 2024

QQ;]

APR 2 ¢ 2024




/ﬁ% HUNT

PECTION LTD.

EYE ExAM

NDT PERSONNEL CERTIFICATION TO THE STANDARD
CAN/CGSB 48.9712-2022 & ASNT SNT-TC-1A 2020
ANNUAL EYE EXAMINATION REPORT
In accordance with the Standard CAN/CGSB 48.9712 “Non-destructive Testing — Qualification and Certification of

Personnel” and ASNT recommended practice SNT-TC-1A, this Eye Examination Report, consisting of three vision
requirements: Near Vision, Distance Vision, and Colour Vision for examination in any of the of NDT Methods

APPLICANT’S NAME: JacoB MCHOLLISTER REGISTRATION NUMBER: #6085

| am submitting for the following: (Please check)

EXAMINATION [] RENEWAL [X RE-CERTIFICATION []

INEAR VISION ACUITY: shall permit reading of a Jaeger number 1 or equivalent letters at not less than 30.5 cm with one or
both eyes, either corrected or uncorrected.

| CONFIRM THAT THE CANDIDATE:

|:| Meets the requirement without correction
@ Meets the requirement with correction

[:I Does not meet
Dorrin Hunt -:D_“ MJI

Examiners Name Examiners Signature
President January 4, 2024
Appointment/Title Date of Eye Examination

COLOUR & GRAYSCALE CONTRAST DIFFERENTIATION

The following tests must be completed:

(1) Colours using the HHR 4" Edition 24 tablet test for colour blindness for the NDT method(s) concerned.

(2) Grayscale using Skerik Grey Scale test or a calibrated step tablet, density strip with a minimum of 10 steps for the NDT
method(s) concerned.

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

Dorrin Hunt -:D—“ M—?I

Examiners Name Examiners Signature

President (\'_Q‘ January 4, 2024
JAN U;\IUZL

Appointment/Title Date of Eye Examination
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ED

& i B AE .
-- H l l{N I Invoice #: JHM24129
LIUILN 1 MT - PT - UT INTERPRETATION REPORT Reiort: JHM24129-9MT
INSPECTION LTD. Page: 1 of 1
Hunt Inspection Ltd. - Offices Date: December 9, 2024 Acceptance Code: " AMSE Sec. VIII, Div. 1 (2023)
Technician Sign: Client: Specification: Appendix 6
Bhertion Ahen Cape Manufacturing Ltd Hunt QC Procedure: MT-1 Rev.15
Box 248, Stettler, AB, TOC 2L0 conth ape Manutacturing Lbd. A d T
PH: 403-742-4868 Technician Certification . Technique: =
JACOB MCHOLLISTER Location: WD qu:;rauor, il 2:;3:38 .
SNT LEVEL Il alkirk Facility o
Lacombe, Alberta CGSB 48.9712 AFE#H
PH: 403-740-9211 ) Reg. Hours | O.T.Hours | Total Hours K.M. P.O#:
LEVEL Il #6085 = ; 878 i0 AR 549633
web: www.huntinspection.com Assistant: Kolby Armstrong i ) Ser#: PV-1314
>z o s/ & .
£ g g /& £ 5 g &
x E &5 X 5 9 § & cg?
&S g /3 & ¢ y
-3
ITEMS INSPECTED: | 12" Scrubber Before Welding
MT1 12" | 688" | C| / ID Plate Area v
MT2 2 | oL (e| /|  AtC7R (Head) v
M3 | 2 | ToL [c| / At C10 (Shell) %
Comments: No relevant indications found at time of final inspection. Photos indicate area of inspection (100% of designated area inspected)
Material Legend Equipment Inspection Information Report Acceptance
C = (Carbon Steel Parker B300 AC Yoke Ser: 11615 Method: MT - Wet Visible, Black On White o
S = Stainless Steel Ardrox 8301W White Contrast Paint Lot: 5050322 Lighting: Visible Light > 100 fc Client Rep. %f‘c‘-) E( ) O{'\
C/S = Carbon Steelto Ardrox 8032 Black Magnetic Particle Suspension Lot: 65041823 Surface Condition: As Ground
Stainless Steel Certified 10LB Lift Test Block Ser: 1121 Surface Temperature: 15C Current: A.C 5
A = Aluminum Daily Yoke Verification: 10 Ib Lift at 9" Leg Spacing - B Pass Client Rep. Sign:
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v @ .
{ H l jl N IL ; Invoice #: JHM24131
J AN MT - PT - UT INTERPRETATION REPORT Report #: JHM24131-9MT
INSPECTION LTD. Page: 1 of 1
Hunt Inspection Ltd. - Offices Date: December 10, 2024 Acceptance Code: AMSE Sec. VIII, Div. 1 (2023)
svenbiriliar Technician Sign: Client: Specification: Appendix 6
tettler, a i
] : T-1Rev.1
Box 248, Stettler, AB, TOC 2L0 H N Cape Manufacturing Ltd. Hunt A€ Procedure MT-1 Rev.15
PH: 403-742-4868 Technician Certification Technique: 1
Location: Contractor: Cape
JACOB MCHOLLISTER
Halkirk Facility Job#: CML-242338-6
SN |
Lacombe, Alberta CG;L:ESVE;-I'Z AF.EH:
PH: 403-740-9211 ) Reg. Hours | O.T.Hours | Total Hours K.M. P.O#:
LEVEL Il #6085 At 549633
web: www.huntinspection.com Assistant: Chase Anderson 0.75 / 0.75 10 Ser#: PV-1314

Re”'a,*_‘

ecepy
Refeq

ITEMS INSPECTED: [

12" Scrubber After Welding

/ED

MTIA | 12" | 688" | C| 2 ID Plate Welds 1«1

MT2a | 2" | TOL | C| 2 AtCR (Head) 11

MT3A 2" | TOL | €| 2 At €10 (Head) v

N 1 - N o Comments: Na relevant indications found at time of final inspection. Photos indicate typical area of inspection (100% of welds inspected)
Material Legend Equipment Inspection Information Report Acceptance
C = Carbon Steel Parker B300 AC Yoke Ser: 11615 Methed: MT - Wet Visible, Black On White N
S = Stainless Steel Ardrox 8901W White Contrast Paint Lot: 65050322 Lighting: Visible Light > 100 fc Client Rep. , )O,r(:\] Er 100
C/S = Carbon Steelto Ardrox 8032 Black Magnetic Particle Suspension Lot: 65041823 Surface Condition: As Ground -
Stainless Steel Certified 10LB Lift Test Block Ser: 1121 Surface Temperature: 15C Current: AL

A = Aluminum Daily Yoke Verification: 10 Ib Lift at 8" Leg Spacing - M Pass Client Rep. Sign: o~
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Exhibit 18.2: Pressure Test Affidavit

CAPE MANUFACTURING LTD.
PRESSURE TEST AFFIDAVIT

ISSUED: V-242338-6 DATE: Dec.19,2024
LOCATION ISSUED CAPE MANUFACTURING LTD.
DESIGN PRESSURE TEST PRESSURE REQUIRED GAUGE NO'S USED:
1440 psi 2160 psi Two (2)
TEST HOLD TIME REQUIRED ID NO: CAP-5006 RANGE: 0-5000 psi
60 Minutes
ID NO: CAP-5008 RANGE: 0-5000 psi
TEST MEDIUM MEDIUM TEMPERATURE REQUIRED
Water 50F

PRESSURE INCREASE NOT TO EXCEED 1,000 kPa /MINUTE

DESCRIPTION EQUIPMENT / SYSTEM

- Hydro Test 1 (One) 12 3/4"0D X 3'-0" S/S Vertical Scrubber Vessel.

NOTES:

1. EQUIPMENT / SYSTEM TO BE INSPECTED BY QUALITY CONTROL REPRESENTATIVE AND AUTHORIZED
INSPECTOR BEFORE HYDROSTATIC TEST.

2. SEAL ALL NOZZLES USING BLANK FLANGES AND GASKETS - NO GREASE OR OTHER COMPOUNDS

TO BE APPLIED TO GASKET SURFACE.

3. COUPLINGS AND WELD-O-LETS ETC. TO BE PLUGGED AND TEFLON TAPE OR WHITELEAD MIXTURE MAY
BE USED FOR SEALING.

4, PROVIDE AT LEAST ONE (1) VENT OPENING AT HIGHEST POINT DURING FILLING.

5. WATER TEMPERATURES SHOULD BE AS SPECIFIED BUT NOT LESS THAN 30F ABOVE MINIMUM DESIGN METAL TEMPERATURES OR
MORE THAN 120F FOR ALLOY STEELS.

6. MINIMUM OF TWO CALIBRATED GAUGES, INSTALLED ON THE EQUIPMENT TESTED.

7. TEST GAUGES SHOULD SHOW CALIBRATION DATE WITHIN 12 MONTHS OF DATE OF FIRST USE.

8. TEST PRESSURE SHOULD BE HELD AS SPECIFIED BEFORE VIEWING.

CONTRACTOR OWNER INSPECTOR
. CAPE MANUFACTURING, LTD.
I 0s 1L P2 VN 4 =S AP LS PRINT OR TYPE NAME HERE DATE:
\ TEST COMPLETED BY _ (DATE: Dec.19,2024
> 2 )
B BION - e e SIGN

AUTHORIZED INSPECTOR

AT i
QUALITY CONTROL WI %’ DATE: Dec.19,2024
- PRINT OR TYPE NAME HERE DATE

SIGN

SIGN
)

© Cape Manufacturing Ltd. 2020
This document is the property of Cape Manufacturing Ltd. This Quality Control Manual or any referenced document may not be copied, stored
or transmitted in any form, and must not be passed on to any third party without the written authorization from Cape Manufacturing Ltd.




Certificate of Calibration

Harvie Instruments Ltd. certifies this gauge has been calibrated using measurement standards
traceable to the National Research Council, the National Institute of Standards and Technology,
or derived from accepted values of natural physical constants.

Pressure Standard #1 TB-1 Dead Weight Tester 573
Pressure Standard #2 TB-2

Client: Cape Manufacturing Ltd. Date: May 8, 2024

Device: Wet Pressure Gauge
Serial #: CAP 5008

Cal Due: May 7, 2025

(@57 USED #iag &1, 224
Make: Wintérs O

Device Accuracy Rating

Pressure Range: 5,000 PSI +/- 1.0 % of Full Span
Final Comparison Results
A Standard | Gauge | Deviation | % of Full

Step# | % Scale’] "=ps) PSI pS Span
1 0 0 0 0.0 0

2 10 500.0 494.0 -6.0 -0.12

3 20 1,000.0 | 1,002.0 2.0 0.04

4 40 2,000.0 | 2,003.0 3.0 0.06

5 60 3,000.0 | 3,019.0 19.0 0.38

6 80 4,000.0 | 4,045.0 450 0.90

[/ 100 5,000.0 | 5,050.0 50.0 1.00

8 50 2,500.0 [ 2,515.0 15.0 0.30

9 0 0 0 0.0 0.00

Maximum Deviation|  50.0 1.00

ACCEPTED AT STATED ACCURACY
Calibrated / Certified by or under the direct supervision of:

J.Vincent
Calibration Yechnician

Remarks: Gauge was received out of accuracy. It was adjusted or repaired as required and returned to accuracy.
Any number of factors can cause the gauge to drift out of tolerance at any time following its calibration.

6879A - 52 Ave

‘B " Anv. E ‘ Red Deer, AB. Canada T4N 4L2
i . Ph: 403-347-6001

© 2024
Proudly Serving Industry Since 1967




Certificate of Calibration

Harvie Instruments Ltd. certifies this gauge has been calibrated using measurement standards
traceable to the National Research Council, the National Institute of Standards and Technology,
or derived from accepted values of natural physical constants.

Pressure Standard #1 TB-1 Dead Weight Tester 573
Pressure Standard #2 TB-2

Date: May 8, 2024

Cal Due: May 7, 2025
FiRST USED Aug Al 203
Make: G O

Device Accuracy Rating

Client: Cape Manufacturing Ltd.

Device: Wet Pressure Gauge
Serial #: CAP 5006

Pressure Range: 5,000 PSI +/- 1.0 % of Full Span
Final Comparison Results
5 Standard | Gauge | Deviation | % of Full

Sk [ X hcae i8S PSI PS| Span
1 0 0 0 0.0 0

2 10 500.0 477.0 -23.0 -0.46

3 20 1,000.0 982.0 -18.0 -0.36

4 40 2,000.0 | 1,980.0 -20.0 -0.40

5 60 3,000.0 2,981.0 -19.0 -0.38

6 80 4,0000 | 3,978.0 -22.0 -0.44

7 100 5,000.0 | 4,962.0 -38.0 -0.76

8 50 2,500.0 2,480.0 -20.0 -0.40

9 0 0 0 0.0 0.00

Maximum Deviation 38.0 0.76

ACCEPTED AT STATED ACCURACY
Calibrated / Certified by or under the direct supervision of:

J.Vincent
Calibration Technician

Remarks:

Any number of factors can cause the gauge to drift out of tolerance at any time following its calibration.

6879A - 52 Ave

HARV' E ‘ Red Deer, AB. Canada T4N 4L.2
i Ph: 403-347-6001

Proudly Serving Industry Since 1967

© 2024




Cape Manufacturing Ltd.
Quality Control Manual

Name Plate Facsimile

*NOTE: The “NB STAMP” and the National Board serial number shall only be marked on
nameplates if the item is registered with the National Board.

(N
ALTERED BY
CAPE
MANUFACTURING LTD.
ALTERED DECEMBER 2024
YEARBLT. | 200 SERIAL No. | "V1314
VESSEL TYPE 12 %” OD X 3’-0” S/S VERTICAL SCRUBBER VESSEL
M.AW.P | 1440 PSI AT 100 oF
M.D.M.T. | -20 oF AT 1440 PSI
SHELL TK. | 0.688 IN HEAD TK. | 0.625 IN
CRN | R9415.231 CA. | 00625 IN
A#:
CAPE JOB # V-242338-6
Mailing Address: Box 216 Halkirk Alberta Canada TOC 1M0

and numbers must be at least 5/32" high.

© Cape Manufacturing Ltd.

This document is the property of Cape Manufacturing Ltd. This Quality Control Manual or any referenced document may not be copied, stored
or transmitted in any form, and must not be passed on to any third party without the written authorization from Cape Manufacturing Ltd.

2013

Date: January 01,2013 — Ist Edition, Revision: 0

Markings shall be produced by casting, etching, embossing, debossing, stamping or engraving
and the characters must be either indented or raised at least 0.004 inches (0.10 mm). Letters







33404 the pressure equipment s'afe.ty austh‘ogfy

Grave “B” Pressure Weler's
Certificate of Competency

This is to certify that Cole Sutley
has satlsﬁed the requnrements of the Pressure Welders Regulations under
des Act andis hereby issued this certificate of competency

Dated at Edmonton
June 16, 2023
| W-75982 G
“File no &~ 4~ Administrater

’l

STtam P
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WELDER QUALIFICATION RECORD (WQR)

Welder's Name _Cole Sutley ABSA File No.: _W-75982  Stamp# Z
Identification of WPS followed by welder during welding of test coupon: CAPE-12(rev3) W.P. Reg. #WP 3326.2
Base material(s) welded: SA-106 GRD-B Thickness: 15.875mm X Test Coupon 0O Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: GMAW GMAW(MC) [ GMAW GMAW(MC)
Type of Welding (e.g., Manual, Semi-Automatic) Used: ~SEMI AUTO SEMIAUTO | SEMI AUTO SEMIAUTO
Base Metal P or S Number: To P or S Number: P-1 P1-P15F,P34,P4X
Plate X Tube (enter diameter if pipe or tube): 64 mm 25 mm min. O.D.
Backing (metal, weld metal, double-welded, etc.): NONE WELD METAL With/Without With
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.18 5.18
Filler Metal or Electrode Classification(s) (info only): ER70S-2 ER70C-6M
Filler Metal or Electrode F-Number (s): F6é F6 (MC) Fé Fé (MC)
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
Consumable Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process:
Process 1: GMAW 3 Layers minimum [ Yes X No F6 2.79 F6 3.07mm
Process 2: GMAW(MC) 3 Layers minimum X Yes [ No F6(MC)13.085mm F6(MC)MTBW
Welding Position (2G, 6G, 3F, etc.): 6G 2G All Flat Hor
Progression (Uphill or Downhill): DOWNHILL N/A DOWNHILL N/A
Fuel Gas for OFW, Inert Gas Backing for GTAW, PAW, GMAW: None With/without  With
Transfer Mode (spray/globular or pulse to short circuit-GMAW): SHORT-CIRCUIT / Spray | SHORT-CIRCUIT/SP,G,P
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A N/A
Results
Visual Examination of Fit up Root Gap: 6mm Tack Welds: _Bridge (Length: _10mm_ Number: _2 )

Root Pass: (Describe Discontinuity if Unacceptable): Acceptable

Completed Weld: (Describe defects if Unacceptable): Acceptable

Bend Test: Transverse Root and Face [QW-462.3(a)] Longitudinal Root and Face QW-462.3(b)] X Side [QW 462.2]
O Pipe Bend Specimen, corrosion resistant overlay[QW462.5(c)] [d Plate Bend Specimen, corrosion resistant overlay [QW462.5(d)]
O Macro Test for Fusion [QW462.5(b)] [0 Macro Test for Fusion [QW462.5(¢)]

Type Resuit Type Result Type Result
Side BEND 1 Acceptable Side BEND 2 Acceptable
Side BEND 3 Acceptable Side BEND 4 Acceptable
(For alternative qualification of groove welds by radiography to QW-191)
R.T. Results: U.T Results:
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

Record Information

Film or Specimens Evaluated by: Lee Yasinski Company: Red Deer Polytechnic
Welding supervised by: Jim Gonda
Mechanical tests conducted by: Lee Yasinski Laboratory test no.:

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 | Pé:he ASME Code.

ACCREDITED ORGANIZATION: RED DEER YT{(&HNIC AOQP No.: 7114 Expiry Date _MARCH 26 /2024

Certified by: F-;fz_.__.- = iner Kil "\ E-00326 Date: DEC 12%,2023
Company Representative: c 'Q‘lm Gonda i Examiner Lee Yasinski
P.Q. Card No. (When issued:) 4;5"2"{;“"“‘* [ 7 ' Performance Test Reference No.:

Test Coupon I.D. No.: LY-2 ) / Date Coupon is to be retained to:  Jan 12t",2024
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WELDER QUALIFICATION RECORD (WQR)

Welder's Name Cole Sutley ABSA File No.: W-75982 Stamp No.: Z
Identification of WPS followed by welder during welding of test coupon: CAPE-1SR{(REV W.P. Reg. #WP 3326.2
1) - =
Base material(s) welded: SA 106 GRD B Thickness: 15.875mm xTest Coupon 3 Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW
Type of Welding (e.g., Manual, Semi-Automatic) Used: MANUAL MANUAL
Base Metal P or S Number: To P or S Number: P-1 P1-P15F,P34,P4X
O Plate X Tube (enter diameter if pipe or tube): 64 mm 25 mm min O.D.
Backing (metal, weld metal, double-welded, etc.):  NONE WELD METAL With/Without With
Filler Metal or Electrode Specification(s) (SFA) (info only): SFA 5.1
Filler Metal or Electrode Classification(s) (info only): E6010 E7018
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
Consumabile Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process:
Process 1: SMAW F3 3 Layers minimum [0 Yes X No F32.875 mm F3 5.75mm
Process 2: SMAW F4 3 Layers minimum XYes O No F4 13mm F4 MTBW
Welding Position (2G, 6G, 3F, etc.): 6G ALL
Progression (Uphill or Downhill): UPHILL UPHILL
Fuel Gas for OFW, 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, DCENY): N/A N/A
Results
Visual Examination of Fit up Root Gap: 3mm Tack Welds: _Bridge (Length: _10mm_ Number: 3 )

Root Pass: (Describe Discontinuity if Unacceptable): Acceptable

Completed Weld: (Describe defects if Unacceptable): Acceptable

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

O Pipe Bend Specimen, corrosion resistant overlay[QW462.5(c)] O Plate Bend Specimen, corrosion resistant overlay [QW462.5(d)]
O Macro Test for Fusion [QW462.5(b)] 0 Macro Test for Fusion [QW462.5(¢)]
Type Result Type Result Type Result
SIDE BEND 1 Acceptable SIDE BEND 2 Acceptable
SIDE BEND 3 Acceptable SIDE BEND 4 Acceptable
For alternative qualification of groove welds by radiography to QW-191)
R.T. Results: U.T Results:
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
Record Information
Film or Specimens Evaluated by: Lee Yasinski Company: _ Red Deer Polytechnic
Welding supervised by: Jim Gonda
Mechanical tests conducted by: Lee Yasinski Laboratory test no.:

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 Code.

ACCREDITED ORGANIZATION: RED DEE A AOQP No.: 7114 Expiry Date MARCH 26, 2024
POLYTE IC

Certified by: e % anjipe ﬂlo: E-00326 Date: Dec 12',2023

Company Representative:  Jim Gonda L Examiner Lae Yasinskl

P.Q. Card No. (When issued:) 4105 — Performance Test Reference No.:

Test Coupon I.D. No.: LY-6 v / Date Coupon is to be retained to:  Jan 12th,2024

/






TACK WELDS

Tack welds may b2 usad on welded parts to hold edges in proper alignment until final welds are mac=

and shall use an appropriate qualified welding procedure.

REMOVAL

Insofar as practicable, tack welds shall be removed completely when they have completed their
purpose. Removal shall be by grinding and shall completely remove tack weald material exposing sound
base metal. Surfazes shall be inspected by the welder to be free from defects as to prevent inclusion of

any impurities into the weld joint.
INCORPORATION

Tack welds to be left in place shall be:
a) made by qualified welders to an appropriate gualified welding procedure.
0)  made at the root of the joint with the same electrode as that used in th= root pass.

b} cleaned to sound metal and blended into surrounding metal along their entire length.
b)  satisfactorily visually inspectad by the welder before incorporation into the final wald.
Inspection shall be over the entire length of the tack weld (including stopping and starting ends)

and shall ensure full fusion, completa penetration and that it be free from defects (slzg, cracks,

(

{

{c)  completely fused with th2 root pass.
{

(

porasity etc).

if found to b= defective, tack welds shzil be removad 2s outlined above.

STOPS & STARTS

i weiding is stopped for any reason, axtra care shall be taken in restarting. The stops / starts shall b=
ground to secure scund meatal at the Sase of weld metal first d2posited. £dges shall be blendad inie
surrounding metal and ends feathered to produce a continuous groove surface fres from abrupt ridges
valleys or discontinuitias. Welders shall inspect stops and starts before incorporaticn into the final we
to ensure it be free fram any defects and that it allows full penztration and comelets fusion to ths

2xisting stop / start

N A1/2%
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: : CERTIFIED MILL TEST REPORT s 2423380l
. . LOG NO.  F00000000198688 Page 4 of 6
: Th_e Best V:aluc " BONNEY FORGE CORPORATION
m Price, Quality, Service PO BOX 330 - 14496 CROGHAN PIKE - MOUNT UNICN. PA 17066-0330
- All The Time. (B14) 542-2545 - (800) 345-7546 « FAX (B14) 542-4906
www.bonneyforge.com
CUSTOMER: DATE 0272372024
CUSTOMER BONNEY ORDER NO. B000339882
ORDER NOQ.:
SHIP TO:

GRADE OR SPECIFICATION NO
CHEMICAL ANALYSIS, PHYSICAL PROPERTIES, REMARKS: !

ITEM QUANTITY LOT NO.

51185 18-12X23M ATOSN THRD T ./SAIA!
B 3 3 Wonns v Y v v
7551916 C0.200 Cb0.012 Co0. 0‘0} 0.080 Cu0.040¥YMn 1.110 Mo 0.004" Ni0.020
VP 0.005% 0.021v5i 0.220¥V 0.004
CE(Long Formula) = 0.41 Vv
TIPS 79.2786  Y/S{PSI) 58,87  EL{%u) 3660 RAPG) 57.50 ‘ V’ L/
Bripell ycéness I&BHN 139 BHN . Z.
Brisg! W, v Qx&w%MQ.-\_U- V2,148
13,19 v A45n CO+A0= oayf /
26 10 51169 8X3 3000 AIOSN THRD T SA/A 05N
7552025 C0.180 Co0.009 Cr0.160 Cu0.250 Mn0.990 Mo0.020 Nb0.004 Ni0.070
n P0.009 S0.018 Si0.205 V0.022
¢ CE(Long Formula) = 0.41
[/S(PSI} 75,565  Y/S(PSI) 51,924  EL(%) 35.20 RA(%) 61.92
Brinell Hardness 137 BHN 137 BHN
28 25 51292 3 X 23000A105NSOCK S SA/AI05N
7552572 C0.190 Cb0.010 Co0.003 Cr0.120 Cu0.020 Mn 1.020 Mo 0.002 Ni0.010
P0.005 S0.015 Si0.220 V0.005
CE(Long Formula) = (.39
T/S(PSI) 72,104  Y/S(PSI) 46,632 EL(%) 36.00 RA(%) 64.89
Brineii Hardness 137 BHN [37BHN
29 25 51204 10-8 X2 5000 A105N SOCK S SA/AI05N
7550026 C0.190 Cb0.002 Co0.009 Cr0230 Cu0.220 Mn0.990 Mo 0.020 Ni0.080
PO.OIO0 S0.015 Si0.209 vV0.021
CE(Long Formula) = 043
I/S(PSI) 76,132 Y/S(PSI)51.289 EL(%) 35.50 RA(%) 61.34
Brinell Hardness 141 RHN 130 RHN
o\ ASME STAMP SEC.II

e o 008 a0
\\\q\}wu ?D\Qé"\éh%\) D) wr_ Gl DATE_\_\LG_Q.},_Q\mq

We certify that the data on this sheet is a true copy taken from our records of material
Furnichad ve b dha nead Mhnmll o7 3z ohininad ke addicaaal )

e i . NN Q N .
§ =rRiaaeT US Y 18 BISCULIGH e, OF 35 Cowminel Oy aGuitoha uwnun.n) cheds 1:2 ! G z = D l I :
- Al od by

o B

158 248 e g : Billie Jo Clemens
CMTR: Rev 3 Quality Assurance Representative




T § ua CERTIFIED MILL TEST REPORT

LOG NO. FOOOO0000 198688 Page 6 of 6
® " ; .
' Th'e Best V'alut ) BONNEY FORGE CORPORATION
m Price, Quality, Service P.O BOX 330+ 14456 CROGHAN PIKE - MOUNT UNION, PA 17066-0330
" All The Time. {814) 542-2545 - (800) 345-7546 - FAX (814) 542-4906

www bonneyforge.com

CUSTOMER: DATE 02/23/2024
CUSTOMER BONNEY ORDER NO. B000339882
ORDER NO.:

SHIP TO:

GRADE OR SPECIFICATION NO.

ITEM QUANTITY LOT NO. CHEMICAL ANALYSIS, PHYSICAL PROPERTIES, REMARKS:
. THE FITTINGS SUPPLIED ARE IN ACCORDANCE WITH PURCHASE ORDER

SPECIFICATIONS.
v

. THE MATERIAL SUPPLIED IDENTIFIED AS A105N WAS NORMALIZED
IN ACCORDANCE WITH ASTM A105 HEAT TREATING REQUIREMENTS.

2

L]

. THE MATERIAL SUPPLIED AS A105N MEETS THE REQUIREMENTS OF BOTH NACE MRO1031SO 17945- 2015 &
NACE MRO175/18Q 15156-2 - 2015 EDITION.

4. CERTIFYING ASTM A105-21/ ASME SA105-21 EDITION.

5. THE PRODUCT SUPPLIED WAS INSPECTED IN ACCORDANCE WITH EN 10204:2004
ﬁ EDITION TYPE 3.1 INSPECTION DOCUMENT. (EUROPEAN STANDARD)

o

THE UNIT OF MEASURE FOR TENSILE AND VIE

REPORTED IN PSL

N WO STRENGTH ARE
2. LAy SR o e ITI ANE

7. ELONGATION TEST RESULTS ARE OBTAINED USING STANDARD ROUND SPECIMEN,
2 INCH OR 50 MM GAGE LENGTH.

ASME STAMP SEC.II
0. DOBRY  aop
it Q% pare _\_\.‘_Cw(’g#

ﬁ We certify that the data on this sheet is a true copy taken from our records of material

m N N
furnished us by the production mill, or as obtained by additional laboratory checks - . r
" DLU,QAJ- O MmO
Y

Billie Jo Clemens
CMTR: Rev 3 Quality Assurance Representative
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