DATA BOOK

762 (30”) OD SEPARATOR SN1668
QUADRUPLES SEPARATOR PACKAGE
CORDOVA D-55-A/94-P-10 FACILITY

PENN WEST EXPLORATION
P.O. # PEI-A13370663-01
C/O PIONEER ENGINEERING INC
CADO PROJECT # 2013-070 UNIT 1 OF 2

CADO INDUSTRIES INC.
7491 - 110 AVENUE SE CALGARY, AB T2C 3B8 TEL 403-279-6662 FAX 403-279-6687



FORM U-1A MANUFACTURERS DATA REPCRT FOR PRESSURE VESSELS
{Alternative Form for Single Chamber, Completely Shop or Field Fabricated Vessels Gniy
As Required by the Provislons of the ASME Code Rules, Section VIII, Division 1 A 6 3 j 7—’
-/

1. Manufactured and certified by Cado Industries inc. 7491, 110 Avenue S.E. Caigary, Alberta, Canada, T2C 3B8
{Mame and Addrass of Manufaclurer)
2. Manufactured for Penn West Exploration #200, 207 - 9 Avenue S.W. Calgary, Alberta T2P 1K3
) . ‘ (Nama and address of purchaser}
3. Location of installation ~ Penn West Exploration  Cordova d-55-A/94-P-10 Facility
(Nama and address)
4, Type Vertical 1668 W3539.213 2013-070-300 Rev. 2 N/A 2014
(Horiz. or verl., tank) Wigr's sena N.' p_,] {CRN) Drawing Na.] (Nat1Ed. Ne.) TYear buill)
5. ASME Code, Section VIII, Division 1 2010 ED, 2011 ADD NIA NIA
(Edition & Addenda, if applicable (Date)] (Code Case No's.} [Special Service per UG-120{d)]
6. Sheill  SA-516-70N 1.28" 0.125" 2-4" 10-0"
Matl. {Spec. No., Grade} Nom. Thk. {in.) Corr. Allow. {in.) Diam. 1.D. (It &in.) Length (overall) (#. & in.)
Body Flanges on Shells
Bolling
Flanga Min. Hub Washer
No. Type 0 oD Thickness | Thickness Material How Altached Location Num & Size Bolting Material {OD.ID. Thk} Washer Material
7. Seams Typel Ful 100% 1100°F  125HR  Typel Fuil 100% 1
Long (Welded, Db, R.T. (Spot or Fully Eff. { %) HT, Temp. (° F) Time {hr) Girth (Welded, Dbl., R, (Spot Eff (%) No. of Courses
Singl., Lap, Butt} Singl., Lap, Bult} or Full)
8. Heads: () Matl, SA-516-70N b) Matl SA-516-70N
{Spec. No., Grade} [Spec. No., Grade)
Location (Top Minimum Corrosion Crown Knuckle Elliptical Conical Hemispherical Flat Side 1o Pressure
Bottom, Ends) Thickness Allowance Radius Radius Ratio Apex Angle Radius Ciameter {Corwvex or Concava)
fa End 1.14" 0.125" 2:1 Concave
o End 114" 0.125" 2:1 Concave
Body Flanges on Heads
Bolling
Flange Washer Washer
Location | Type Iy Qb Thickness |  Min. Bub Thk Material How Altached Num & Size Baiting Materia! {GD.ID. Thk) Malerial
(al
(2]
9. MAWP 1360 PSI atmax. temp.  194°F
Intermal External Internal External
Min. design metal temp _ -20° F at__1360 PSI Hydro., pnau., or comb. lest pressure 1768 PSI
Proof Test N/A
10. Nozzles, inspection and safety valve openings:
Purpose ) Material Nozzle ) Attachment )
(Inlet, Ouliet, Drain | . | Diameter | . 06 ateria Thickness Reinforcement Details Location
alc.) ) or Size y Material (Insp. Open)
Nozzle Flange Nem. Corr, Nozzle Flange
SEE ATTACH | ED FORM | U-4
11. Supports: Skirt __Yes Lugs Two Legs None Other N/A Attached_Top & Bottom Head, Welded
(Yes or no) {Number) {Number) (Dascribe) {Where and how)

12. Remarks: Manufacturer's Partial Data Reports properly idertified and signed by Commissioned Inspectors have been furnished for the following items of
the report:

TName of par, lem ALumber, Mg . name and :aentying Stamp)
Vessel : 30" Separator; Construction Drawing : 2013-070-300 Rev. 2; Volume : 45.8 Cu. FL. impact test: Exempt as per FIG UCS-66, UCS
66(b)(T}b) and UG-20(N). Three 4" Blind RF CL 600 SA-105-N ¢/w 36 1" @ Studs 177 LG ¢/w 2 Nuts each SA-193-B7MA54-2HM UNC.




FORM U-1A (Back)

CERTIFICATE QF 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 con-
form to the ASME BOILER AND PRESSURE VESSEL CODE, Section VI, Division 1. "UCertificate of Authorization No. 39285 expires Feb. 10 20

pate JAN 21208 ¢ ame Cado Industries Inc. Signed
{Manufacturer) (Representalive}
CERTIFICATE OF SHOP / FIELD INSPECTION
Vessel constructed by ______ Cado Industries Inc at

I, the undersigned, holding a valid commission issued by the National Board of Boiler and Pressure Vessel Inspectors and employed by

ABSA

have inspected the component described in this Manufacturer's Data Report on . JAN 22208, . and state lhat, to the best of
my knowledge and belief, the Manufacturer has constructed this pressure vessel in accordance with ASME BOILER AND PRESSURE VESSEL CODE,

Section VI, Division 1. By signing this certificate neither the Inspector nor hisiher employer makes any warranty, expressed or implied, conceming the
pressure vessel described in this Manufacturer’s Data Report. Furthermare, neither the Inspector nor histher employer shall be liabla in any manner for any
personal injury or praperty damage or a loss of any kind arising from or connected with this inspection.

AB 11 NB 10270A, B

Date — JAN 22 2014 Signed Commissions
(Nalional Board {inc). endorsements)|

{ Authorized Inspector)

This form (E007) may ba oblained from the ASME Crdar Depl., 22 Law Drive, 8ox 2300, Fairfield, NJ 07007-2300.




FORM U-4 MANUFACTURER’S DATA REPORT SUPPLEMENTARY SHEET

As Required by the Provisions of the ASME Boiler and Pressure Vessel Code Rules, Section VIII, Division 1

1. Manufactured and certified by Cado Industries Inc. 7491, 110 Avenue S.E. Calgary, Afberta, Canada, T2C 3B8

(Name and address of Manufacturer}

2. Manufactured for Penn West Exploration #200, 207 - 8" Avenue S.W. Calgary, Alberta T2P 1K3

(Name and address of Purchaser)

3. Location of installation Penn Wast Exploration Cordova d-55-A/94-P-10 Facility

(Name and address)

4, Type: Vertical 30" Separator 1668
{Horizonfal, vertical, or sphera) {Tank, separafor, heat exh., efc.) {MIg's. serfal No.)
W3538.213 2013-070-300 Rev. 2 N/A 2014
{CHN) {Drawing No.} (NatTBd. No.) {Year Built)
Data Report Remarks
Item Number 10
Continued from Form Ula
Purpose . Location
(Inlat, Qutlet, Drain Diameter Material Nozzle Thickness | Reinforcement | Attachment Details
' No. A Type . {Insp.
elc.) ar Size Material o
Nozzle Flange Nom. Corr. Nozzle Flange pen)
Inlat 1 | 4°CL600 | RPWN | SA-106-B SA-105-N 0.674" | 0.125" | Inherent uw16.1{c) | Type 1 | Shell
Gas Outlet 1 | 4cL600 | RFWN | SA-106-B SA-105-N 0.674" | 0.125" | Inherent uwi6.1(c) | Type 1 | Head
H20 Outlet 1 | 3°CL600 | RFWN | SA-106-B SA-105-N 0.600" | 0.1258" | Inherent uwis.1(c) | Type 1 | Shell
HC Outlet 1 |3 CL600 | RFWN | SA-106-B 5A-105-N 0.600" | 0.125" | Inherent UW16.1(c) | Type 1 | Shell
Drain 1 2" CL 600 RFWN | SA-106-B SA-105-N 0.436" | 0.125" Inherent UwW16.1(c} | Type 1 | Head
PsV 1 | 2"CL600 RFWN | SA-106-B SA-105-N 0.436" | 0.125" | Inherent UW16.1(c) | Type 1 | Shell
LSHH 1 |4cLe0D | RFwN | SA-106-B SA-105-N 0.674" | 0.125" | Inherent UW18.1(c} | Type 1 | Shell
LSLL 1 |4'CL60D | RFWN | SA-106-B SA-105-N 0.674" | 0.125" | Inherent UW16.1(c) | Type 1 | Shell
LC (H20) 1 |3'CL6&00 | RFWN | SA-106-B $A-105-N 0.600" | 0.125" | Inherent UW16.1(c) | Type 1 | Shell
LC (HC) 1 |acLe00 | RFWN | SA-106-B SA-105-N 0.600" | 0.125" | Inherent UW16.1(c) | Type 1 | Shell
Inspection 2 | 4CL600 | RFWN | SA-106-B N/A 0.674" | 0.125" | Inherent UW16.1(c) | Type 1 | Shell
LG (H20) 2 | % CLB000 | CPLG | SA-105-N N/A o] 0.125" | Inherant UW16.1(c} | Type 1 | Shell
6000
LG (HC) 2 | %°CLB000 | CPLG | SA-105-N N/A cL 0.125" | Inherent UW16.1(c) § Type 1 | Shell
8000
PG 1 | %" CLB000 | CPLG | SA-105-N N/A CL 0.125" | Inherent UW18.1(c) | Type 1 | Shell
$000
TG 1 | 1"CL8000 | CPLG | SA-105-N N/A CcL 0.125" | Inherent UW18.1{c) | Type 1 | Shell
8000
Certificate of Authorization: Type ‘U No. 39285 Expires _Feb. 10. 2016
Date JAN 2.1 ZﬂuName Cado Industries Inc, Signed
(Manufacturer} {Represantative)
AB 11 NB 10270A. B
Date JAN 2 2 70 Name Commission '

{Authorized Inspec

(Nat"! Board inc!. Endorsement, State, Province and No.}




Revision Number: 4.0

CADO INDUSTRIES INC
Quality Control Manual

Revision Date: November 30, 2012

Section: 9 Page:

10

of 11

EXHIBIT 9.5 TRAVEL SHEET (FRONT)

DO NOT START CONSTRUCTION WITHOUT Al REVIEW TRAVEL SHEET REVISION NO.:

Al REVIEW: HKE - REVIEW DATE:

SERIAL NO.: 1668/ JOB NO.: 2013-070 VESSEL TYPE: 762 Separator )

DRAWING NO.: 2013-070-300 DWG. REVISION NO.: Rev.0 TRAVEL SHEET INITIATION BY: O/\\

Seq. ltem Comments % Date Agéil;ll?éd Al Date Owner Date

1. | Calcutations in File \ 7T 1wy N W 7

2. Release of App’d Dwg. % S(E:g %] :% 22 11% < <Z- (10 L ZV Aova7

3. Matarials Examined A7, T

2 it Rumbers Fecoresd ] AN LW %ﬁmq N3P0

5. | MTRs Checked % DEC 11200 - N e JAN 2 3 2D%

6. | WPS(s) Checked N s /. JAN 23204

7. | Welder(s) Qualified 47, |DEC1 Lo JAN 73 2004

8 'g‘léi(t::g%eesdses Verified & //7 DEC 1 1 zb.la

o | Sl & HeadtFiup '//é JJoectidn, | g A, W13 1l

To. | Nozes & Fiings e Y/ ACERER " e

11. Nozzle Orientation R /? DEC 1 1 2[‘13 £

o[ e 7B z

13. | Impact Tests I ’Z_/ DEC 11213 -

14. | Internats Checked % NOV 75 Zma o4

15. Final Internal Inspection :::: ::: /&‘) NUV 2 5 % NdVo] "l

16. | Weld Sizes Checked / DECTT A AN 73714

17. | Welder 1.D. Checked ' K ' 4

18. Final External Inspection /i k! 4 l‘

19. | Radiography ﬂp DEC 11 A AN 2 3 Zﬂi&

20. | Other N.D.E. Hobeas 4 JAN 2.1 204 . JIN7)20%

21 | By e DEC 11 213 el e

22| PWHT Ghart Ghedked | _ (! TAN 71 Wikse ity PRIl
S=hde_\l Gaugp ¥ i X B . } .

23. | Hydrostatic Test Er;%&’lléuéz- IAN 22 ” M Yt ll g ! “j"@fn 99_ '

24. | CRN Drawing CRN# { :% AN Z:]z oo KAC JA#‘—#ZZ‘%" W

25 | NGRS ) & ‘ AN 7 700

26. | Nameplate Stamping { JANZ211 u»x'x b&: % /‘“4/4, JAN 7 3201 s

7. | Narut Date Report A AN M. | o, | f/«a// N2 3 0)

28. | Nameplate Installation el AN JAN 77 i 14

The Authorized Inspector shalf be presented with the Travel Sheet prior to construction so that he can designate additional inspection
points and/or Hold Points. Any revisions shall be marked with a delta symbol with revision number and described at the bottom of this

page.

* Denotes an A.l. Inspsction Point

** Denotes an A.l. Hold Point



CADQ INDUSTRIES INC
Quality Control Manual

Revision Numbher: 4.0 Revision Date: November 30, 2012 Section: 9 Page: 10 of 11
Y ORAA EXHIBIT 9.6 TRAVEL SHEET (BACK)
MATERIAL THICKNESS VERIFICATION AND IDENTIFICATION A/ WELD 1.D. / WELDER SYMBOLS / FIT-UP

Dosarpion [ Trickness | Ma(EfSpec- | Heal® Falo ontioh ", [wetd | g | Euip | VRO | b | B |

CETTINN 00 XN 27 70 o YR B~ B e 77, A 7

Shell #2 ~ "/ L-2 |/ - lc-2 5w %

Shell #3 ’ L- c- |7 /

Shell #4 ) L- C-

Sheli #5 / L- C-

Shell #6 ol / ) N[ L- C-

neas i1 | 2L | snereron S |G 27 IEJAEGIO] ) o

veaave | ], 337 [ sasorol’ 511 2736 ol . -

Head #3 N o - C-

Head #4 oo c-

Boat #1 Shell L- G-

Boot #1Head C- .

Boot #2 Shall L- C- .

Boot #2Head C- S

Re-Pad

ATTACHMENT AND/ OR NOZZLE MATERIAL THICKNESS VERIFICATION AND IDENTIFICATION

WPS # WELDER SYMBOLS/FIT-UP

Mark { Mat 1.D. Neck Fitling Flange Repad or Attachment | Cat.8 | cat.c | catp | P&
Spec.-Grd. SA-106-B SA-105-N /

N1 | thismatng | 4"SCHXXH #cLeonrewn |/

Heat# or ID C ]-Ré' ‘ up fq;()q,lf; [Z 9
Spec.-Qrﬁ: sA-1068 7 SA-105-N

N2 | mkmating | 4sorxxt  F " cLeoo RPN | / R 5—
Heaworo | | NG| ) oL 1 K ' :

Spec.-Grd. | .= SA-106-B 4., SA-105N / :

N3 | thesRating | .27scH XXH ‘Jz»cr‘. 600 RFWN {% o /i, 5/
Heat# or ID Q ]2\% , w \l/'s:fﬁ‘g)g /Z
Spec-Grd. | SA-1068 . SA105:N / .

N4 | tnirating | 2.27scH XXH | q}’CLspo RFWN )(f S 5/
oo (O [2G] & [0 /SEii® <
Spec.-Grd. SA-106-8 daosn [

N5 | trkmating | 27 SCHXXH zcLecoRFWN |,/ g
Heattorip | ]60—{2 WY TS |(’«; A\ 9
Spec.-Grd. SA-106-8 ) ... SA108-N

N6 | triimaing | 2 scrxxn X cLeoRFwN [ \/ - S’
Heat# or 1D C, I?GO - f‘" L‘m};é \al’q/\_ )

Spec.-Grd. SA-106-B SA-105-N

N7 | mkmating | 4 scrom f +CL60O REWN |/ 5’ g/
oo [CI56] 0 TF“‘)NB oK K
Spec-Grd. |  SA-108B SA-105-N

N8 | mk/rating | ¢ HecHxxH | L} cLeoo rewn | e -5/
Heattorip | IY\G \ \X;/ L_\Qﬁ(‘) “j) \‘&1)5 ? 7 /‘SD



(o 1l CADO INDUSTRIES INC
Quality Control Manual
Revision Number: 4.0 Revision Date: November 30, 2012 Section: 9 Page: 10 of 11

ATTACHMENT AND / OR NOZZLE MATERIAL THICKNESS VERIFICATION AND IDENTIFICATION WELDER SYMBOLS / FIT-UP

Mark Mat. 1.D. Neck Fitting Flange Repad or Attachment Cat.B | Cat.C | Cat. D %é:;'

Spec.-Grd, SA-106-B / SA-105-N J

NG | Thk/Rating 3" SCH XXH L){ 3" L 699 RFWN \( - g
Heattorid | (T JZY’ NV AN 7L ’OCOV’ABO N4 é f/_é

Spec.-Grd. $A-106-B SA-105-N /

N10 | tok/Rating FSCHXXH | a cLeopREWN | \/ : ? .
v | C128] Tl Z > S s

Lt
Spec.-Grd. SA-106-B SA-105-N

Nt1

AR | Ttimatng | _arscHxx a'cLeoo RFWN | / / /
Heatworip | (. | 5_2:{ v JQ}CHJ; i V4 ﬁ gg

=)

Spac.-Grd., SA-105-N
C1

A/B Thk./Rating . %" CL. 6000 CPLG/ /
Heat# or ID 59%1 ‘)Jk / 5 ﬁ

Spec.-Grd, SA-105-N
Cc2

Thk./Raling 3" CL 6000 CPLG . "
A/B Heaté# or ID .A[? ﬁ?_,\ ‘/\} g §/Z

Spec.-Grd. SA-105-N /

C3 | thx/Rating %" CL 6000 CPLG | 7 A
Heat# or ID ?)CIQ’QJ t/\j /%

Spec.-Grd. SA-105-N

C4 | tnksRating 1"CL6000CPLG Y %

Heat# or ID 3% 4 0O ‘/\ X,

Spec.-Grd.

Thk./Rating
Heat# or iD

Spec.-Grd.

Thk./Rating

Heat# or ID

Spec.-Grd.

Thk./Raling

Heat# or ID

Spec.-Grd.

Thk./Rating

Heat# or ID

Spec.-Grd.

Thk./Rating
Heatit or ID
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RIS NIDT

HARDNESS TESTING
INSPECTION REPORT

CG86-10 -
HT9336

Page 1 of 1

Procedures: HT-2
Code: Client spec
Acceptance ! Rejection Criteria:

Min. Hardness; Max. Hardness: HB 200

Job /P.O. #: 2013-070

Clignt: Cado Industries Inc

Location: CA-Calgary Albsrta

ltem Inspected: Vessel S/N 1668 PWHT

IRISNDT #: 261900

Date: 15-Jan-14

Material Type: CS

Surface Condition; buffed

Heat Treatment: YES

Equipment; MIC 10

IRISNDT #: 45038

Calibration Date: 12-Jul-13

Caltbration Block(s): 176, 207

Hardness Scale Readings: Rockwell B[] Rockwell & O Vickers [J  Brinell [
Brinell Impression |Brinell Bar| Hardness | (A)ccept
Item Component ldentification and Location of Reading Bar Material | Hardness |  Value (R)eect
WELD PM| HAZ WELD HAZ PM
CA 144 180 183 166 152 A
L1 144 150 175 162 146 A
N2 catD 150 159 160 158 151 A
Name plate [Attachment 155 152 162 141 135 A
Remarks:

NOTE: When testing weldments the precise location of the test must be clearly identified i.e. Parent Material or Heat Affected Zone or Weld.

Uni#: 389 Kilometers:

In: PG Out; Hrs: .5

In: Qui; Hrs:

Personnet:

PG

Consumablas:

# of Hits: 20

Intarprelalion by:
P. GERVAIS

SNT-TC-1A

{Print}

Client Reprasentalive:
{Print)
Lam In full

cG5B #
-’
(Signalure)

CGsB
eva

agreement with
raporl contents
(Sign

5311 - 88 Streel Edmonlon, Albenta, T6E 516 Phone: (740} 437-2022 Fax: (760) 436.1438

Cakary (403) 2708121
Lloydminstar {780} B75-8455
Barrthead {780) 674-3018
Misku {780) 955-7618

Cold Lako {760) 594-1114
Forl McMurray (780) 7431536
High Leval (780} 958-4004
Red Deer (403) 3471742
Modicing Hal {403) 427-6284

Corpus Chigt, TX
Deer Park, TX

Matrix,Housten, TX

Toxas Clly, TX
Tulsa, OK

(361) 888-4700
(261) 4764444
{113} 722.71177
{490) 9452262
(018] 448-6773

IRISNOT E-2013E
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CADO INDUSTRIES INC
. Quality Control Manua!

Revision Number: 4.0 Revision Date: November 30, 2012 Section: 14 Page: 2 of 2

EXHIBIT 14.1 HEAT TREATMENT INSTRUCTIONS
HEAT TREATMENT INSTRUCTIONS

JOB NO.: 2013370 CUSTOMER: Do vun [ Uest DATE:  DEC 12 2013
COMPONENT DESCRIPTION: 3% @0 (4 LLIN
DWG. NO. AND LINE NO. DIAMETER THICKNESS ; M;\TEHIAL/ LENGTH WEIGHT
20032070200 Rev. 2| 200" L AS" | st-slbo8) | 0 SA | 6240 LBS
667, 1668, 1669, 1670 SA-ID8-AD
SA-106-B

TYPE OF HEAT TREATMENT: PRESSURE VESSEL STRESS RELIEF P-No. 1

HEATING
Temperature to be raised from 800°F (425°C) to __ [[BO °F  ata maximum rate of _ 32¢C>  °F

(160 °C} per hour. NOTE: THIS VALUE MUST NEVER EXCEED 400°F (222°C) PER HOUR.

[Calculated rate = 400 degrees F/hr. (222 degrees C/hr.) Divided by the maximum metal thickness of the shell or head
plate in inches)

HOLDING
Temperature to be held at a minimum of _ SO °F(__ 6L °C)for 75 minutes.
[Holding time to be determined by Table UCS-56 for Nominal Thickness as specified in UW-40(f)]

COOLING
Temperature to be lowered from _{[{5XO °F ( _&2-| °C) to 800°F (425°C) at a maximum rate of __4QD  °F

( 2; D4 °C) per hour. NOTE: THIS VALUE MUST NEVER EXCEED 500°F (280°C) PER HOUR.

[Calculated rate = 500 degrees F/hr. (280 degrees C/hr.) Divided by the maximum metal thickness of the shell or head
plate in inches]

From 800°F (425°C) items may be cooled in still air.

Additional requirements;

¢ Job number and description required on heat treatment charts alang with the operator's signature & date.

¢+ Reporting of thermocouple attachment method and location, and verification of furnace thermocouple calibration is
required.

+ A sufficient number of thermacouples shall be located to control and maintain uniform distribution of temperature on all
vessels and parts. Thermocouples shall be directly attached to the item or provision shall be made for thermocouple
placement at bottom, centre and top of the furnace charge in accordance with the ASME Code.

+ During the heating period, there shall not be a greater variation in temperature throughout the portion of the vessel being
heated than 250°F (140°C) within any 15 ft. {4.6 m) interval of length. An adequate number of thermocouples must be
used to ensure this Code requirement is met. This limitation is also applicable to the temperature variations between the
different thicknesses of various vessel components.

+ During the holding period, there shall not be a greater difference than 150°F (83°C) between the highest and lowest
temperature throughout the portion of the vessel being heat treated, except where the range is further limited by these
instructions.

+ |If Capacitor Discharge welding is used to attach thermocouples an ASME Code Section IX Welding Procedure
Specification is required (WPS qualification is not required), and the energy output must be limited to 125 Watt-Seconds.
No other welding is permitted on vesseis or parts. [0.5 X Capacitance in farads X Voltage® = W-Sec.]

+ The method of thermocouple remaoval shall not damage the heat treated.ifern.

Quality Contral Inspector Signature: / , Date:  DEC 12 2013
Thermocouple Attachment Method: /.4, ., L,/" ,;,/-ém Location(s): 7tz 4>

Furnace Heat Number: =) > - ~Z 2650

Furnace Operator Signature: Lz e — Date: pe/:. / —7// <




(onlinenlal
Siress

Relieving Services Ltd.

318 Monument Place SE

Calgary, AB T2A 1X3

Telephone: (403) 273-5105

Fax: (403) 248-6497

Email: calgary@continentalstress.com

Furnace Work Order
Date: Thursday December 12, 2013
Client: CADO INDUSTRIES INC. Owning Company:
Address: 7491 110 AVE SE. Date Required: Friday December 13, 2013
CALGARY, AB
T3R 1R8
Attention: JEREMY KOSTER Client Reference; 2013-070
Phone: (403) 279-6662 Purchase Order :
Fax:
Email: Furnace Work Order Number: CF13-7952
Description Quantity
VESSELS (1667/1668/1669/1670) 4
Total Overtime Hours = 0 @ $.00 Per Hour = $.00
Furnace Number: 2 @ Furnace Charges: $865.00
Other Charges(s): $.00
COST: $865.00
GST: $43.25
TOTAL COST: §908.25
Heat Cycle

Materiai: Carbon Steel (P1) <=1.25" WIT
Heat from Ambient to 425°

Heat from  425° to 621°

Soak at 621° +/- 14°

Cool to 425° at 277°

Cool from to

From 425°

Comments:;

NOTE:

(In Degrees Celsius)

Code: Customer Spec.
at a Moderate Rate,

at 222° per Hour Maximum.
for 1 Hours.

per Hour Maximum.

at per Hour Maximum,

Air Cool with furnace in place.

1. An extra charge will apply for any additional supporting or blacking if required.

2, Customer will not hold Continental Stress Relisving Services Lid. responsible for any damage
of distortion caused by heat treatment process.

Thank you for the opportunity of quoting.
Continental Stress Relleving Services Ltd.

Name; Marc Lagerquist

Signed:




Redifng*
INSYRUMENTS %~
Cofibrations - Traceolile 10 NRC and NIST | instattanon | Mamtenaice

Certificate of Conformance
Multipoint Recorder

Make: Chino

Customer: Continental Stress Relteving Services
Mode!: AM3745-N00 Address: 318 Monument Place SE
Sorlal Number: AH093Q001 Calgary, Alberta, T2A 1X3
Description: 24 channel Type K" lemperalure recorder
Locatlon: Calgary, Alberta, Canada Calibration Date:  October 11, 2013
Tag#: RE-103 Callbration Due:  April 11, 2014
Report Number:  CSR-111013-03 Techniclan: Austin Tarrant

Comments: All 24 channels checked al 0°C, 600°C and 1000°C. See also, recorder chart

Reding Instrument Services Ltd. cerlifles that the above listed Instrument meets or exceeds all published
specifications unless otherwise Indicated. This instrument has been callbrated using equipment and slandards
traceable to the National Research Councll of Canada (NRC), the National institute of Standards and Technology
(NIST), or derived from accepted values of natural physical constants. This calibration certificate applies only to the

item described and shall nol be reproduced, other than In full, without approval from Reding Instrument Services
Ltd.

Calibration Standards
_Make Model Serlal Number Recall Dato
Fluke 7418 7751004 October 22, 2013
Pl Cicd 1L Aoy

Tachnician .Date

Henieg o umient Seryiges |t
H FE B R Soolaata 12

3 . . . Ciager g . . slonyte By e Lo
N T PR R T I ST TR AT ST I N B N




CADO INDUSTRIES INC
Quality Control Manual

Revision Number: 4.0 Revision Date: November 30, 2012 Section: 16 Page: 3 of 3

EXHIBIT 16.2 PRESSURE TEST REPORT

PRESSURE TEST REPORT

TYPE OF TEST: Hydrostatic (I Pneumatic O Other (O
EQUIPMENT DESCRIPTION: 0. .. . SEPOL0R0( +P_i|2’_n'rlona NUMBER: 203-070
SERIAL NO: 166 sHeLL sipe TesT pressure 2040 KPA
TUBE SIDE TEST PRESSURE PSI / KPA
LINE NO: CONSTRUCTION DRAWING NUMBER REV NO
GAUGE IDENTIFIGATION CALIBRATION DATE ﬁ " GAUGE AANGE GAUGE PRESSURE

GAUGE # 1 /l‘)q" l?A \6 h«\\@\\?)\_,-ﬁ! | O’SOOQ 2¢ 62?

cavce#2 Ph- (174 |30\ Q-0 22 ¥y

CHART RECOF‘QEH i1

i

r

--‘:'-
4,

MANUFACTURERS' REPRESENTATIVE; 7 DATE: & JAN 22 204

OWNERS INSPECTOR: pATE:__Jon 22,14
e

AUTHORIZED INSPECTOR: DATE:




The
alibration

Centre

19A, 3515 - 27th St. N.E., Calgary, Alberta T1Y 5E4
Ph: {403) 275-7090 « Fax: (403) 291-7001

#*CERTIFICATE OF CALIBRATION*##

Description:
Make:
Model:
Serial #:
Temp (°C):
Comments:

THE CALIBRATION CENTRE CERTIFIES THAT THE ABOVE LISTED INSTRUMENT

PRESSURE GAUGE ID# PG-07A
WGI Issue Date: 310CT13
4” Expiry Date:  310CT14
NIL Work order #: 4486

20 RH: 25%

NIL

HEREIN MEETS OR EXCEEDS ALL PUBLISHED SPECIFICATIONS.

THE CALIBRATION HAS BEEN PERFORMED BY COMPARISON TO STANDARDS

THAT ARE TRACEABLE TO NATIONAL STANDARDS.
(LNRC _N /2.NIST _ )

EQUIPMENT USED:

MEG: MODEL SERIAL NUMBER
SI PC-6 2743

CALIBRATION DATA.

 ACCURACY: 1.0 % FS

YVON HACHE - TECHNICIAN
Page 1 of 1



The
alibration

Centre

19A, 3515 - 27th St. N.E., Calgary, Albarta T1Y 5E4
Ph: (403) 275-7090 » Fax: (403) 291-7001

##xCERTIFICATE OF CALIBRATION®#*

Description: PRESSURE GAUGE ID# PG-17A
Make: WGI Issue Date: 13AUG13
Model: 47 Expiry Date: 13AUG14
Serial # NIL Work order #: 4367
Temp (°C): 20 RH: 25%

Comments: NIL
THE CALIBRATION CENTRE CERTIFIES THAT THE ABOVE LISTED INSTRUMENT
HEREIN MEETS OR EXCEEDS ALL PUBLISHED SPECIFICATIONS.

THE CALIBRATION HAS BEEN PERFORMED BY COMPARISON TO STANDARDS
THAT ARE TRACEABLE TO NATIONAL STANDARDS.
(1.LNRC N /2 NIST )

EQUIPMENT USED:

MEG: MODEL SERIAL NUMBER
SI PC-6 2743

_CALIBRATION DATA: ACCURACY: 1.0 % FS

YVON HACHE - TECHNICIAN
Page 1 of 1






9410 - 20 Ave N.W,
Edmonton, Alberta, Canada T6N 0A4
the pressure equipment safety authority Tel: (780) 437-9100 [ Fax: (780) 437-7787

December 02, 2013

Attention: Wilfred Cao
CADO INDUSTRIES INC
7491 110 AVENUE SE
CALGARY, AB

The design submission, tracking number 2013-08662, originally received on November 19, 2013 was
surveyed and accepted for registration as follows:

CRN: W3539.2 Accepted on:December 02, 2013

Reg Type: New Design
Drawing No. : 2013-070-300 Rev 2

Description MAWP Design Temperature MDMT
Internal Pressure 9377kPa 90°c 29°C

An invoice covering survey and registration fees will be forwarded from our Revenue Accounts.

Enclosed are stamped prints for your reference.
Sincerely,

DEDOVIC, BLAZO

Page 1 of 1



505 - 6th Street, Suite 200

S afet New Westminster, BC V3L 0E1
Authorit))/ Toll Fres: 1-866-566-SAFE
' Fax: (778) 396 - 2064

www.safetyauthority.ca

Date: December 9, 2013
CADO INDUSTRIES INC Account #: 46804
7491 110 AVENUE SE Journal #: 58602

CALGARY AB T2C 3BS Our File #: 5478899

Attn: WILFRED CAC
Re: Apptication for Design Registration

The design, as detailed in your, Ref: 2013-070, for a Pressure Vessel is accepted for registration as follows:

Registered To: CADO INDUSTRIES INC CRN:  W3539.21
MDMT: -29deg C MAWT: 60degC MAWP: 9376 kPa
Drawing #: 2013-070-300 Drawing Revision: 2

Conditions Of Registration:
Registration of a 30" Separator.

This design was registered based on a technical review performed by the province of initial registration in
accordance with the Association of Chief Inspectors policy on reciprocal recognition of design review.

Contact me if you have any questions. The invoice for registration will be forwarded under separate cover.

SHARON PETERS

(778) 396-2027
Sharon.Peters@safetyauthority.ca
Design Administration

cc:

{PROD) 30400-20 GST #: 87391 2802 RTCOO!1



~ MM Technical
‘W Safety Authority
M of Saskatchewan

2202 2nd Avenue
Regina, SK S4R 1K3
Canada

306-787-1443
info@tsask.ca

www.tsask.ca

23-Dec-13

CADO Industries Inc.

7491 - 110 Ave, SE
Calgary, AB
T2C 3B8

ATTENTION:  Wilfred Cao

With reference to your submission respecting the registration of the item below, for

REGISTRATION APPROVAL

Our File | 48044 [

0v]

legal use in the province, please note we have surveyed, approved and registered this

design as noted.

|
L

MANUFACTURER : CADO Industries Inc.
ITEM : DRAWING NUMBER : CRN:
30" OD Vertical Separator 2013-070-300 Rev 2 W3539.23

We wish to point out that every vessel must be constructed strictly in accordance with

the registered design.

In addition to stamping every vessel with the registration number given above and as

required in CSA Code B51, a Manufacturer's Data Report must be forwarded to this

office immediately at the time a vessel is shipped. Such forms may be obtained upon

request.

Sincerely,

Shamsi Trisha

Codes and Standards Compliance

REMARKS: CRN registered under reciprocal agreement.
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COMPANY:

LLLLLITT TSR TETTAT]
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SCOPE:

AUTHORIZED:
EXPIRES
CERTIFICATE NUMBER:

The American Society of Mechanical Engineers

Lt N L RO RV LS TR R L R R 33 S T N A LR E R ELL A B E e B LR L R a1

o

CERTIFICATE OF
AUTHORIZATION

The named company is authorized by the American Society of Mechanical Engineers
(ASME) for the scope of activity shown below in accordance with the applicable rules of
the ASME Boller and Pressure Vessel Code. The use of the certification mark and the
authority granted by this Certificate of Authorization are subject to the provisions of @he
agreement set forth in the application. Any construction stamped with this certificat!on
mark shall have been built strictly in accordance with the provisions of the ASME Boiler
and Pressure Vessel Code.

Cado Industries Inc.
7491 110th Avenue SE
Calgary, Alberta, T2C 388
Canada

Manufacture of pressure vessels at the above location only

December 12, 2012
February 10, 2016
39,285

8, 7124,

Vice Prasident, Conformity Assessment

/M% A

Diractor Conformity Assassmant



Aberton {12

the pressure equipment safety authority

Certificate of Authorization Permit
Quality Management System

Expiry Date: February 10, 2016 Reg. No: AQP-1426(8)

This is to certify that:

CADO INDUSTRIES INC.
7491 - 110 AVENUE S.E.
CALGARY, ALBERTA
having complied with the provisions of the SAFETY CODES ACT. is hereby authorized to:
Construct, Repair/Alter ASME Section Vlil-1 Pressure Vessels
Construct, RepairfAlter ASME B31.3 Indirect Fired Heater Coils
Construct, Repair/Alter ASME B31.1 Power Piping and ASME B31.3 Process Piping
Manufacture Category 'A’, 'E' & 'H' Fittings in accordance with CSA B51
at the above SHOP address.

As a condition of this permit, the holder is required to participate in
interim audits by a safely codes officer to verify that the quality
management system is being maintained in 2 manner acceplable to
a safely codes officer.

Dated at Edmonton, this 17th day of December, 2012

Government

of Alberia ®

Chief Inspector angd Administrator

Certificate No.: 8756

Form No. AB-121
Reav. (2010/05)



WELDER “A”

LUDWIG

WELDING OPERATOR PERFORMANCE QUALIFICATION TEST RECORD

Company Cado Industries Inc. Contact Jeremy Koster

Welder's Name Ciifford Magno ABSA File No. MW-71659

WP Registration No. 2621.2 WPS No. CADO-14N

Whelding Process(es) SAW Position 1G

Speciflcation of Base Metal(s) SA 36 Thickness 19.1 mm (2.750.1n.)

Base maetal P-No. 1 to P-No. 1 B4 Test coupon [C] Production weld

Piate ] Pipe N/A Filter metal (SFA) specification SFA5.17

Filler metal or electrode classiflcation F7AB8-EM14K

Woelding Variables (QW-361.2) Actual Values Range Qualifled

Type of welding (Machine) Machine Machine

Welding process{es) used SAW SAW

Backing Wald metal backing With backing

Filler metal F-Number{s) F6 Fé

Consumable inserts (GTAW or PAW) N/A N/A

Deposit thickness 0.750 in. Max to be welded

Welding Posltion 1G Flat

Vertical progression N/A N/A

Direct or remote visual control Direct Direct

Automatic arc voltage control (GTAW) N/A N/A

Automatic joint tracking Manual Manual or Automatlic

Single or multiple passes per side Muitiple Single or Multiple
RESULTS

Visual examination of completed weld {QW-302.4) Acceptable

Bend test B QwW-462.2; [[] QW-462.3(a); [ Qw-462.5(c); [[] QW-462.5(d)

Side bend #51 Pass Side bend #32 Pass P AS S

Alternative radiographic examination resuits (QW-191) NIA

We cerlify the statements in this record are corract and that the test welds were prepared, welded and tested in
accordance with the requirements of Section IX of the ASME Boiler and Pressure Vessel Cade,

ACCREDITED ORGANIZATION SGS Ludwig Associates Lid, A.Q.Q.P. Regisiration No. 71086 (C)

Test Conducted By Rob Cormier, CEA W178.2 Level 1 Insp. Date of Test Jaanuary 13, 2014

Certifiod By - Rob Cormier, C.E.T.. IW.T. Welding Examiner File No. E-00441

Test Cerlified for Compass Compression Services Ltd. by Representative Jaremy Koster
REGORD INFORMATION

SGS Ludwig Associales Lid. testing facllity  [[JEdmonton [JCalgary BdField

Location of test: Cado Industrias Inc. 7481 - 110 Avenue SE____Calqary, AB___T3R 1R8

Date test coupon is to be retained February 13, 2014  Test Coupon Heat. No. W302107

Weider Performance Qualification Card No. 13223 Laboratory Tast No. CW14-023.1

SOAteows At Lul | 4027 - 14 Streat S.E Cotgaay AB T2G 3K6  t+1 (403} 262 7072 F+1£403) 766:3169

P 1925 Davies Head Cdmonton AB TGE 4MNT ¢ 1 (780F 468-3030 141 (7490) 460-3002  www migwinasscaintesid.com  wwawv.sgs.com

*Mambar ol tha SGS Brono ISGS SAt

e



WELDER “C”

4 LUDWIG ASSOCIATES LTD.

b Materials and Welding Consulting

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company CADO Industries Inc.  Contact Jeramy Koster
We!der'g Name Robert Gray ABSA File No. W-12068
WP Registration No. 2621.2 WPS No. CADO-§
Welding Process(es) GMAW / SMAW Type Semi-automatic / Manual
Specification of base metal(s) SA 106 Gr.B Thickness 554 mm (0.218 in.}
Waelding Varlables (QW-350) Actual Valuas Range Qualified
Backing GMAW  None With or without
SMAW  With With backing
Base metal P-No. 1 to P-No. 1 P1 P1
] Plate Pipe 2.375in. O.D. 1.0 in. ©.D. minimum
Filler metal or electrode specification(s) SFA 5.18/8FA 5.1 WPS requirements
Filler metal or elactrode classification(s) ER70S-6/ £7018-1 WPS requirements
Filler metal F-Number(s) F6/F4 F&/F4
Deposit thickness for each process
GMAWY: 3 layers minimum ] Yes B3 No 0.100 in. 0.110 in. maximum
SMAW: 3 layers minimum [ Yes BJ No 0.118in. 0.236 in. maximum
Position qualified GMAW  SP 30° SP 0 - 45°, Flat
SMAW  1G Rotated Flat
ertical progression GMAW  Downhill Downhill
SMAW  N/A N/A
Inert gas backing (GTAW, PAW, GMAW) None With or without
Transfer mode (spray/globular or puise to short circuit-GMAW) Short circuiting Short circuiting
RESULTS
Visual examination of completed weld (QW-302.4) Acceptable
Bend test [] QwW-462.2; BJ QW-462.3(a); [J Qw-462.5(c); [ QW-462.5(d)
Transverse face bend #F1  Pass Transverse root bend #R1 Pass PAS S
Alternative radiographic examinatian results (QW-191) NEA

We cartify the statements in this record are correct and that the test welds were prepared, wefded and tested
in accordance with the raquiraments of Section IX of the ASME Boiler and Pressure Vessel Code.

ACCREDITED ORGANIZATION Ludwig Associates Lid. A.0.Q.P. Registration No. 7106 (C)

Tast Conducted By Darren McLean! _Q§A W178.2 lavel 1 Insp. Dale of Tast June 19, 2013
Certifiled By sz 27 —Darran MclLean, T.T \Walding Examiner.File No. __E-00413
Test Certified for ¢ado Industries Inc. by Representative =z Jaremy Koster

RECORD INFORMATION
udwig Associatas Lid. testing facility (JEdmonton BCalgary (JField
Data test coupon is to be ratained July 19, 2013 Test Coupon i.D. No. c2-45
Waelder Performance Qualification Card No. 04965 Laboratory Test No. CW13-466.2

JB27 « 14 Stroat, 5.6, CALCARY, ALBERTA T2G IKG PHONG: (403} 262.7072  FAX. (400 206:1169
7925 Davies Road, EOMONTON, ALDERTA FGE dNT PHONE {700) 46A-)010  FAX, (7100} 4641012



WELDER “C”

l AR LUDWIG ASSOCIATES LTD.

e e ——————
[E——————————————S————————————S S e
v Materials and Welding Consulting

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company Cado Industries Inc. _ Contact Jeremy Koster
Weider's.. Name Robert Gray ABSA File No. wW-120€8
WP Ragistration No. 2621.2 WPS No. CADO-1
Welding Process(ea) SMAW Type Manual
Spacification of base metal(s) A 513 Gr. 1026 Thickness 15.9 memn (0.625 in.)
Walding Variables (QW-350) Actual Values Range Qualifiad
Backing F3 None With or without
F4 With With backing

Base metal P-No. 1 to P-No. 1 P1 P1
L[] Plate Pipe 2.50in. 0.D. 1.0 in. 0.D. minimum
Fillar metal or electrode specification(s) SFA 5.1 WPS raguirements
Filler metal or alactrode classification(s) ESQ10/ ETO18-1 WPS requirements
Filler metal F-Number{s) F3/F4 F3/F4
Deposit thickness for each process
SMAW: F3 3 layers minimum [ Yes EJ No 0.125in. 0.250 in. maximum
SMAW: F4 3 layers minimum Yos CINe 0.500 in, Max. to bs welded
Position qualified 6G All
Vartical prograssion Uphill Uphili

RESULTS
Visual examination of completed weld (QW-302.4) Acceptable
Bend test [ QW-462.2; [] QW-462.3(a); O QW-482.5(c). [J QW-462.5(d)
Side bend #51 Pass Side bend #S3  Pass P AS S
Side bend #52 Pass Side bend #54 Pass
Alternative radiographic examination results (QW-191) N/A,

We certify the statements in this record are correct and that the test welds were prepared, welded and tested
in accordance with the requirements of Section 1X of the ASME Boiler and Pressure Vessel Code.

ACCREDITED ORGANIZATION Ludwig Agsociates Lid. A.0.Q.P. Registration No. 7106 (C

Test Conducted By Darren McLean, CSA W178.2 level 1 lnsp. Date of Test June 26, 2013

Certiftad By %~ ——__ Darren Mclean, T.T Welding Examiner File No. __E-00413

Test Cartified for Cado Industries Inc. by Reprasantative Jeramy Koster
RECORD INFORMATION

Ludwig Associates Ltd. testing facility [JEdmonton & Calgary COField
Date test coupon Is to be retained July 26, 2013 Test Coupon 1.D. No. C2-54
Welder Performance Qualification Card No. 04991 Laboratory Test No. CwW13-475.2

4027 - 14 Straat, 5.E., CALGARY, ALBERTA T2CG JKQ PHONE: (4030 2627072 FAK: (403) 2646-1162
7925 Davies Road, EDMONTON, ALDERTA T6E 4N T PHONE: (780) 468-1030  FAX: (780) 408-3012



WELDER “D”

&

WELDER PERFORMANCE QUALIFICATION TEST RECORD

LUDWIG ASSOCIATES L7D.

Materials and Welding Consulting

Company Cado Industries Inc. _ Contact Jeremy Koster
Welder's Name Robert Sinnott ABSA File No. W-26006

WP Registration No. 2621.2 WPS No. CADO-1

Welding Process(es) SMAW Type Manual
Specification of base metal(s) A 513 Gr, 1026 Thickness 16.9. mm (0.625 in.)

Woelding Variables (QW-360) Actual Valugs

Range Qualified

Backing F3  None With or without
F4 With With backing

Base metal P-No. 1 to P-No. 1 P1 P1
(J Plate Pipe 2.50in. O.D. 1.0in. O.D. minimum
Filler metal or electrode spacification(s) SFA 5.1 WPS requirements
Fillar metal or electrode classification(s) £6010/E7018-1 WPS requirements
Filler metal F-Number(s) F3/F4 F3/F4
Deposit thickness for each process
SMAW: F3 3 layers minimum O Yes B9 No 0.125in. 0.250 in. maximum
SMAW: F4 3 layers minimum Yes I No 0.500 in, Max. to be welded
Position quaiified 686G All
Verticai progression Uphill Uphil

RESULTS
Visual examination of completed weld (QW-302.4) Acceptable

Bend test &) QW-462.2; [] QW-462.3(a); [J QwW-462.5(c); [J QW-482.5(d)
Side bend #S81  Pass Side bend #83 Pass

Side bend #S2 Pass Side bend #54 Pass

Alternative radiographic examination resuits {QwW-181) N/A

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

ACCREDITED ORGANIZATION Ludwig Associates Ltd. A.0.Q.P. Registration No. 7106(C)
Test Conducted By Cormier, CSA W178.2 Level 1 Insp. Date of Tost September 4, 2013

Woelding Examiner File No. ___E-00441

Certifiad By ~ _Rob Cormier, C.E T, IW.T.
Jeremy Koster

Tast Certified for Cado Indusirias Inc. by Representative
RECORD INFORMATION

Ludwig Associates Ltd, testing facility (JEdmonton HCaigary CJFisld
Date test coupon is to be retained October 4, 2013 Teast Coupon |.D. No, C2-57
Weider Performance Qualification Card No. 02445 Laboratory Test No. CW13-5675.1

4027 - 14 S, §.0. CALCARY, ALOGRTA T2 IKG  PHONE: (400 2627072 FAX: (403) 266-1169
7923 Davics Rand, EOMONTON, ALBERTA TGF aNt PHONE: (700) 468. 3030 FAX: (780) 460-3032



WELDER “D”

LUDWIG ASSOCIATES LTD.

v Materials and Welding Consulting

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company CADO Industries Inc. Contact Jeremy Koster
Welder's Name Robert Sinnott ABSA File No. W-26006
WP Registration No. 2621.2 WPS No. CADQ-6
Welding Process(es) GMAW / SMAW Type Semi-automatic / Manual
Specification of base metal(s) SA 106 Gr.B Thickness 5.54 mm {0.218 in.)
Walding Variables (QW-350) Actual Values Range Qualified
Backing GMAW  None With or without
SMAW  With With backing
Base metal P-No. 1 to P-No. 1 P1 P1
(] Plate & Pipe 2.375in. O.D. 1.0in. O.D. minimum
Filler metal or electrode specitication(s) SFA 5.18/ SFA 5.1 WPS requirements
Filler metal or electrode classification(s) ER70S-6/ ET018-1 WPS raquirements
Filler metal F-Number(s) F&/F4 F6/F4
Deposit thickness for each process
GMAW: 3 layars minimum [ Yes & No 0.125in. 0.138 in. maximum
SMAW: 3 layers minimum ] Yes ] No 0.093 in. 0.186 in. maximum
Position qualified GMAW 8P 30° SP 0 -45° Flat
SMAW 1GRotated  Flat
Vertical progression GMAW  Downbhill Downhill
SMAW  N/A N/A
Inert gas backing (GTAW, PAW, GMAW) None With or without
Transfer mode (spray/globular or pulse to short circuit-GMAW) Short circuiting Short circuiting
RESULTYS
Visual examination of complated weld (QW-302.4) Acceptable
Bend test [] QwW-462.2; i QW-462.3(a); [J QW-462.5(c); (] QW-462.5(d)
Transverse face bend #F1  Pass Transverse root bend #R1  Pass
Alternative radiographic examination results (QW-121) NIA

We cartify the statements in this record are correct and thal the test welds were prapared, welded and tested
in accordance with the requirements of Section IX of the ASME Boifer and Pressure Vesssl Code.

ACCREDITED ORGANIZATION Lydwig Associates Lid. A.Q.Q.P. Registration No. __ 7108 (C}

Tesat Conducted B Cormier, CS 178.2 Leval 1 Insp. Date of Test Saptember 4, 2013
Certifled By Rob Cormier, C.E.T., |W.T. Welding Examiner File No. __E-00441

Test Certified for Cado Industries Inc. by Reprasantative Jeremy Koster
RECORD INFORMATION

Ludwig Associates Ltd. testing facility [JEdmonton XCalgary [JFietd

Date test coupon is to be retained Ocotber 4, 2013 Test Coupon 1D, No. C2-45

Woelder Performance Qualification Card No. 02448 Laboratory Test No. CW13-675.2

4027« Hi Swroet, §.£., CALCARY, ALDERTA  T2G 3KG PHONE: {40.0 262-7072  TAX; 0101) 166-3169
7925 Davies Road, EOMONTON, ALBERTA THE NI PHONE: (700) 4681000 FAX. (780} 4641032



WELDER “M”

LUDWIG ASSOCIATES LTD.

Materials and Welding Consulting

=A>

-

WELDING OPERATOR PERFORMANCE QUALIFICATION TEST RECORD

Company Cado Industries Inc.  Contact Jeramy Koster

Welder's Name Renante Morales ABSA File No. MW-89053

WP Registration No. 2621.2 WPS No. CADO-13N

Welding Process{es) SAW Position 16

Specification of base metal(s) SA 36 Thickness 15.9 mm (0.625 in.).

Base metal P-No. 1 to P-No. 1 B Test coupon [J Production weld

Ptlate [ Pipe N/A Fillar metai (SFA) specification SFA 5.17

Filter metal or electrode classification F7P8-EM14K

Welding Variables (QW-361.2) Actual Values Range Qualified

Type of welding (Machine) Machine Machine

Welding process(es) used SAW SAW

Backing Metal backing With backing

Filter metal F-Number(s) Fé F6

Consumable inserts (GTAW or PAW) MN/A N/A

Deposit thicknaess 0.625 in. Max to be welded

Welding Position 16 Flat

Vertical progression N/A N/A

Direct or remote visual control Direct Diract

Automatic arc voltage control (GTAW) N/A N/A

Automatic joint tracking Manual Manual or Automatic

Single or multiple passes per side Muitiple Singfe or Multiple
RESULTS

Visual examination of completed weld (QW-302.4) Acceptable

Bend test [ QW-462.2; [] QW-462.3(a); (] Qw~462.5(c); [[] Qw-462.5(d) - P AS S

Side bend #51 Pass Side bend #82 Pass

Alternative radiographic examination resuits (QW-191) N/A

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

ACCREDITED ORGANIZATION Ludwig Associates Ltd. A.O.Q.P. Registration No. 7106 (C)

Test Conducted By Darr Lean, CSA W178.2 level 1 Insh, Date of Test July 2, 2013
Certified By ren Mclean, T.T Woelding Examiner File No. __E-00413
Tast Certifiad for Cado Industries Inc. by Representative Jeramy Koster

RECORD INFORMATION

Ludwig Assaoclates Ltd. testing facility [_JEdmonton [CJcalgary XField
Location of test. Cado Industries Inc. 7491 110 Ave. SE Caigary. AB T3R 1R8
Date test coupon Is to be retained Ayg 2, 2013 Test Coupon [.D, No. CPL-93

Welder Performance Qualification Card No. 02126 Laboratory Test No. CW13-487.2

4027 - 14 Sweet, 5.E., CALCARY, ALBERTA TG 3K6 PHONE: (403} 262-7072  FAX: (103) 266-3169
7025 Davies Road, EOMONTON, ALBERTA TGE AN1 PHONE: (780) 4G8-10)0  FAX: (780} 464-3032



Al LUDWIG ASSOCIATES LTD.

WELDER “R” ,
Materials and Welding Consulting
WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company Cado Industries inc.  Contact Jeremy Koster
Welder's Name Carlos Robertson ABSA File No. W-299688
WP Registration No. 2621.2 WPS No. CADQO-1
Weld.ing Process(es) SMAW Type Manual
Specification of base metal(s) A 513 Gr. 1026 Thickness 15.9 mm (0.625 in.)
Welding Variables (QW-350) Actual Values Range Qualified
Backing F3  None With or without

F4 With With backing
Base metal P-No. 1 to P-No. 1 P1 P1
[] Plate Pipe 2.50in. O.D. 1.0 in. O.D. minimum
Filler metal or electrode specification(s) SFA 51 WPS requirements
Filler metal or electrode classification(s) E6010/E7018-1 WHPS requirements
Filler metal F-Number(s) F3/F4 F3/F4
Deposit thickness for each process
SMAW: F3  3layers minimum [ Yes & No 0.125in. 0.250 in. maximum
SMAW: F4  3layers minimum Yes [ No 0.500 in. Max. to be welded
Position qualified 8G Alt
Vertical progression Uphill Uphill

RESULTS

Visual examination of completed weld (QW-302.4) Acceptable
Bend test [X] QW-462.2; [[] QW-462.3(a); (] QW-462.5(c); (] QW-462.5(d) S
Side bend #S1  Pass Side bend #53 Pass PAS
Side bend #S2 Pass Side bend #54 Pass
Alternative radiographic examination results (QW-191) N/A

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

ACCREDITED ORGANIZATION Ludwig Associates Ltd. A.0.Q.P. Registration No. __7106 (C)
Test Conducted By Darren MclLean, CSA W178.2 level 1 Insp. Date of Test September 21, 2012

Certified By __ =2z — Darren McLean, T.T Welding Examiner File No. __E-00413
Test Certified for Cado Industries Inc. by Representative W Jeremy Koster

RECORD INFORMATION

Ludwig Associates Ltd. testing facility [JEdmonton XlCalgary (CJField

Date test coupon is to be retained October 21, 2012 Test Coupon 1.D. No. C2-48

Welder Performance Qualification Card No. 01893 Laboratory Test No. CW12-624.1
4027 Hd street, 5.6, CALCARY, ALBERTA TG JK6 PHONE (1031 262.707)  Fax {400 X65-3169

S35 Oaees Doad, FOUONTON ALBERTA TBE ANT PHONE (7B dnd- J130 T i “h 63032



¥ A LUDWIG ASSOCIATES LT1D.
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WELDER “R” : ,
Materials and Welding Consulting
WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company Cado industries Inc.  Contact Jeremy Koster
Welder's Name Carlos Robertson ABSA File No. W-29988
WP Registration No. 2621.2 WPS No. CADO-5
Welding Process(es) GMAW / SMAW Type Semi-automatic / Manual
Specification of base metal(s) SA 106 Gr.B Thickness 8.74 mm (0.344 in.)
Weld.ing Variables (QW-350) Actual Values Range Qualified
Backing GMAW  None With or without
SMAW  With With backing
Base metal P-No. 1 to P-No. 1 P1 P1, P8, 4130
[ Plate K Pipe 2.375in. O.D. 1.0 in. ©.D. minimum
Filler metal or electrode specification(s) SFA 5.18/SFA 5.1 WPS requirements
Filler metal or electrode classification(s) ER70S-6 /E7018-1 WPS requirements
Filler metal F-Number(s) F6/F4 F6/F4
Deposit thickness for each process
GMAW: 3 layers minimum [ Yes X No 0.100in. 0.110 in. maximum
SMAW: 3 layers minimum Yes (] No 0.244 in. 0.488 in. maximum
Position qualified GMAW  SP 30° SP O - 45°, Flat
SMAW 1G Rotated  Flat
artical progression GMAW  Downhill Downhiil
SMAW  N/A N/A
Inert gas backing (GTAW, PAW, GMAW) None With or without
Transfer mode {spray/globular or pulsa ta short circuit-GMAW) Short circuiting Short circuiting
RESULTS
Visual examination of completed weld (QW-302.4) Acceptable
Bend test [ QW-462.2; (] QW-462.3(a), (] QW-462.5(c). (] QW-462.5(d) PASS
Transverse face bend #F1  Pass Transverse root bend #R1  Pass
Alternative radiographic examination results (QW-191) N/A

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

ACCREDITED ORGANIZATION Ludwig Assbciates Ltd. A.0.Q.P. Registration No. ___7106 (C)
Test Conducted By Darren McLean, CSA W178.2 level 1 Insp. _ Date of Test September 21, 2012

Certified By R “Darren McLean, T.T__ Welding Examiner File No. E-00413
Test Certified for Cado Industries Inc. by Representative Jeremy Koster

RECORD INFORMATION

| udwig Associates Ltd. testing facility [JEdmonton BCaigary OField
ate test coupon is to be retained ___October 21, 2012 Test Coupon |.D. No. C2-39
Welder Performance Quailification Card No. 01894 Laboratory Test No. CwW12-624.2

J027 - 14 Sweent, $ £, CALGARY., ALBERTA 720 1K6 PHONE (4031 2623072 Fax, (40 1) 266-1169
2901 Daoes Road, EDMONTOM, ALBER A THE 4N PHOME T30 463070 Fax Ta) 16843031




g2 LUDWIG ASSOCIATES L1D.

Y
TP 1) —
WELDER “S Materials and Welding Consulting

WELDER PERFORMANCE QUALIFICATION TEST RECORD
Company Cado Industries Inc. _ Contact Jeremy Koster
Welder's Name Donghao Shi ABSA File No. W-28478
WP Registration No. 2621.2 WPS No. CADO-13N
Welding Process(es) GMAW / SMAW Type Semi-automatic / Manual
Specification of base metal(s) SA 106 Gr.B Thickness 8.74 mm (0.344 in.)
Welding Variables {QW-350) Actual Values Range Qualified
Backing GMAW: None With or without

SMAW:  With With backing

Base metal P-No. 1 to P-No. 1 P1 P1, 4130
] Plate 4 Pipe 2.375in. O.D. 1.0 in. O.D. minimum

SFA 5.18 / SFA 5.1
ER70S-6 /E7018-1

Filler metal or electrode specification(s)
Filler metal or electrode classification(s)

WPS requirements
WPS requirements

Filler metal F-Number(s) F6/F4 F6/F4
Deposit thickness for each process
GMAW: F6 3 layers minimum [ Yes X] No 0.100in. 0.110 in. maximum
SMAW: F4 3 layers minimum Yes [JNo 0.244 in. 0.488 in. maximum
Position qualified GMAW: SP 30° SP 0 - 45°, Flat
SMAW:. 1G Rotated  Flat
Vertical progression GMAW:  Downhill Downhill
SMAW: N/A N/A
Inert gas backing (GTAW, PAW, GMAW) None With or without
Transfer mode (spray/globular or pulse to short circuit-GMAWY)  Short circuiting Short circuiting
RESULTS P A S S
Visual examination of completed weld (QW-302.4) Acceptable

Bend test [[] QW-462.2; [X] QW-462.3(a); (] QW-462.5(c); [] QW-462.5(d)

Transverse face bend #F1 Pass Transverse root bend #R 1 Pass

Alternative radiographic examination results (QW-191) N/A

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

ACCREDITED ORGANIZATION Ludwig Associates Ltd. A.0.Q.P. Registration No. 7106 (C)
Test Conducted By __Dan Nguyen, CSA W178.2 level Il Insp. Date of Test June 5 2012

Certified By ‘e AGe o Dan Nguyen, CE.T Welding Examiner File No. __E-00286
Test Certified for Cado Industrie$-Inc. by Represelﬁya—t%% Jeremy Koster

RECORD INFORMATION

~udwig Associates Ltd. testing facility [[JEdmonton KCalgary (OField
Date test coupon is to be retained July §, 2012 Test Coupon 1.D. No. C2-39
Welder Performance Qualification Card No. __ 01474 Laboratory Test No. CW12-357.2

4027 - 14 Street, 5.E., CALGARY, ALBERTA T2G 3K6 PHONE: (403) 262-7072  FAX: (403} 266-3169
7925 Davies Road, EDMONTON, ALBERTA TaE 4N1 PHONE: {780) 468-3030  FAX; (780) 468-3032



oy, LUDWIG ASSOCIATES LTb.

WELDER “S” Materials and Welding Consulting

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company Cado Industries Inc.  Contact Jeremy Koster
Welder's Name Donghao Shi ABSA File No. W-28478
WP Registration No. 2621.2 WPS No. CADO-1
Welding Process(es) SMAW Type Manual
Specification of base metal(s) A 513 Gr. 1026 Thickness 15.9 mm (0.625 in.)
Welding Variabies (QW-350) Actual Values Range Qualified
Backing F3 None - With or without

F4 With With backing
Base metal P-No. 1 to P-No. 1 P1 P1
[] Plate X Pipe 2.50in. O.D. 1.0 in. 0.D. minimum
Filler metal or electrode specification(s) SFA 5.1 WPS requirements
Filler metal or electrode classification(s) EG010/E7018-1 WPS requirements
Filler metal F-Number(s) F3/F4 F3/F4
Deposit thickness for each process
SMAW: F3 3 layers minimum (I Yes BN No 0.125 in. 0.250 in. maximum
SMAW: F4 3 layers minimum X Yes {INo 0.500 in. Max. to be welded
Position quaiified 6G All

artical progression Uphill Uphill
RESULTS

Visual examination of completed weld (QW-302.4) Acceptable
Bend test [X] QW-462.2; ] QW-462.3(a); [] QW-462.5(c); [[] QW-462.5(d)
Side bend #51 Pass Side bend #S3 Pass o
Side bend #S2 Pass Side bend #54 Pass P AO S
Alternative radiographic examination results (QW-191) N/A

We certify the statements in this record are correct and that the test welds were prepared, welded and tested
in accordance with the requirements of Section 1X of the ASME Boiler and Pressure Vessel Code.

ACCREDITED ORGANIZATION Ludwig Associates Ltd. A.0.Q.P. Registration No. __ 7106 (C)
Test Conducted By __Dan Nguyen, CSA W178.2 level |l Insp. Date of Test June 5, 2012
Certified By @a{&gmﬂ? Dan Nguyen, C.EF/_ Welding Examiner File No. __ E-00286
Test Certified for Cado IndustriesInc. by Representative == f%x Jeremy Koster
RECORD INFORMATION
Ludwig Associates Ltd. testing facility [JEdmonton X Calgary JField
Date test coupon is to be retained July 5, 2012 Test Coupon |.D. No. C2-41
‘elder Performance Qualification Card No. 01473 Laboratory Test No. CWwW12-357 .1

4027 - 14 Street, S.E., CALGARY, ALBERTA  T2G 3K6 PHONE: (403) 262-7072  FAX: (403) 266-3169
7925 Davies Road, EDMONTON, ALBERTA T6E 4N1 PHONE: (780) 468-3030  FAX: (780) 468-3032
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G CERTIFICATE OF COMPLIANCE
edmonton exchanger

& manufacturing Itd.

5545-89 Street Edmonton, Aiberta Canada T6E 5W9  www.edmontonexchanger.com tel 780.468.6722 + QC fax 780.466.4668  sales fax 780.466.5155

Customer CADO INDUSTRIES INC. P02013-070-7921 Work Order CO9866  0ae 2013/09/10  corc# 43584 Page 1of2
Itams Dascription : aty Heath E::’lpﬂ":'-: Wold Proc. ;?2:.'
$39866-1-1 SHEZLL{S) - 1.2500" NOM X 30" OD X 120" 0 11382649-21390-02 EMTR'WPEOO !
{Material Spec: SA 516-70 Normalized) / 3’20 ! | .
Conforms to NACE MRO175 / IS0 15156-2 2003 Annex A ‘
599366-1-2 SHELL (S} - 1.2300" NOM X 30" OD X 120° 1 382648-21230-01 MTR WPE00 4
{Macerial Spec: SA 516-70 Nowvmalized) / 3’2? '
Conforms to NACE MRO175 / IS0 15155-2 2003 Annex A ’!f
5993485-1-1] SHELL(S} - 1.2300" HOM X 33" QD X 120" 1 382549-21330-02 MTR WP600 4

328"
{Mazerial Spec: SA 316-70 Normalized) /.
Conforms to NACE MRO175 / IS0 15156-2 2009 Annex A

599366-1-1 SHELL(S) - 1.2500" NOM X 30" 00 X 120" / ;Zg" 1.3082549-21390-02 MTR W2620 i
[Macerial Spec: SA 316-70 Normalizad) .

Conforms to NACE MRQL73 / [50 15155-2 2009 Annex A

599866-3 COUPON (S} - 1.2500" NOQM X 12" X 6" 2,3826459-21390-02 - -
(Macerial Spec: SA 516-70 Normalizad} . H

Forming Procedure: - "

4. Cold Formed —> /.33 t

Brinell Equipment: Newage Calibrated Pin . 0 t
Brinell Hardness Tester — / 3 Y

Supplementary Requiraments

Normatized Material ldentification Marking:

'‘MT indicates normalized by the mill per ASME Code Section II, Part A, SA 20, Paragraph 13.1.1.

'GMT indicales normalized by Edmonlon Exchanger per ASME Code Section ll, Part A, A 20, Paragraph 13.1.2.

'GT' indicates normalized by Edmenton Exchanger per ASME Code Section VIl Division 1. UG-85 or ASME Cade Saction |, PG-77 4.

The item(s} listad abova comply with the requirements of ASME Code Section I, PG-80 and ASME Code Saction VIH, Divisign 1, UCS-79(d), UG-T9 &
UG-80. All waldars and praceduras are qualified to ASME Code Saction IX. For tacking carban stesl itams, roundbar used is 1018 Coid Rolled.
Materlal being supplied conforms to the [atast ASME Cade Section I, Part A, 2010 Edition, Addenda July 1, 2011.

M.T.R. ACCEPTABLE
TO A.S.M.E. SECT. I

/) EDITION _//  ADD.




QM-System: Certification as per ISO 9001

Edéutanungen siehe Rickseite/Explications voir au versolSee reverse for explanations (www.dillinger.de/certilicate)

DILLINGER HUTTE

&

4>S INSPECTION CERTIFICATE 3.1 AS PER EN 10204:2004

A0 Advice of dispatch No.J

AQY/ Manufaclurer's order! Sheet

Date of dispatch AQ3 Cartificate No.
INSPECTION CERTIFICATE 3.1.B AS PER EN 10204:1991+A1:1995 + AS PER ISO 10474:1991
MATERIAL TEST REPORT ([MTR) 447957-01.03.13 381826-001 1/.
AQ5 Established Inspecting body AQG Purchaser EDMONTON STEEL, EDMON AD7.1 No. ED10614-J1010-ER 801 Product
o Finalreceiver  EDMONTON STEEL,EDMON A07.2 No. HEAVY PLATES
802 Steeidesign.  SA516-70 SA20-85
e — L
requirements  DIL-HUE-2:R33-2012-10-01 17752
B801-B99 Description of the product
B14 Boa BO9 B1o B11 B12 B804 8oT.2 BOT.1 A09
ftem  Numb Thick Width Langth Theorstical Product delivery Haat No. Rolled plate NoJ  Purch article b
No.  ofplaces mass candition Test No.
INCH KG
a1 1 0,8750 x 120,50000 x 480,00000 6510 N 382647 20724-01
0 1 0,8750 x 120,50000 x 480,00000 6510 N 382647 20724-02
01 1 0,8750 x 120,50000 x 480, 00000 6510 N 382647 20812-01
01 1 ©,8750 x 120,50000 x 480, 00000 6510 N 382647 20812-02
*x 4 26040
03 1 1,0000 x 120,50000 x 480, 00000 7440 N 382648 21312-01
03 1 1,0000 x 120,50000 x 480,00000 7440 N 382648 21312-02
03 1 1,0000 x 120,50000 x 480, 00000 7440 N 382648 21312-03
03 1 1,0000 x 120,50000 x 480,00000 7440 N 382648 21315-01
03 1 1,0000 x 120,50000 x 480, 00000 7440 N 382648 21315-02
*x 5 37200
04 1 1,2500 x 121,00000 x 480,00000 9339 N 382649 21396-01
04 1 1,2500 x 121,00000 x 480, 00000 9339 N 382649 21390-02
** 2 18678
i 11 81918
B04 Product delivery condition
ITEM KO.: 01,03-04
N: HT: 1670 GR.F 436 -27 GR.F
SOAKING TIME TO ATTAIN THE TARGET TEMPERATURE OVER THE WHOLE SECTION: 1-1,75 MIN/MM (25-45 MIN/INCH)
COOLING IN STILL AIR
Al 20112621203 ﬁm__.. ____.MWW H:MWLMM” the above mantioned materials have bean daliverad in accordance AG der Dillinger Hiittenwerke AT
X . K Gt Postfach 1580, D-66748 Dillingen/Saar
D X H AHB |
nspoction depariment
Zo:..__—__mmn.“.”:mwu B. BALDAUF

Test House Manager

Inspector's slamp

Dals 04.03.13 PP 1



ki, .
QM-System: Certification as per ISQ 5001 @ UHFHLHZQHWW mca—....—,m

Ed#iuterungen sishe Rackseite/Explications voir au versalSes reverse for explanations (www.dillingar.defcertificate)

A2 TNSPECTION CERTIFICATE 3.1 AS PER EN 10204:2004 O R e Ay Canlactuers order/ Sheal
INSPECTION CERTIFICATE 3.1.B AS PER EN 10204:1991+A1:1995 + AS PER ISQC 10474:1991
MATERIAL TEST REPORT (MTR} 447957-01.03.13 381826-001 2/ ...
AQDS Established _:mﬂmnz_.ﬁ GOQ@. AQ0B Purchaser NUSOZ.H.OZ_ mammv . MUEOZ AOT1 No. mcu. O m H# - ..u.u. O H O - mm BO1 Product
DH Final receiver EDMONTON STEEL, EDMON AOT.2 No. HEAVY PLATES
BOY Steeldesign. gA516-70 SA20-55
BO3 Any suppl. ASME-IIA:2010+ADDENDA-2011A
raquirements DIL-HUE-2:R33-2012-10-01

——— B06 Marking of the product

ITEM NO.: 01,03-04
STEEL DESIGNATION SAS516 70 MTLTV SAS1l6 60 MTLTV
HEAT NO. / TRADEMARK / ROLLED PLATE NO.-TEST NO. / INSPECTOR'S STAMP

B07-B99 Further information about the product

ITEM NO.: 01,03-04
THICKNESS REDUCTION RATIC »= 3,0 IS FULFILLED {(CF. A/SA20 PAR. §.3)

— . C10-C29 Tensile test
B14 BO7.2 BO7.1 BOS Co1 CoZ €03 C10 11 ciz c13 C14-C15
Item HeatNo. Rolplatel  Ref {heat} treatment Co1 Tamp. A A
No. Test No. GRF KS| % %
RPO2 RM LO=8IN LO=2IN
01 382647 20724 Ki Q RT 50,6 75,3 27
01 382647 20812 K1 © RT 50,2 75,4 29
03 382648 21312 Ki Q RT 51,8 75,1 32
03 382648 21315 K1 Q RT 51,0 75,5 29
04 282649 21390 K1 Qv RT 48,0 75,4 34
——.— C30-C39 Hardness test
B14 B07.2 B07.1 B05 col  CoCoY co3  c30 ci5 CH €32
Rtem. Heat No. Rol.plate/ Rofi 8 (heal) treatment Temp. Method of test Individual values Mean
No. Test No. GRF valus
01 382647 20724 Kl o} RT HBW 10/3000 HB 143 143 143 143
01 382647 20812 K1 0 RT HBW 10/3000 HB 1238 138 140 139
03 382648 21312 KI © RT HBW 10/3000 HB 143 142 142 142
03 382648 213185 Kl © RT HBW 10/3000 HB 144 144 144 144
04 382649 21390 K1 © RT HBW 10/3000 HB 142 142 142 142
A4 Z01/Z02/203 We hareby cartify, that the above manlioned materials have been delivered in accordance AG der Dillinger Hiittenwerke At
wilh the terms of order. i
roer W NWR AR Postfach 1580, D-66748 Dillingen/Saar
D H Inspection department
Manufaclurer's B. BALDAUF
mark 3

Test House Managsr Inspeclor'sstamp  Dale  04.03.13 PP 1




‘QM-System:-Certification.as per1S0!9004

-Er3utérungén. sisheiRUckesile/Explicalions voiraviversolSee féversaifor explanationsi(www.dillinger.de/cerdificate)

"

D DILLINGER HUTTE

402 INSPECTION CERTIFICATE 3.1 AS PER EN 10204:2004 [ Do ot cispaten Nos  [A0arManufaciurer’s ordér/ Shect |
INSPECTION CERTIFICATE 3.1.B AS PER EN: 10204:1991+A1:1995 + AS PER ISO 10474: 1991 . A _
MATERIAL TEST REPORT (MTR) A _{ 447957-01.03.13 381826-001 3fo. .k

ADS Establishediinspacting body: | AG6 Purchaser EDMONTON STEEL,EPMON A971 No. Ep10614-J1010-ER 801 Product

D Finaiteceiver  EOMONTON STEEL,EDMON A072 No. HEAVY PLATES
BOX mSo_E.,ow_.m? 8AS16-70 SA20-S5
BO3  Any:suppl. ASME-IIA:2010+ADDENDA-2011A
requiraments DIL-HUE-2:R33-2012-10-01
C40-C49 Impact test
"B14  BOTZ 807 BOS Co1  COY. Co3  C4d ca4 (21 C45 C42 €43
tem Heat'No. Rol.piate/. Ref (heat) t €01 Temp. Widthof Typeof Testing method Energy Individual valuas Mean
“No. Test No. GRF test place  lest place AV=FT.LBF value
01 382647 20724 Ki LV -51 CHP-V AV 57 79 158 98
103 382647 20812 Ki LV -51 CHP-V AV 112 119 113 115
03 382648 21312 Ki LV -51 CHP-V AV T8 77 110 88
a3 382648 21315 Ki LV -51 CHP-V AV 116 93 119 111
04 382649 21390 K1 LV =51 CHP-V AV 105 106 93 101
C70-C99 Chemical composition % - Heat analysis
Ba7.2 cre
Heat c st MN P 5 N cu MO NI CR v NB SN T .
382647 Y 0,182 0,360 1,17 0,010 0,0008 0,0084 0,023 0,011 0,037 0,037 0,001 0,001 0,001 ‘0,002 .
382648 b 4 0,188 C,364 1,19 0,011 0,0017 0,0068 0,030 0,009 0,031 0,047 0,001 0,001 0,002 0,002 !
382649 ¥ 0,179 0,384 1,19 0,012 06,0009 00,0064 0,029 0,011 G,037 0,042 0,001 0,001 Q,001 0, 003
BO7.2 cr0
Heaat B cA AL-T
382647 Y 0,0002 0,0022 0,031
382648 Y 0,0002 0,0026 0,033
382649 4 0,0002 10,0017 0,032 1
C94 Heat analysis. Carbon equiivalent / Alloying restrictions
8072
Hoat
“.wmwmm.d FO-02= g,39 FO-51-= 0,002 FO-55= 0,11 FO-78= a,05 FO-91= 6,4
_ u..m.wmﬁm - FO-02= 0,40 FO-51= 0,002 FO-55= g,12 FO-78= 0,06 FO-91= 6,3
"m 3B264% FO-02= 0,39 FO-51= 0,002 FO-55= 0,12 FO-78= 0,05 FO-91= 6,6
i
20112021203 We heréby.cartify; thatihe above mentioned malerials have been:deliverad-in accordanca ) ) AG der Dillinger Miitenwerke - AR
with tha lerms of order, ¢ . - R
X NW\ >@mw Postfach 1580; D:66748 Dillingen/Saar
! Inspecilon-dapartment
Mantifacliirers: BUBALBAUF .
mark . TostiHousaiManager Inspeciorssiamp _ Date 04 .0%,13 EP 1




QM-System: Certification as per 1SO 9001

Edauterungen siche ROckseile/Explications voir au versa/See reverse (or explanations {www.dillingar.defcentificate)

e .
€D DILLINGER HUTTE

A%  INSPECTION CERTIFICATE 3.1 AS PER EN 10204:2004
INSPECTION CERTIFICATE 3.1.B AS PER EN 10204:1991+A1:1995 + AS PER ISO 10474:1991

A10D Advica of dispaich No / A08! Manufaclurer's ordes/ Sheet

Date of dispalch

AD3 Cerfificate No.

requiremnents DIL-HUE-2:R33-2012-10-01

MATERIAL TEST REPORT (MTR) 447957-01.03.13 381826-0D1 4/..
A0S Establisted tnspecting body | AOB Purchaser EDMONTON STEEL,EDMON #0717 MNe. ED)0614-J1010-ER BO1 Product
DH . HEAVY PLATES
Final recaiver EDMONTON STEEL, EDMON A07.2 No.
BUY Stesidesion. Sa516-70 SA20-S5
803 Any supgl. ASME-IIA:2010+ADDENDA-2011A

C95 Ladle treatment

ITEM NO.: 01,03-04
HEAT OF THE INDICATED ITEM: VACUUM DEGASSED / SULPHIDE SHAPE CONTROL

C95 Further information about ladle freatment

ITEM NO.: 01,03-04
CALCIUM TREATED

C70-C99 Chemical composition % - Product analysis

Bo7.2 8074 cot
Heat Tast No. c Si MN P S N cu MO NI CR v NB SN H
382647 20724 K1 0,173 0,353 1,15 0,009 0,000 0,0077 0,021 0,010 0,037 0,036 0,001 0,000 0,000 0,002
382648 211315 K1 0,177 0,355 1,14 0,009 0,0009 0,0070 0,022 0,009 0,036 0,036 0,001 0,000 0,000 0,002
382649 21330 K1 0,174 0,379 1,17 0,011 o0,0009 0O,0066 0,028 0,009 0,033 0,046 0,001 0,000 0,001 0,002
BO7.2 807.1 <
Heat Tast No. B CA AL-T
382647 20724 Ki 0,0000 0,0023 0,029
382648 21315 K1 0,0001 0,0019 0,032
382649 21390 Kl 0,0000 40,0021 0,030
C84 Product analysis Carbon equivaient / Alloying restrictions

B807.2 B07.1 cH
Heat Tesgt No.
382647 20724 Ki PFO-02= 0,38 FO-Sl= 0,001 PO-55= 0,10
382648 21315 K1 FO-02= 0,38 FO-51= 0,001 FO-55= Q.10
382649 21390 K1 FO-02= 0,38 FQ-51= 0,001 FO-55= 0,12
AD4 Z0/Z02/Z03 We hareby certify, that the above mentioned materials have been delivered in accordance AG der Dillinger Htittenwerke A

VA with the terms of rdor. 4 NMR >@m Postfach 1580, D-66748 Dillingen/Saar

D H Inspection department
Manufaclurer's B. BALDAUF
frark Test House Manager Inspector'sstamp  Date (04.03.13 PP 1




QN-System: Certification as per ISO 9001

Erlauterungen sishs ROckseile/Explicalions voir au versalSes revarse for explanations [www.dillinger.de/csnificate)

&

DILLINGER HUTTE

A2 INSPECTION CERTIFICATE 3.1 AS PER EN 10204:2004

INSPECTION CERTIFICATE 3.1.B AS PER EN 10204:1991+A1:1995 + AS PER ISO 10474:1991

A10  Advica of dispalch No.J
Date of dispalch

A0B/ Manufacturar's ordat/ Sheal
A03 Carlificata No.

requirements  DIL-HUE-2:R33-2012-10-01

MATERIAL TEST REPORT (MTR) 447957-01.03.13 381826-001 5
ADS Established inspecting body  } AGS Purchaser EDMONTON STEEL, EDMON A071 No. Bp10614-J1010-ER 801 Product
PH ] . HEAVY PLATES
Firal raceiver EDMONTON STEEL, EDMON A07.2 No.
B2 Steel design. SA516-70 SA20-85
BO3 Any suppl. ASME-IIA:2010+ADDENDA-2011A

I

C94 Carbon equivalent formula / Alloying restrictions

FO-02 = C+(MN/6)}+ (CR+MO+V) /5+ (NI+CU) /15
FO-51 = Vv +NB

FO-55 = CU+MO+NI+CR

FO-78 = CR+MO

FO-91 = MN/C

D01 Marking and identification, surface appearance, shape and dimensional properties

TEM NO.: 01,03-04

SURFACE AS PER ASME-SA20
THICKNESS AS PER ASME-SA20
LENGTH AND WIDTH AS PER ASME-SA20
FLATNESS AS PER 1/2-ASME-SAZ20
AD4

EXAMINATION OF MARKING, SURFACE, SHAPE AND DIMENSIONS: THE RESULTS MEET THE REQUIREMENTS.

20V/202/203 We hereby cerlify, that the above mantioned materials have been delivered in accordance

with the terms of ordar.
55 CEL

Manufacturer's B. BALDAUF
mark

AG der Dillinger Hiittenwerke AN
>@m Postfach 1580, D-66748 Dillingen/Saar

Inspection department

Test House Manager

Inspector’sstamp  Date 04 _03.13 PP 1



Qce-001 (01.01-2012) RS

G CERTIFICATE OF COMPLIANCE
edmonton exchanger

& manufacturing itd.

5545-89 Street Edmonton, Alberta Canada T6E 5W9 www.edmonionexchanger.com tel 780.468.6722 + QC fax 780.466.4668 + sales fax 780.468.5155

Customer CADO INDUSTRLES INC. P02013-070-7921 Wark Ordar C99866  Date 2013/09/13  cocw43661  Pagetoft

i i ‘Bring#’ Raquired | Recardad | Form.
PO | Hoah p Mardn! MinThk | MinThk  Proc,

Itamp ' Daseription
H99866-2 ‘HEAD{S) - Semi-Elliptical 2:1 - 1,2500% NOM pr 4!01133-476540102/ ;MTR:1.1400"; 1.2100" 1
F{1.1400" _MIN) X 30" OD - ; ; ;
' {Macerial SEJec: 8A 516-70 Normalized) © 4)G1129-476540101 MTR 1.1400" 1.2114" 1

‘Conforms to NACE MRO175 / ISO 15156-2 2009 Aanex A} :

Forming Procedure:
1. Hot Formed @ 1650F/899C and Alr Cooled
Brinell Equipment: Newage Calibrated Pin

Brinell Hardness Tesler

Normalized Matarial Identification Marking:
‘MT indicates normalized by the mill per ASME Code Section |1, Part A, SA 2¢f Paragraph 13.1.1.
"‘GMT" indicates normalized by Edmonton Exchanger per ASME Code Sectiofl II, Part A, SA 20, Paragraph 13.1.2.

'GT' indicates normalized by Edmonton Exchanger per ASME Code Sectiony/VIIl Division 1, UG-85 or ASME Code Section]l, PG-77 4.

The item(s) listed above comply with the requirements of ASME Codg Section |, PG-29, PG-81 and ASME Code Seftion VIII, Division 1, UCS-79(d),
UG-78 & UG-81. All welders and procedures are qualified to ASME Chde Section IX. Material being supplied confdrms to the latest ASME Code

Section I, Part A, 2010 Edition, Addenda July 1, 2011,

/
Supp!;(nantary Examination - ltems

v
v
/D 13" PR
/O r3ys v ) 3520
/& 1 ay3” /D s 30"
/2 ,3vg" /21 331"

M.TR. ACCEPTABLE

TO A.S.M.E. SECT. I

/& _EDITION /7 ADD.
O ey




&  CERTIFICATE OF COMPLIANCE
edmonton exchanger MTR List

& manufacturing itd.
5545-89 Street Edmonton, Alberta Canada TGE 5W9  www.edmontonexchanger.com lel 780.468.6722 » QC fax 780.466.4668 « sales fax 780.466.5155

Customer CADO INDUSTRIES INC. P02013-070-7921 WarkOrder CI9B66  0aa2013/09/13  cocs43661  Pagetolt

Email to wilfred.cao@cadoindustries.com

Email to jreimer@edmontonexchanger.com

MTRID Pages ' Heat# ' Thickness Materlal Grades

17934 6 1161129-476540101 1.25" ' SA 516-TON
 61133-476540102 . 1.25" _SA 516-T0N
Heat# Material Grades MTRID
G1129-476540101 SA 516-70 N 17934

G1133-476540102 'SA 51670 N : 17934




% = - S EEkRXS " & | T100-807) EESFRERAON=TBEEIS
IPPER °  HANWA CO.., LTO. NIPPON STEEL & SUMITOMO METAL CORPORATION HEAD OFFICE__2-6-1. MARUNOUCH, CIt1YODA—KU. TOKYO [00-8071. JAPAN

wERSES

2 ® 3 A, TN FERIBTESE L F

FERENCENo. - 228031-685310100_ 17938 M # % T G B OB KIMITSUWORKS 1. KINITSU, KIMITSU-CITY. CHIRA-PREF. 299~ 1141 1APAN
w B =
ONTRACT Mo. © 3-B11-H]-5-6-A102 —Zm_umo.ﬁ._oz Omml—n_“—o>l_|m G B EE R -
& B CERTIFICATENe. ° _P-23076 PAGE I
OMMODITY  ° _ HOT_ ROLLED SITEEL PLATES 2 ¥ A 8
_. o ( AS PER EN 10204 CERTIFICATE ON MATERIAL DATEOFISSUE ~_2013-06-20__ . _ ___ _
PECIFICATION. ©_ ASME. SA-516_GRADE 70-£10-AM1 ... TESTS 3.1 ) 1001 T EREEE
. ' & 5 m = x _ EDMONTON EXCHANGER GROUP OF C- @ E R & 2 § & sesstCEWES
QCUMENT No. -~ CUSTOMER ~ OMPANIES CUSTOMER'S CONTROL No. E10924-J1010€ER E3001A02Q0 EOQS
: 5l & #K B W e R |HBW | _  _db_ZF_pE 5 __ CHEMICAL COMPOSITION %
<t 3 an| # & | BRES gogaly _TENSILE TEST . ..Immm IMPACT TEST clsi[MalP|s|af Nifa (M M| V irafeei TEn
_CAST No. S|} mmmeton-| sensme " ..m.__u.l 2V - 50F :n._x_s %180 [x1000| % tooojscroe w100 | ocate | xjon l...x& | nmm
DIMENSION WAt Mass | mEmEs PLATE Na, wm  vs vr-| TS, -,Q eS8t FT. LB A S R e R
v’ Ty = {0. 2% Bl [T e s NTES |TEN cA |8 | 1o Teles
o mm,” :inch. &.nnn. KG .ﬂmm_.ZO.l . .lﬂ.u.-m.. — ‘_Alw._l % ._uu.-m.m. I AVG | EACH M“:B-.x.l!lll-l scrow | exdn Jorm| wroom | xoveen | xier e o8] scrm b0 =iz
01 { L G112YTESTED-PL s il2sZ | ave s 37 145 & 3 1 1 d ol13 ozgj4n
.250°X121°%480° _ 1 g338 22752 476540i0frcl 52 | 75 [3F L i |vUFl256 )255.] 148 24 2 _ 4 16 o o o
: o (262
T B ) =T b e e g F e 3 7 sy d e
e - - - - L I I N I . 24 4 | L g_ 0o 0 1L
_ o v f I GIT133TESTED-PL | |] Ti[oe | Avel 1o 38/ a3 9 3 [ g 03 o840
L2507 X121°X488° 1 . 9338 22765 47esacr04rc)) 51 | 75 133 ilTHE27R 6% | 147} 122 Y 4 170 @ i
: ' il2sd
R X IS W N N I RN I I - |
: o : : pisl 38 1as o 3 [ 2] oftal o {40
. H I B . R leza  |_4__| 17 a0
T T T 07 T T e dyresTeEo-pL || T Terii ] avelTiel a8 T a3 o 3l Ta|T 2 opi3 ozsao)
2507 %1217 X480° b 533822770 475540102TCH 54 16 [3Z) if|vyFeszlesti) 4] t 22 _ 2 4 a7 oo o || |
: : 11249
T RS S ; i A Velrsaaiasl of I )T 3| A o3 o [4v
- AR B W S ) L) . 24 I I T I __

IR NOTES | (361 | | ocation Orentation #25t - Jii, T ;#1088 Top, B e Botem, | - HHEF7H Longitudingl, C - (TR0 Transverse, Z : KEPJ7IR Thiough Thickness, R 45" JifH 4SDag. 10 the Longliuting! Axls
m G 1. ERIH7AE Gago Length, A: 50mm PIEARL Rectanquiar, 1 : Somm Jt/BEUR)Y Round, C : Tomm YRR Rectanguiar, D: 70mm AUBKRK Round, £: 80mm JtAIXRIT Rectangular, I : Bomm JLBMEIY flound, G: 200mm, H: 2%, 1: &, }:565/50. K: 4/So
E3 | R A : D Faduction of Area, Y R :JEILLE Yieid Ratlo, rﬂﬁ ATTRe Accepiebls, ETIf s e HEFULL SIZE, 2 : 2.5mm, 4 : 3.3mm, 4 ; 3.33mm, 5 : 5.0mm, 6 :8.87mm, 7 ; 7.5mm, & :6.7mm, 9 : BRI PlaleThickness, E P :S1sh5HIT Product Anslysts,

7 o aam QAR O THEAL T CR: Conlroled Folled, N 1 C : NIC ProcessTMC Pracess, C L C: CLC Proceca/THC Process, A R 1 As Rofled, T M R : TMA Process/TMC Procass, N R ; Normalizing Rafied At Temparstos.
|: SEFEBEINT Shear Fraciure, C I :MYERINIM Crysisinity Fracture, £ €SS Laecal

Tole:d | e
nslan, AGS:F—=ZAF T kK Ausienlie Grain Size, F G 5:7 x 57 RNl Forits Graln Size, 5 R : Siress Aslieved/Post Weld Haat Traatment _ w I mw.‘_ -.g _:.

IRETREBEEORBELAIERCR-THEEZN., TOERRALBRL TSI LEWALET,

WE HEREBY CERTIFY THAT THE MATERIAL DESCRIBED HEREIN HAS BEEN
MADE 1N ACCORDANCE WITH THE RULES OF THE CONTRACT.




x |/ - gmmﬂﬁmmﬁmmﬂmﬁun E 3 # . T100-8071 ERETRERAOKRTTBHEIS

1PPER ___HANWA CO., LTD. L NIPPON STEEL & SUMITOMO METAL CORPORATION HEAD OFFIGCE ~ 2-6-1. MARUNOUCHI, CHIYODA-KD, TOKYO 100-3071. JAPAN
YERSES T _ ® e ® B, TN FERBREEWHMELEM
EFERENCENs. ©  228031-685310100 . 9 H % & O 8 & KIMITSUWORKS 1. KIMITSU, KIMITSU-CITY. CHIBA-PREF, 299-1141 IAPAN
R -
ONTRACT No. ©  3-B1J-H1-5-6-AT02 INSPECTION CERTIFICATE EmE RS 5
T CERTIFICATENo. ©~ P-23076 PAGE 2
OMMODITY -~ HOT ROLLED_STEEE PEATES o 2R % A B .
3 - { AS PER EN 10204 CERTIFICATE ON MATEREIAL DATEOF1SSUE _* 2013-06-20 .
PECIFICATION - ASME SA-516_GRADE 70-E10-A11_ __ __ .. __. TESTS 3.1 ) 1001 22sDMs e
B ® = % . EDMONTON EXCHANGER GROUP OF C- & B X & 2 & | tesss[EWes
OCUMENT No. ~ CUSTOMER ~ QOMPANIES CUSTOMER'S CONTROL Na. Ei0924-J1010QER E3001AD2Q0 E05
SRE = 3 M K OB L B R B HBW fb f*_ P& CHEMICAL COMPOSITION % “
+ i Al B R Sl maE S8 _aEwsweresT L [§]zR) IMPACTIEST, clsi| MmiP[s |al M| o |[Mefviafs| iz
CAST Ne. ggl !bg&._ HETE fac" 25 |2V - 350F xeod xron| x00 x1000fxcoo0fxes x100 [ xiva | x100 [uef =1 nmw
DIMENSION gun]  mass S S PLATE No. mmc vs ve-loTs L wMMm. FT, LB. e 4 1 1 L. _{_.. weowd | 1285
i il " 0. 2% % wrin | @e i N[TE3 [TET ca |8 | T s
L mm, “:_:m_-. z.nnnﬁ . _ 1 K T TEST No. L L v __KS| | mm.. .nw..."...a..l. = ><n:.u lm>m_.._. g e imon |- rme—t w10 | xien [xsoo) xiwos [ xieeve | xrea | Jecolumixie oy
01 n:mw._.qumcnv_. : : 1 [257 | AVG _nm.” 38 143 & 31 1 2] O3] 028)40
. 2507 K121° X480° R T | wmwmy 22774 4765401037C1 51 7S5 |3zt chltuFess {256 | zanf ] [ 22 _.Z .4 17 o o0 . _7.
: N : Nmm
o -y - AU m plisf 38 148 9 "3 a1 g o3l of jan
- RIS - N o : 124 1 4 3] NN | NN N (N (Y
T 02 © T GUI34TESTED-PL O i[20s | Ave 15 37143 & 3l 2 2 7 oty ozslan
(. 500° XS7° X480 i g08s_ 22786 47654020410 50 | 74 (32| i{ITUFAI7E {2101 149 27 3 6§ 6 ol | __
: ! H 1%
: S B I . S Hl Te 38 148 8 3 0 ] 2 oh o {4y
R . I I . o [ R M S : [ | 29 4 1T 0 A T P
T o Tz i | Gri34TesTED-PL | | R N Tilzaz | ave 18l 3R A Y| 3 A 2 ofief ojzefan
. 500° X87° X480°_ I 8985 _ 22787 476540200TCH(  51_ TS (3% D] (TLIFI245: 1260 ) 146 27 2l b oL 18 RIER _
: : : 242
- T ol T R S I S T T eles| a6l 1ast 6 T T3 2 opg o [¢o
_ e = S N o sl } e Gl ] L2844 17 3t
t % NOTES | 3% 1 ] Location Orientation it - Jifhy. T 19 Top. B LR Bonom, L L7159 Longludingl, C - BLAITHA Transverse, 2 : 421411 Through Thicknsss R 145" 771 4500Q. 10 he Lonpiudingl Axis
wn_ CXAANIN Gage Langlh, A: SOmm TRIEIKEIT Rectang B S0mm ALY Rgund, C: 70mm ARV Rectangular, 13 70mm SLIBIARIY Round, E: 80mm 1 MIURS Rectangular, I : 80me JUERBIY Round. G 200mm, 1: 27, ©: &% 1:565/80, K: 4./

RA :#1 Reduction of Area, Y R :REKIE Yiek Ratio, NN- At Accapeble, o BPEEFULL SIZE, 2 - 2.5mm, 3 : 3.3mm, 4 : 3.33mm, 5 ; 5.0mm, 0 : 6.67mm, 7 : 7.5mm, ¥ :6.7mm, 9 : SIKMP PlateThickness, E?Bt&g Froduct Analysls,
Uzﬁa Naermaiizad, QAL Quanched, T ML Temp na [+ Rofled, N I C: NIC Procesa/TMC Process, C I C: CLC Process/TMC Process, A R : As Rotied, TMR : TMR Procass/TMC Process, N R - Normakzing Ralled AL T e
1YL QhiliE Shear Fraclure, C I :IRTERYISINS Crysialinly Fraclure, 1. 12 ; SiAI Latargl Expension, AG S:ar—X 5 b KUE Austenlle Grain Size, FGS:7x 5 BRI Fordie Grain Stze, SR - Sitess Rslisved/Post Wald Heat Tresiment mu A _.w _n

IR ARNEECABEAREBIR S TEEZA., TOBREFAZABL TS 2 2HALET.
WE HEREBY CERTIFY THAT THE MATERJAL DESCRIBED HEREIN HAS BEEN
MARE IN ACCORDANCE WiTH THE RULES OF THE CONTRACT.
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IPPER : HANWA CO., LTOD. NIPPON STEEL & SUMITOMO METAL CORPORATION HEAD OFFICE ~ 2-6-1, MARUNOUCHL. CHIYODA-KU, TOKYD §00-8071. JAPAN
THESES o — _ 2o oW p . TN FERRBRIOBRA DR LE M
CFERENCENo. © 228031-685310100 il ¥ & T’ A B = KRMITSUWORKS 1, KIMITSU, XIMITSU-CITY. CIiiBA-PREF. 293-1141 IAPAN
B & B .

ONTRACT No, © 3-811=H1-5-6-AT02 INSPECTION CERTIFICATE S B EES 5.
i 2 B CERTIFICATENo. © P-23076 _ PAGE 3
OMMCDITY ’ HOT ROLLED_STEEL PLATES _  _ . ) 2 7 £ A 8
! B { AS PER EN 10204 CERTIFICATE ON MATERIAL DATE OF ISSUE_ " _2013-06-20  _ _ . _
PECIFICATION ~ ASME SA-516 GRADE 70-E10-A11 . ___ TESTS 3.1} 1001 2+:DNe 33
k- B ® = s . EOMONTON EXCHANGER GROUP OF C- BERTRES tsx3ssCEWSS
OCUMENT No. - CUSFOMER ~ OMPANIES CUSTOMER'S CONTROL Na. F10824-J1010ER E3001A02Q0 EOS
v . 31 R OM OB -1 W B |HBW . % & 2 CHEMICAL_ COMPOSITION % o
T % rx| 0 & [ YBBS| mog 5|3 Tensie st 4.2 _z_?nﬂmﬂ_ e)silweie slad N | o | mom]vialr| 8
CAST No._ BE| | WAt ....ES:G;J BEL 12V - 50F xiog ®%100] 100 [xtoon| xioon{xi0a xioa | x100 | 160 13&%- nmw
DIMENSION ]  mass RGBS PLATE No. mwa vs e ..Hm.iu%Q mmmu £T. LB o ) fimees 285
MERH g = 3o 2% Rl o [0 it [ i N[TE3 [TED o W I T O | O G A
.3:._.‘ sinch, “HNL- o - ."A.c,....-mmm.zlo“.. . s (L KSI__ . m.m.. P H ><|O.| .m.>nm_ ool wima—} w100 | xwe fwcmwe] xoooco | mao00e | e = 100[ 0 fae 0] oy |
g2 ' G1134TESTED-PL A Tlees | Avel [TS 37 143 5 34 2 2 02 2640
. 5807 X877 X4868° 1 %985 22789 476540202TC})| 50 74|33 ipTUA223 0216 _148). 27 % 6 16 i o
: I (|27

7 7 - T T T R © Tl YT ehs 38 Tas 6 3a) i g ofig o 4o
_ - .. S T S V. Cl - (o 4 . 428 4 Sl v 11 0
T T 02 | T | Gli34TESTED-PL B Tlrg AVQ DR 37 143 5 32 2 A o oze4o
.. 506" X87°x480° . 1 m"qm.m.mlu.m.ﬁma 47654020T¢C))) _52_| 75 134 LATUF200 1176 ) 147 27 A 8 _ | ¢ _16 i 0

: o cl2i

- T P T - i I i 38 Tag s 3\ 'n T 2 oz q jav

. e 1 U . - i 1t. 129 _ | 4 _1 17y 10
03] | i GUI29TESTED-PL | || 1 H Tlear [ AVE [T5 37 145 8 3 W 3 Qi3 gzg4n
1.500° X123 X4807 o I 1207 22739_476540302TCH 51 __15_ |38 | |TLFZOC 230 148 24 2 4. _1.1.1%§ o0 | .

. : : 144

- nE H — 1 LR ol 37 158 H 3 0 o) T a6 jag

- . i o P I N L -7, T N T 0 T WO | Y W T

£ IR NOTES | [ 1] 1ocaon Orlantation (257 - 7151, T il Top, 1:SEME Honom, L. :JEREFT Longlludinsl, C © #L#4.Jith Transverss, Z : iPd JjIF] Through Thicknesa, R 45 JJIi 4508g. lo the Longiudinal Axis

m G1. LRI Gage Longh, A: SOmm F-XICRF Rectangelar. 5: 50mm #MMR Found, € : 70mm #HARNY Rectangular, I3: 70mm 3LHMET Round, 12: B0mm ¥ BIRT Reclangular, F: B0mm AR Round, G : 200mm, H: 27, 1: &7, 1:585/50, K145

€3] R A : #D Reduction of Ares, Y R :FHRIL Yield Rallo. E A:futh Acceptsbie, LS |1t : B HEFULL SIZE, 2 : 2.5mm, 3 : 3.3mm, 4 : 2.33mm, 1 ; 5.0mm, 6 : 6.67mm, 7 : 7.5mm, & :6.7mm. 5 : KN PlateThickness. [x6] P B85t 5 Product Ansiysis.

@2“55 Normalized, ‘Q:48AI Quenched, T 4ELIL Tempered, C R : Controlled Rolied, N | € NIC Process/TMC Procass, C L C ;: CLC Procest/TMC Process, A R As Rofled, ‘T'M R : TMA Proceas/TMC Process, N R : Kornalizing Rolled ﬁﬁ._.-m.v-n_..!.:o e

|1: B4R Shear Fraclure, C I :KaVERSA Crystalinty Fracturs, L 121 SYIN Latsral Expension, AG S:d—AF+-f FHI Ausienite Graln Size, FGY%:7x 1 FRIT Forfte Graln Size, S R : Stress Relleved/Post Weid Heat Troatmant Ey m_j“

tREYSREEEORSEARERICR > THIET N, FOERPHEBEL TSI LEHBLET.
WE BEREBY CERTIFY THAT THE MATERIAL DESCRIBED HEREIN HAS BEEN
MADE IN ACCORDANCE WITH THE RULES OF THE CONTRACT. y
Cs §\ I
EXREAH SHEZE
HEADOF DEPARTMENT
QUALITY ASSURANCE DEPT.
KIMITSUWORKS




x & [_ HEEIEERR= * s . TI00-8071 MABFABRANOHTHEIS

JIPPER : HANWA CO.., LTO. NIPPON STEEL & SUMITOMD METAL CORPORATION HEAD OFFEIGE ~ 2-G-1. MARUNQUCHI. CHIYODA-KU, TUKYD 100-8071. JAPAN
AREAES | ST T . ) _ 2 m T OmE MK T FRETRE N R
EFERENCENo. ___228031-685310100_ i M % Z‘ G BB & KIMITSU WORKS_ 1. KIMITSU, KINFTSE-CITY, CHIBA-PREF, 299-1141 JAPAN
¥ & B
ONTRACT No. ©  3-B811-H1-5-6-AT02 —Zm_nvmo.._-—oz Ommu—l_ﬂ_o>|ﬂnm #® B F R B a .
- T CERTIFICATENo. = P-23076 PAGE’ 4
OMMODITY  ~  HGT_ROLLED STEEL PLATES . A ®EB g
] & { AS PER EN 10204 CERTIFICATE ON MATERIAL DATE OF ISSUE__’ H_; -06-20 .
PECIEICATION °~  ASME SA-516_ GRADE_V0-E10-A1) __ . TESTS 3.1 ) 180 2etDMEst 3
. ® & 5 % E R EDMONTON EXCHANGER GROUP OF ¢- & B R T B & § *s24eCERse
OCUMENT No. CUSTOMER ~ OMPAMNIES CUSTOMER'S CONTHOL No. £10924-J1030ER mwg;awoo EGS
. . 31 3R R W 3l | W W@ By [HBW fie % B CHEMICAL,_COMPOSITS -
= & ol B g | BBES meogs L8 TENSILE, THST £, 3 iMPACT TEST c[si|m|P]sjal Ni[]oim zo< afCE 5
.m\mm.q.Zo ma...!tg.il i mm.m 2¥y - 50F %100 100 |>1000 | x1008)xron xico | xEe0 | >409 [-1ea)uu nmm
DIMENSION wir] mass | megmm| CLATENe mms vs vri _1s  |P¥ mmmm. CFT. LB | i T o I e
L TR AT 3 i0. 2x Rl SO et N [fe3 TTes Cala [ Ti |rrfsoilea
:.:.:.Fn—f feet K G ._.m.w.._..w. A )3 KS1 % i [ e | 8 AVG | CACH T{emg s reon— —osa—] xiow | xun [xizof wisone | wipewo | cao | pus]omlaie] -
03 : G1129TESTED-PL i i {248 | AVG 15 37 145 & 3% 1 2 o3 2940
. 5007 X121 X480° | 11207 22740 4765403037C| 52._] .75 13§ T 248 | 148 24 7 4 __1H o0 ]
: : 24%
Bl ) - 7 T : s 37 146 8 3 af 2 i3 o [ad
—_— L 4 I . L I : 1 24 4 17 0
o T s | T [ Tenagvesteo-eL [}y 0 [ L LG ) Dleve{AVG jis| 377145 ¢ 31 1 2 o3 cm.%;
L5007 X121°%x480° | B 1207 22747 _47654030T¢ 52_| 75 (36 |TLF[234 |248 | 147 | | 24 2 4 16 o o
: : (238
) - ) i I A 1 I I T I oS 3 148 & 31" ] 2 o3 o j40
. R . o I S b oAt : : 4124 4 | R I F 1
T 63| I i | T61129TESTED-PL | A T |eed] Elml_mTw. 1450 & "I ap 2 mfm 2940
. 5007 %1217 X480 . . Jl_1n20n 22748 4765403047 49 74 360 ||TuFe3vii22& | 1441 | 24 . . 16! g o .| |
: : H cl2a |
- — C T ] - 1 7 S o e 1 T B AR T Y- I - B | | R T B T
- . I _ - 8 I 1 I N 2 DR I A RO DU S S S { B |

E 1R NOTES [[ 561 | Location Orientation f52 - %1%, T8I Top, 13 ;R0 Befton, L -IEE6 Longltudingl, C : ¥UTiT Tranevarms, 7 - NPt Through Tricknoss, R :45 751 4508g. 1o the Longitudin Asis
m Gl PTG Gagelengin, A: SOmm RRET Recianqular. 3 : somm LRI Round, C: 70mm TRIRGH Reclangutar, : 70mm JLISIAEN Round, I: 80mm RBAEST Rectangular, 1@ 80mm SLBIAENS Round, G. 200mm, 11: 27, 1: 97, ) : 565450, K: 4./5a
Eﬁ- Coes fe :mm

%3] R A : 80 Reduction of Aren, Y R :FH(RIL Yiald Aallo, A:GIHE Accepiable, WBFULLSIZE, 2 < 2.5mm. 3 : 3.3mm, 4 ; 3,33mm, & : S.0mm, & : 6.67mm, 7 ; 7.5mm, R :6.7mm, 5 : SAMERS PlateThickness. (Gcs] p sttt Procust Anaiysis,
@ N5 Nomnalizes, QAN Tkt L Temp C R : Conlroled fioked, N 1 C: NIC Process/TMC Process, C L C: GLC Process/TMC Process, A R : As Rofled, T MR : TMR Process/TMC Process, N R : Normalizing Rolied B, ?%-!_... e
1A R Shemr F , C F:MEFEaEmitR Cry y F 1. £ : WIAHIEL ¢ steral Expansion, AGC S 13— F 3 I Austaniie Graln Size, F G52 x 74 hEUE Feaite Graln Size, S R : Strass Aelleved/Pos! Waid Heal Traatment _ w Hl_._,

IREYSIEBETOREELAIEBCE s THESL., TOERBRERAELTOUIZLETWALET.

WE HEREBY CERTIFY THAT THE MATERIAL DESCRIBED HEREIN HAS BEEN
MADE 1N ACCORDANCE WITH THE RULES OF THE CONTRACT.

n\%&&k\x




.. X £ ‘ gmmﬂmmﬁﬁlﬂ.ﬂm*H = 3 . T100-8071 HONETREEADNTTHIRIS
PPER HANWA CO. LTD. NIPPON STEEL & SUMITOMO METAL CORPORATION HEAD OFFICE ~ 2-6-1, NARGNOUCH], CHIYOBA-XI, TOKYD 100-8071. JAPAN
rEES R ) ' ST - _ 2 o#® N MK _ TH-IHI FEREARGTD R 1 &I
EFEFENCENo. © 22B031-685310100 M A % &/ S 88 B KIMITSUWORKS 1 KINITSU, KIMLTSU-CITY, CHIBA-PREF, 209-1141 JAPAN
2 B F "
OMTRACT No. ~ __3-B11-H1-5-6-ATG2 _meumO-_.._oz Om_uwj_u_—u_ﬁw)n_um N W H B R " .
5 & & CERTIFICATENo. * P-23076 __PAGE 5
OMMODITY HOT ROLLED STEEL PLATES ____ . RHEFE A B
:} & { AS PER EN 10204 CERTIFICATE ON MATERIAL DATEOFISSUE _~_ 2013-06-28 _ _
PECIFICATION ASME SA-516 GRADE 70~-E10-A11 . TESTS 3.1 1} i - 1001 2xtDh2r3
r ® E 5 ™ & % . EDMONTON EXCHANGER GROUP OF C- B ERERE S trr:aCEWSS
YOCUMENT No. CUSTOMER ~ OMPANIES CUSTOMER'S CONTROL No. E10924-J101RER E3001AG200 EQS
JiIF X . EL ] o |# e MHBW | b % A 3 _ CHEMICAL COMPOSITION® a
+ # x| ® & Tl B8 B S| Bl TRENSHE TEST ... [528] IMPACTIGST cisi| m|p s |al Nl o|molnviminis
lﬂblmuu.lo.. m..mm.v_lt_&rﬁcﬂ.rl a1 Mmmm 2¥ - S50F wisd X BB %108 |E000] %1000 e X100 xim | x100 N_S_,:J..:_nx.-. NMM
DIMENSION wl wass | mgan| PATEN (88 vs .d..H s, [N (B FroiB e TR o, || 283
e TITY “Siln 2% EL 4= et { et .._z TE3 [TEd CA [ B 1Tt sl
N ) mm, ::n_...u..qm..nn _ I.anlHﬂM uMc I P11 5 KS | ) ,wmﬁ W a5 AVG | EACH i —cpaon-|— | a0 | wast fro] weoson | ccreomo | xcioe < o0 fcem focind e s
04 : GI129TESTED-PL d Slees | avel [15] 370 148 8 3 11 1] 2 o3| ofz9a0
1. 7507 X121 1480" o1l vzerd 22743 476540400(TCy s3__1 75 |38 TUFl21 1 (125 ] 149 24 2 4 | [ 18 _ o o
: : : (245
h - R N A - - : iB SVOCTTT TUIelos| 37 das| 8 3 1 1] 2] e o |40
- . . S A I . [ A B O N S R |28 4 18  __1f o .t -
- L T F 61 128TESTED-PL ATV T ijeed| avg s 370 vas) B 3l [ 2 oi3 ofzgid
1. 750" X121° X480 o] 1307322742 476540403TC0 50 74 1331 :l|TYA228 (203 ] 146 24 ._2. 4 _j |__°8 o 0 _|
! : : 1 24T
T T ’ T -||L| - T :. G RELE N E R R 3 “alizl o a0l
N - . I D . [ R T I R dd..1-28. 1 4 18 1L 0
T " 04 T Gl128TESTED-PL i T ilase | Ao 15| 37 Tag 8 3TN Ty o3 o2940
. 750" X121° %4807 . 1_ 13073 22748 476540402TCK__54 ! 75 33| :|JTLF246 j22% | 147 24 _ 2 4. 16 o of L %
: ! : 1254
) T R o T s s I H Ps| 370 148 8 3 I 2 ojre of A7
. e i i R 1 | i o I A 4 4 .| 18 i 0 11
TOTAL 15 157339 L .
£ ¥R NOTES | (31 | 1acaton Orientation §t - J56a, T AU Top, I :NLMT Bosorn, L1645 4754 Longiwcinal, € : iLSNJ7IT Transverss, 7. : REAAJ51 Thiough Thicknass, 2 :45" i) 450eg. 10 the Longleuding! Asis
E G L. B4R Gagslenglh, A: 50mm 3 igIAKRI; Rectangular, 13 : S0mm JLIBIRRA)T Round, C: 70mm *RRERIG Rectangular, D: 70mm JUBLEAL Round, E: Bomm IR Rectangular, F : 60mm AG LKA Aound, G: 200mm_11:2°, §: 8", I: 5.65-S0, K: 4./Sp
@ R A : 21 Reduclion ol Area, ¥ i :FE{RE Yisid Ratio, [eal a:om Acceptabla, @_ﬁﬁi.ﬁnc_._.mﬁm. 2:25mm, J:3.3mm,4:333mm, & : 5.0mm. & ; B8Tmm, 7 : 7.5mm, & :6,7mm, 2 : BILEM PlaleThickness, @?n.ﬁws Product Anatysis,
€7 | :tatM Normalizen, Q:4LAR © d, T:HELIL Terpered, C R : Conloted Roled. N | £: NIC Procdss/TMG Process, C L C: CLC Process/TMC Process, A It As Rollad, ™ R : TMA Process/TMC Process, N R : Nomalizing Rolled R e i S
b HEMERYNDY Shaar Fracture, C F :BETEAKMINE Crystalinity Fraclure, L 32 : RS Lateral Ex AGS %=X 571 FHUE Austenite Grain Size, F G S.7 x5 FHUE Ferdie Gesin Size, S R : Stress Aaleved/Post Wald Haat Traatment [ ..* qu
IREXREEHEEORBEARERICR>TEESES K, +OERRKAZRRLTOWB L EHALET.
WE HEREBY CERTIFY THAT THE MATERIAL DESCRIBED HEREI!N HAS BEEN
MADE IN ACCORDANCE WITH THE RULES OF THE CONTRACT. y
ERWEH RERE R
HEAD OF DEPARTMEBNT
QUALITY ASSURANCE DEFT.
KIMTSU WORKS




% = - - B E T e e, SAECT AN = s TI00-8071 ACEMTREKACH=THCEIS

1PPER : HANWA CO.. LTD. NIPPON STEEL & SUMITOMO METAL CORPORATION HEAD OFFICE ~ 2-6-1 MARUNOUCH1. CH{YODA-KY. TOKYD 100-8071,_IAPAN
wEEags - _ ’ _ £ B % K TN TERBNRTERLISFN
EFERENGE No. - 228031~-6853101400. m_m_ *&. m m B wm m KIMITSUWORKS 1, KIMTTSY, KIMETSU-CITY, CHIBA-PREF, 299-1141 JAPAN
B S
GNTRACT No. ©  3-811-Hi-5-6-AT02 INSPECTION CERTIFICATE E o ®E e " .
1 =2 & CERTIFICATENo. ~_ P-23076 PAGE _ _ BE.
OMMODITY __ ° HOT ROLLED STEEL PLAJTES._ . T % A B
A o { AS PER EN 10204 CERTIFICATE ON MATERIAL DATEOQFISSUE ~_ 2013-06-20 .
PECIFICATION ~  ASME SA-516 GRADE JO-E10-AT1 . _ TESTS 3.1} _ 1001 2rx0Msstas
. = F 8 W™ E & . EDMONTON EXCHANGER GROUP OF C- RERT R ® S $4+32CEWe
OCUMENT Np. CUSTOMER ~ QOMPANIES CUSTOMER'S CONTROL No. Ei0924-Ji10i0ER E3001A020Q0 EB5S
QR S _ T sl | Wi W M B |HBW fe_%_# % _CHEMiCAL COMPOSTON® . I
<+ & x| m % wWaE |k | TENSILE TRST. _._. . [dz5) IMPACT TEST clsi|M]P|s o”._ Ni | o Mo [Nl v iS85
-n..)w._..inw, mm P T P mnm 2Y - S50F xien %10BF 0100 |x1000 | 21000108 %300 [ % a0 | xIBB fmaeh crod xo0px IR nww
DIMENSION amd mass | me@mms| ATENe (3B vs vee . .wmn Aadlyl FT.LB_ e 11 __l. et || SEE
. . Ty ’ °l 0. 2% ol BN o I O el Rt N |TE3 |TEI CAi B T fremf o e
o _mdnen e L] L kg TESTNeL KS | il el B A N T 1, PR S O G T YA Y I I ) o A
: HEAT TREATMENT. I :
——— . ' .- __PLATE & |TE[S|T. SPES _.=.m.zlzom._.=>._.m._.~"zni.“l”rm__._...nmx TOMIN. s
: CHARPY IMPACT TEST [TEMPERATURE (si1):[- #6C
_ . : _  _JLADLE _IGE)f = CHMN/63+ ONLEHCU/ALSH {CRHMO £V /5. | | L |
: PRODUCY £ = CHMN/6+ (NERCUNA 54 (CRHMOEV) /5
o —_ B . $ol_ . JLADLE ATEN|. = CUNE+CRiEMO_ @ 3 SN [ W T ] 1
: LADLE TE = CR+MO _ : : :
- d_ T b PRODUCT __|TEN . = CU+NI+CR[+MO : N I Ao o B _
: CHEMICAL COMPOSITION % C N X100 0j0 : :
_ o . _ B F I CHEMJICAL C{OMPOSITION X : .qmmw.w Hyoof o s _o N O S A N 1
: LADLE TREATH : WACUUM cmmq.»mmmmo : :
. - _ -i . _JSULPHIDE SHAPE_CONTIROL | i i - _ |- _ I
——- A o I - ORARN
m o o £
i R R e e i T AR ETE T
— IR I T B s R === Al ] T e .
—— - S S IS S SO A 5 HakeS, I I
3R NOTES | %1 ] Lacaton @ ReEL - JiAe. To9E Top, DS Bonom, L IEE3256% Longludinel, C 1 TUMYHM Transveres, % :BEUJIN Through Thickness, R 145° Jff a50ep. 10 the Longlludines Axis
m GL BN Gage Langih, A: SOmm P munﬁ. B : S0mm SLSKIAN Round, C : 70me I8 Rectangular, [ 70mm JUEIRIT Round, T : 80mm AN Reclangular, 7 : 8omm L) Round, G: 200mm, [1: 2, 1: 8", J ;56580 K 4./ Eo
31 RA 2 Reduction of Area, ¥ R :FERIE Yield Ratie, X4 | A-fris A (x5 _?ﬁ;.:wmc_.rmam. 2 :2.6mm, 3:3.3mm, 4 : 333mm, 5 : SOmm, G : 667mm, 7 : 75mm, & : 6.7mm, 8 : YELKD PlateThickness, | %] P 2RI Product Anslysis,
7] o QAN O d, T:EiEL Tempared, C R: Controlled Rofleg, M | C : NIC Process/TMC Process, G 1. €1 CLC Process/TMG Process, A R : As Rofled, T M it : TMA Process/TMC Pracess. N R : Normaiizing Riolled Eﬁm.mo.m.._:. -c
| : EE{%GUIEK_Shear Fracture, C F :BRIERYiliN: Cry ly Fraciura, | 1B Laterel Expansion, AG S :H— X T3 M RIY Avstenits Graln Size, IFCS:7x 51 FRUE Ferdie Grain Size, S R : Sirees RellevedPost Weld Heat Trsatment _..... _,: U:_n
IRFINRVIETORSEFHBCH#->THBEEN., TOEBRABMERELTVS L EHALET.
WE HEREBY CERTIFY THAT THE MATERIAL DESCRIBED HEREIN HAS BEEN
MADE IN ACCORDANCE WITH THE RULES OF THE CONTRACT. y
C. § .a.
E3wmry SKaEE=
HEADOF DEPARTMENT
QUALITY ASSURANCE DEPT.
KIMITSUWORKS
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g M.T.R. ACC
- 3 TO A.S.M.E. SECT. !
D) /J EDITION ¢/ _ ADD
/ e 1R Q—Zf
AL T o Tor
ADD:JINTANG ROAD DONGLI O
DISTRICT, TIANJIN,CHINA TIANJIN PIPE(GROUP)CORPORATION LTD. LIC No.:
TEL:86-22-24801139 TEST CERTIFICATE No.: C12838265842
FAX:86-22-24801291 (EN10204 3.1)
Contract No. _ [201255G-Ci-12-330 Product PIPE 0D W.T. 40CS(114.3x17. 1 2mm) |Packing  JNtoOSE
Order Trans Am Piping Products Ltd., DIMENSION | Total pieces j44
1{P.O.No. 112330 STANDARC  {ASME B36.10 Manu Mathod HOT ROLLING SEAMLESS Total metrea
Material  |ASTM A 106-8-08, ASME SA 106.5.08, AP1 5L X42 PSL1 -07, GSA Z245.1-07 Gr.290 Cat,
Standard  [NACE MRO175-02050 15156 Length ranga SRL Total weight |11.935MT
Heat No. | Lot Quantity Detvery | o Tansita text{Mps)_ Imp
No. candition o No- . | Tem. Elong. | Shink Tem. share share] share/ share
Pieces Neoters [Bimdies] Yons 1 o T.8. Type Y.5. % o F - Size [ AX1 Y A2 oy AK3 - AVE oy
127030 | 130 54 11.985 | Hotrolling | 130-8-2187 A 583 Lr] 37
2
Total 44 11.985 Note: Astrip,L bo=254,Lo=50
Lot Hardness Hard Brinne!{HB)(inslde) Hardness Brinnel{HB}{middie) Hardness Brinnal{HB)(outslde} Fla. Fla.
H . ! h ihneHB)mid: NDE
At No. | o, | SampleNa. [ el [ 2 3 4 AVE | 4 2 3 4 Jave [ 4 2 3 | 4] ave testt) test(2)
127030 | 130 | 130-6-2187 166 |- 167 185 166 186 |.164 | 165 166 188 185 184 165 | 164 | 168 | 165 EMIL4A G G
3
Heat No. Chemical compositien’(L:Ladle analysis P:Product analysis) Hydro.Test
Steel specl. [+ St Mn P ] ] Cr Mo Cu v B8 Ti Nb CE CE{CSA) {Pails)
127030 L jois | oas 126 | 0.020 0.011 0.04 003 Jo02 | 001 | 001 ] 0 0.001 038 038 27555
20 Plo1s [ nas 1.27_| o020 0.01 0.02 0.03 | o001 | 001 | o001 [ [ 0,001 0.38 0.38
P{oie | o039 127 | o.020 0.011 0.02 0.03 Joor | o0t | oo1 0 [ 0.001 038 0.38
4 L
p
v
L
P
1
. Hydro.Test Plpe end NDE Plpe end We heraby state that all pipes are manufectured
sl NDE(100%) M...._.,ﬂ_”.__h”u bovailing [ Resigustmaa sscc HIC and inspected according to above
i order. @
5 5 5 5 2
Note: | CEICSACHFX{MN/E+SH24+Cul1S+NU20+(CreMotVeN B No. | Joate =7
=CeFx{M (CreMo+VeNB)/5+5B) CE=CHMNIB+{CreMo+V)5+(CusNIY5 Page |(1) 20282 f———1
qu:unr“nwm»m.unﬂn:nmo:“”uu..u»mq:uoﬂ»:i“mﬁm_ spoci.=stasl specification;desti.=destination;Manu.sManufacture;G=Gaod mn m nmmxﬁ.wm#&uﬂ
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i Addy 10 Dalixincun, Hengyang City.Fuma PR Chins
HENGYANG VALIN STEEL MILL TEST REPORT P.&. 421001
TUBE €0.,LTD _ Tel =nd Fax: +86 734 8873739
Y (ACCORDENG TO EN10204 3.1) E—=wal): hsiecthysteeltube. com
CUSTOMER CE FRANKLIN |CERTEICATE woO. C201201142-1
[CONTRACT NO. 2150002366-1 |P-ONO. [PO2895832.0R-2100-B (LOT A)  L/C NO- ZFAHDIS-00037 DATE: 20520-12]  Page: 13
[PRODUCT SEAMLESS CARBON STEEL PIPE FOR Ol AND GAS USE. | DELrvERY conpriion N
SPECEFICATION SEE SPECTFICATION NOTE! | HEAT TREATMENT |
GRADE BX42,GRADE 250 | DMENSIONS(mm)] - 7~ 050 =20eT
TOTAL BUNIDLES: _ TOTAL PIECES: 25 _ TOTAL LENGTH: 520340 FT _ TOTAL WEKGHT - 4390 MT
: ! LENGTH | ~ WEIGHT TENSILE TEST ASTM A370
NO.| LOT Ne. FEAT No. BUNDLES | PECES T W SAMFLE TYPE! ORIENTATION / STZE(mmiGAUGE LENGTRAnm)S\L\ S0
L _ TS(PsD) Yses) | RS EL(%) RA (%) YSTS
FLATTENRG
TEST
1 S1Z100146 1116060 . 4 26 520340 4,390 68295 54230 385 079 ACCEPTABLE
1
:
IMPACT TEST HARDNESS TEST
L
NOTCEH TYPEAORIENTATION/TEMPERATURE/SIZE (mm) : atlc | crape | NACEMROITSASO 15156-
NO. _ zoh.,ﬂzﬂvwmmoz szE AREGION 3y MR-0163
AKX (]) Av. (D) ]%SHEAR AREA| LE AR2 (I Av. (D | 5% SHEAR AREA [ HRC <22
!
| no
i
|
_
[woTes: g
[ WI-THEORETICAL WEIGHT SAMPLE ORIENTATION : L-LONGITUDINAL T~TRANSVERSE N-NORMALIZING HE-HOT EXPANDED
W2-ACTUAL WEIGHT %aﬁw% C-CLUBBED F-FULL-SECTION A-ANNEALING HR-EOT ROLLED
INR~NORMALIZING ROLLED Q&T-QUENCHING AND TEMPERING AV.—AVERAGE NET-NORMAIIZING AND TEMPERING
JAKI-ABSORB ENERGY FOR THE FIRST SET AK2-ABSORB ENERGY FOR THE SECOND SET LE-SIDE ENPANSTON
M.T.R. ACCEPTABLE |

Sp.m.z.m_mmﬂ.: _
/1 _enimioN, /7 ADD. |

T CA wv-7m _w,,_. R

e T e ——— . A e 3 S

—_—— s
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Add: 10 Dalizincoa, Hengyang City,Humas, P.R.Chinx
HENGYANG VALIN STEEL MILL TEST REPORT P.C. ;421001
TUBE CO.,LTD Tel and Fax: +86 734 8873729
(ACCORDING TO EN10204 3.1) E-mail: hsiecBhysiceltnbe. coa
CUSTMER CEFRANKLIN | CERTIFICATE NO. 2012011421
CONTRACT NO, 2110002306t |p.oxoO. #wob%mmn.ox -2100-B (LOT Ay  L/CNO- 2ZFAHDS- 00037 DATE: 2012-1-12 | PAGE: 23
PRODUCT SEAMLESS CARBON STEEL PIPE FORJOB. AND GAS USE. DELIVERY CONDITION | N
SPECIFICATION SEE SPECTFICATION NOTE } HEAT TREATMENT
GRADE BX42,GRADE 290 DIMENSIONS(mon) | 3= o gog- = 2067
- {TOTAL BUNDLES: 4 [TOTAL | PECES: 28 _._,o.g_. LENGTH: 520340 FT | TOTAL WEIGHT : 4350 [T
- _ZO HEAT Na. <o _ CHEMICAL COMPOSTTICON (96)
) LOT No. Tpel ¢ Isi [Me[Crfmelw [Ca]wi] P J AL se _Rw?_ma._lz_vﬂﬂ_u [nleifs Jv{s]celanfom ssjsuelsanl e[ B
100 * *10000 hd 1000
P _ e y——
116060 = 1 T I I 2 B 37 = 7 = 30 [ 153! s1.8| su8 55 1% STEEL
1 RIZI00146 B 11| 24| 108 51 0 G 1 15|27 2| 28 1 30| 1331 178] aas| 95 -~
RIZ100146 P 10| 24l103] s % 6} 2] 12] 15| 27 2] 28l 1 2% 143] 17.8[443 103/ - pis i
: | E
L i T ——
2 ZEAE (R
Tw| ] ..w..lr._l.ﬂmlf..uu
P I
H 1
P !
P
13 !
P ]
P [}
NON-DESTRUCTIVE TEST
POSITION PIPEBODY | FIPE END BEVELLING
NOT Type{Level) ET MPT ACCEPTABLE
] VISUAL & DIMENSION
LAMINAR A ] _ ACCEFTABLE
TEST RESULT ACCEFTABLE ACCEPTABLE COATING
RESIDUAL MAGNEITSM [ ! ACCEPTABLE
UT THICKNESS MEASUREMENT (S0%) ] A
HYDROSTATIC 1EST Mon(psi) | ©970/5 ACCEPTABLE ACCEPTABLE
NGIES: B-HEAT ANALYSIS P-PRODUCT ANALYSIS  CE-EQUIVALENT CARBON R-RATIO Ri=Ca /S R2=A1 M R3miven 7C
CENW=CaMr/B T+ MoV SHCuNGtS ! CEPCMCoSH/304{MrvCreCul/204NB0 Mo/ 15V D458
SUMI-Cr+Or Mo+ H SUMZ=Nb+Y SUMISNbAV4TI
L4-ACCEPT LEVEL LA NOTCH DEPTHIS 12.5% THE SPECTFIED WALL THICKNESS. L2-ACCEPT LEVEL L2 NCTCH DEPTH IS 5% THE SPECTFED WALL THICKNESS,

I
|

u. - —
Pk 4

T e et e
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Add: 10 Dalixinem, Hengyang
EENGYANG VALIN STEEL MILL TEST REPORT City, Hupan, P.R. China  P.C. ;421001
TUBE CO.,LID

Tel and Fax: +85 734 8873739
|

! (ACCORDING TG EN10204 3. 1) Email; bsiecthysteeltsbe. con
CUSTOMER CE FRANKLIN ! | CERTEFICATE NO. C201201142-1

CONTRACT NO. 21 10002306-1 {PONC.  [PD2essamzORcIo0 D (LOT A} L/C NO.: 2FAHDS-00037 DATE: 2012-1-12]  page: 3/3
[proDUCT SEAMLESS CARBON STEEL PIPE FOR OIL AND GAS USE | oerivert comrrion N

SPECIFICATION SEE SPECIFICATION]NOTE | mEAT TREATYRENT |

GRADE . X« GRADE 290 | DIvENSIONSEmm) | 2+ 0.600"* 20FT

TOTAL BUNDLES: 4 {TOTAL PECES: 26 | TOTAL TENGTH: 520340 Ff | TOTAL WEiGHT:  43% MT
HIC TEST SEE THE ORIGINAL __,g

sSC TEST INSPECTION REPORTS |

ASIM ASSB/AL06B-2010, ASME SAS3BISATO85-2010, AFT SLBIRAT. PSLZ2008,
sPECTEICA ACE MR-0175-2009/50 15156-2-2005(REGION 3VMR-0103/5S (CSA 2245 1
NOTE  {GRADE 290 CATEGORY [-2009 )

ﬂngﬂgnﬁggg&wﬂvﬂﬂﬁmﬁﬂn&?giﬁsng&ggﬂgﬂgyé

a 1
Tight-green o&oﬂﬂnﬂ&ng%@nu&awghan_umn&n
éﬁ?nﬁ&ﬂ-oﬁgwg Eﬁugg
Any ateration and/or Ealsificarion will be subject to the faw.

If you need to assure the anthenticity of this cartificate ,please do not hesitate o contact Hengyang Valin Steel Tube
C0., LTD, E-wajl- hsieclhysteeltube. com

CUSTOMER THIRD PARTY

owner of the cerfificate wonld relesce 2 copy of it ,he mnst attest i<
for any onlawfidl or not allowed use.
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ﬂp“ Contract No.: Cl-11-638 .
ek PO.NO.: Ci-14-639 HENGYANG VALIN STEEL TUBE CO.LTD Add: 10 Dalixincun, Hengyang City, Hunan, China
A Name of Customer. TRANS AM PIPING PRODUCTS LTD., Tel and Fax: +86 734 BB73733 8872042
mn LIC NG.: MILL INSPECTION CERTIFICATE Cable: 6993
we Description: PIPE Date: FER 16,2012 P.C. 421001
@ © Page: 1M1
W..u- SPEG:ASTM A106-B-2008 ,ASME SA106-B-2008 API 5L X42 PSL1 -2007,CSA Z245.1-2007 Gr.290 Cat |, NACE MRO175-2003130 15156 CERTIFICATE NO:12-1-02-108
T BATCH HEAT STEEL
” NO. NO. NO. GRADE SIZE BUNDLES PIECES FEETS QUANTITY (MT) ACTUAL WEIGHT{MT)
m‘ 1 12-A827 11604479 B ral FXS A08 GR B P.E. SRL
no. |__DELIVERY NONDESTRUCTIVE TEST CHEMICAL COMPOSITION % (L:Ladle analysis P:Product analysis)
@ " |CONDITION(Z650C) ET uT c si_ Im |p s cu Ni Cr {Mo v T B |se cE CE(CSA)}
»w 1 NORMALIZED OK t] 014 1045 11.23 | 0022 | poos | 0.04 opz | 002 | 001t | oo1 ) 0 0.001 0.37 0.35
. Pl 0.15 | 045 | 1.32 | 0.021 | 0007 | 001 | 001 | 002 | 001 | 001 0 0 0.001 0.38 0.37
- Pl 015 | 0.45 | 1.32 | 0021 | o.op7 | 001 001 | 002 | oo1 | ool 0 0 0.001 035 0.37
m
h-
- T.8. i Y.S. - EL FOT) HARDNESS .
2 NO. (MPA) (MPA) %) IMPACT BRINNEL i mwomﬂﬁwum FLATTEN TEST BEND  TEST
- Strip,Lbo=18mm,Lo=50mm SIZE] AK | OiiTe (HB}
1 580 409 a7 163 17.0 oK OK
o
Ll |
JiD
i o™
0n—
o
E © REMARKS: 1.We heraby certify that this cartificate of quslity is issted and signed by the manufacture.
HMW? 2. We hereby certity that the properties described herein meet the requirament of the abova spec.
— o 3. We hareby certily that this cartificate ks issusd accortance with EN 10204 3.18 QUALITY
4“”5 4. SPECIMEN SIZE: {Pipe and, Longiiudinal, Gauge Length=27)
g A ¥or plpea< 1™ full langth spockmen were uted;
- B.For pipea’™ 17 longitudinal strip specimen were usad; the width of the gauge length portion is 3/4*
|k S.NORMALIZED:900'C I
G-as 8.DIMENSION STANDARD:ASME B36,10 _<_ ._| m . >O O EPTABL m
m— 7MANUFACTURE METHOD:COLD DRAWN ) _
n...MPw B.CE=CHMAB+{CrrMorVISHCHNTIS GE(GSAY-CFx{MABs SH24+Curt B+ NU20s{CreMos Vo NGYS+ S8} .—.O A. m ) M.E. Sk O T i
OEE~

=2 | /G mo_d%z // _ hDE.

0 D N . \f} . m/ \ _,..._ﬁ.— - m. Ngw
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Contract No.:
PO.NQ.:

Ci-11-639
CI-11-639

Nams of Customer: TRANS AM PIPING PRODUCTS LTD.,

M.T.R. ACCEPTABLE
TO A.S.M.E. SECT. }l

/O EDIT

HENGYANG VALIN STEEL TUBE CO.,LTD

ION _// ADD.

mmk‘oa-rgm

Add: 10 Dalbineun, Hengyang City, Hunan, China
Tet and Fax: +66 734 BE72730 8872642

LIC NO.: MILL INSPECTION CERTIFICATE Cable: 6993
Description: PIPE Date: FEB 16,2012 P.C. 421001
Page: 1A
|SPEC:ASTM A105-8-2008 ,ASME SA106-B-2008 AP 5L X42 PSL1 -2007,CSA Z246,1.2007 Gr.280 Cat|,NAGE MRO175-2003AS0 15156 CERTIFICATE NO-12-1-02-108
BATCH HEAT STEEL
No, [ BATC o STERL SIZE BUNDLES PIECES FEETS QUANTITY (M) ACTUAL WEIGHT(MT)
1 12-A827 11604479 B rad XS AT0E GR B P.E. SRL
o, |._DELIVERY NONDESTRUCTIVE TEST CHEMICAL _COMPOSITION % (L:Ladle analysis P-Product analysis)
CONDITION(=650C) ET uT c Si [P Is cu NI cr Mo v Ti B Ine cE CE(CSA
1 NORMALIZED QI L] 0.14 | 045 | 1.33 | 0.022 0.006 0.01 0.02 0.02 0.04 0.01 0 0 0.001 0.37 0.35
Pl 0.15 | 045 [ 1.32 | 0.021 0.007 0.01 0.01 0.02 0.1 0:01 o} 0 0.001 0.38 0.37
Pl 0.15 1045 ] 1.32 | 0.021 0.007 0.01 0.01 0.02 0.01 0.01 1] 0 0.001 0.28 0.37
TS, Y3 EL Py HARDNESS .
NO. (MPA) (MPA) (%) _g....»o“. BRINNEL :Mu.wmﬂoﬁwmw FLATTEN  TEST BEND  TEST
Strip.L_bo=19mm,Lo=50mm SIZE] AK | Onfte {HB)
1 580 409 37 163 17.0 O DK

REMARKS: 1.We heraty cortity that this cartificate of quality is issued and signed by the manufachurs,
Nimgsggggggizgcggigg
3. We hareby certily that this cartificate is izeued acooriancs with EN 10204 3.1B
4. SPECIMEN SIZE: (Pipe end, Longitudinal, Gauga Langh=7)
AFor pipas<1 full length specimen were ysad;

8,For pipes>1" tongitudinal sirip specimen wers uted; tha width of the pauge langth porton s 4™
5.NORMALLZEDH00"C

S.DIMENSION STANDARD-ASME B38.10

TMANUFACTURE METHOD:COLD DRAWN

B.CE=CHMABHCrMOrVYSHCUNINE CE(CSAISCHRxMBsSI24+Ciui S+NI20+CreMosVaNbI5+ 5B}

QUALITY
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TRILAD Flanges and Fittings, Inc.

30 WOODSLEE AVE.
PARIS, ON, CANADA N3L 3v1
(PHONE‘? 519-442-6520
(FAX) 519-442-7658
www.ri-lad.com :

IS0 9001:2008 CERTIFIED MATERIAL TEST REPORT

b Bt

o
Certificate No. Date of Reporl
13170743 J EN 10204 3.1 f Pt 7/11/2013 ]
"Gustomer Customer Order No, Quantity
ALLIED EDMONTON - CADS$ 405991 6
172 TURBO DRIVE ) !
SHERWOOD PARK AB T8H 2J6 Tri-Lad Order No. Line No. ] !
581920 1 |
Spegcification Heat Treatment )
SA105N SECT {1 2010 EDITION 2011A ADDENDA NORMAL | SED
Item Description; g00 wN XXS RF A105N (goz1s2y | emperature
Init 1634F 890C
Time Lot Definition
Shop Order/Trace No. N=1.30HRS

Lot No.
HeatCode  TL10004515

- CE ' Mett Practice \ T
.42 _ -
et —— Chemical Composition
C Mn P 'S Si Cu Ni cr Mo
Heal .22 .96 .029 .014 .24 .05 .05 15 .02 .004
Product
\
p—
Heat
Product
> >
Heat
Product
.
Mechanical Properlies
Yield Tensile Elongation Reduction Rardness | Impact Test impact Values Shear Fracture
Ksi 53 [ksi 81 of Area | ygy 159 | Temperalure
Mpa 365 [Mpa 559 3% 56 % HBW 159
Tensile Specimen STD RD
Lateral Expansion tmpact Type Impact Orientation Starding Malerial Impact Specimen
v TR. ACCEPTABLE Nofes

70 A.S.M.E. SECT.

. ED\TﬁN /[ hDD.
o

RAS 181 NACE MRO103 LATEST ED.
NACE MRO175/15015156-09

Wiaterial is In accordance wiih the applicable Standard lo which 1t is ordered including:

ASME Sect I, ASME B16.5, 816.9, B16.36, B16.47, CSA, MSS, AWWA C-207.

NO WELD REPAIR &S

Material conforms to both ASTM (A) and ASME (SA) applicable specifications.

We hereby certify that all information presented on this CMTR conforms to the above . .
spacification. Les Mansfleld, CET

ds of the company. .
Wa hareby cerlify the results {o be a true copy of the records of the pany Quallty Assurance Manager
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TRILAD Flanges and Fittings, inc.

30 WOODSLEE AVE.
PARIS, ON, CANADA N3L 3v1
(PHONE) 519-442-6520
(FAX) 519-442-7658

www.tri-lad.com

ISO 9001:2008 CERTIFIED MATERIAL TEST REPORT

-
Certificate No,
\ 13174335 ] EN 10204 3.1 F"’“ AREN 5/13/2013 |
"Customer Customer Order No. Quantity
ALLIED EDMONTON - CADS 414181 1
172 TURBC DRIVE
SHERWOOD PARK AB T8H 2J6 Tri-Lag Order No. Line No. ]
591330 1 ]
Specification Heat Trealment
SA105N SECT 11 2010 EDITION 2011A ADDENDA NORMAL | SED
ltem Descriptiong go6 Wy XXS RF A105N (gozizr ) | Temperature
Init 1634 F 890C _
Shop OrderfTrace No. Time N<1.20HRS Lot Definition
Lot No.
Heal Code  TL10004630
e el Pracies [T T T o o
45
Chemical Composition
Heat (Si Ycu Ni YCr Mo
ea .29 12 1 15 .02 .001
Product L
\, Jk — i
' ' ~N 1/*
Heat W l I J
Product \ N N A
Heat 4 ' N N ‘1/‘
Product
A AN VAN JL. jL
Mechanical Properties
Yield Tensile Eiorgation | Reduction | Hardness Impact Test Impact Values Shear Fracture T
Ksi 53 [Kksi 78 ofArea gy 149 | TemPerRLI
Mpa 367 Mpa 538 29 % " : HBW 149
58 i
Tenasile Specimen STD RD I
Lateral Expansion Impact Type |Impacl Orientation Starting Material Impact Specimen
MTR ACCEPTABLE Notes
TO A.S.M.E. SECT. i
A /7 i
/) EDITION, /7 ADD.
™
7/ “f 0CT 2t 200 NACE MRO103 LATEST ED.
- NACE MR0175/15015156-09
Matenal s In accordance with the applicable Standard to which it is ordered Including:
ASME Sect ), ASME B16.5, B16.9, B16.36, B16.47, CSA, MSS, AWWA C-207.
NO WELD REPAIR “'tg

Material conforms to both ASTM (A) and ASME (SA} applicable specifications.
We hereby cerlify that all Information presented on this CMTR conforms to the above . .
xecrilﬂcauon. i dsofth Les Mansfield, CET
&b n 50 g G any.
e hereby cenlify the results lo be a true copy of the recor ompany. Quallty Assurance Manager



FLANGE AF XXH

CERTIFICATO DI COLLAUDO SECONDO EN 10204 - 3.1 INSPECTION Omm._.__u_n.rﬂm

gm:—.>r—u>m uuﬁ nmm»z»mms_ﬁb?n_ Ttaty COMPANYWITH . _ .. CotiLN 2002  DelDxted 02.042013 Frttura finvoiceN. 1383 0-5-.!. 08.04.2015.
Via G. Parini, 28 QUALITY SYSTEM - BOT/DetNotsN. 1800  DelDatsd 08.04.2013 NxOrd /Qurmf K.
PRODOTILINDUSTRIALES.PA. s CERTFIEDBYDNY ~ | TRANS AM PIPING PRODUCTS LTD Dast: TRANS AM “PROJECT- 2-!85-
STAMPAGGIC A CALDG X ACCIAS COMUMI -+ LEGATI E INOSSIDABILH qukty.mifanTas. com - S0 9001 =
9335 ENDEAVOR DRIVE S.E. 1711 - 88 Avenue
SALA PROVE E ANALISI MATERIALL { MATERIAL TEST DEPARTMENT T3S0A1 CALGARY, ALBERTA CA [TeP1YD Edmonion, ALBERTA CA
Pag.1 - 13
COD.COL  COLATA  POS. VS.ORDINE ’ QTA' DESCRIZIONE DIMIN ACC. A VISVD E DIMENS.
HEAT CODE HEAT TEM YOUR REFERENCE QTY DESCRIPTION : DIM. ACCORDANCE TO ViS. & DIMENS.
12134110 038 Cl-12-294 175,00 W/N3DORF4*STD  A105N ASME/ANS] B16.5 -2009 SATISFACTORY
MATERIALE / MATERIAL Cc% Si% Mn% % P4% Créh N%  Mo% % Cu% V% CNB% N% A% CE%
ASTM A105 {LLADLE) 0,208 0,230 090 0013 0014 0,110 0080 0010 0008 0440 0002 0,002 0,000 GO0 0,401
!DIMMM;:!!! TORMA SHERVANENTD ROTTURA ALLUNAAMENTS CONTRATICONE DUREEEA RERLIENTA } BPFACT TERT - JOIR S/ ﬁg
nmﬂ_..ﬂl.mn rulﬂq..l_.-u: =0 2=} ﬁ!hr iﬂ!ﬁé !h#aua.-n._ﬁ.. gﬁei :ﬁ-ﬂn TINO I TYPE 10x18mm - 1 2 3 Wrren? i B, OUR REF.
126,60 50,80 1 47,0 526,0 31,0 53,0 159,0 - 163,0 K 20 88 82 88 0,0
MATERIALE IN ACCORDO A/ MATERIAL IN ACC. TO TRATTAMENTO TERMICO { HEAT TREATMENT FORNO / FURNAGE ORIGINE f ORIGIN OF STEEL
ASTMJASME A 108/SA 105 M - 11a ASME CODE SECT. I, PART A, ED. 2010 NORMALIZED AT §20 C - COOLED N STILL AIR ELECTRIC FURNACE EUROPEAN UNION
ADD. 2011a :
CSA Z245.12 GRADE 248 CAT.{ SOUR SERVICE |
COD.COL. COLATA  POS. VS.ORDINE QTA' DESCRIZIONE DIM.INACC. A VISIVO E DIMENS.
HEATCODE HEAT . [TEM YOUR REFERENCE QTY  DESCRIFTON DIM. AGCORDANCE TO VIS, & DIMENS.
. 12735050 * 0T2 Cl-12-264 212,00 WIN 600 RF 3" XX8 AIOSN o= ASME/ANS] B16.5 -2000 SATISFACTORY
MATERIALE / MATERIAL C% Si% Ma% % P% Cr% HI% Mo% % Cu% Vi Nb% NY% A% CE%
_ ASTM AT05 (LADLE) . ¢195 0240 0,860 0000 0006 0080 0060 0010 0016 0430 0001 0002 0,000 0027 0388
PROVETTA/ TEST SPECTHEN  FORMA SRERVAMENTD ROTTIMA ALL INE DUMEXFA RESILIENZA / DArACT TEBT - JORSone SHERVALENTD
BEZmw?  LUNGmm  SHAPE YLD PONT TESLEBTRENONT  ELONGATION REDUCTION OF ARKA HARDNESS NIELD POMNT RaRx.
SECT.er LDNGHTmn 1=0 200 Nimm >=l 2% Nmm2 e s Pt Haw TIFO  TYPE 100 b3 W > 0% OUR REF,
126,60 50,80 1 3410 13,0 30,0 59,0 188,0 - 159,0 Kv 20 aa 8 w._ o,0
MATERIALE IN ACCORDO A / MATERIAL IN ACC. TO TRATVAMENTO TERMICO / HEAT TREATMENT FORNO 7 FURNACE ORIGINE / ORIGIN OF STEEL
ASTMWASME A 105/SA 105 M - 112 ASME CODE SECT. Il, PART A, ED. 2010 NORMALIZED AT 520 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPEAN UNION
ADD. 20118 '
CSA Z245.12 GRADE 248 CAT  SOUR SERVIGE
W11 ACCEPTABLE
(U AGML E.SECT :
o] Mgz 4
NOV 17 2013
NOTE 100% MANUFACTURED IN ITALY UFFICIO CONTROLLO QUALITA' ENTE UFFICIALE DI COLLAUDOD MARGHIO PRODUZONE
NOTES MANUFACTURING IN ACCORDANCE WITH ORDER AND SPECIFICATION QUALITY CONTROL DEPARTEMENT INSPECTION AUTHORITY MANUFACTURER'S SYMECL.
MATERIAL IN ACCORDANCE WiTH NAGE MR-017872009 130 15158-2009 - SOUR SERVICE

MATERIAL IN ACCORDANCE WITH NACE MR 0103/2012 - SOUR SERVICE x.mum-_*rlv.r @
| . FE




H3-A - 5T
TRILAD Flanges and Fittings, Inc.

30 WOQODSLEE AVE.
PARIS, ON, CANADA N3L 3V1
(PHONE_Z 519-442-6520
(FAX) 519-442-7658

www.iri-lad.com

ISO 9001:2008 CERTIFIED MATERIAL TEST REPORT

Certicate No. 1 51 225 J EN 10204 3.1 [Da“’ of Report ¢ /1 3/20&_}

\

"Customer ) [ Customer Order No. Quantity
ALLIED EDMONTON - CADS$ 1399436 2

172 TURBO DRIVE

SHERWOOD PARK AB TBH 2J6 Tri-Lad Order No. Line No. l
573464 LI
Specification Heat Treatment
SAT05N SECT 11 2010 EDITION 2011A ADDENDA NORMAL | SED
ltem Description, goo wN XXS RF A105M (aozos3 ) | emperature
Init 1634 F 890 €
Time Lot Definilion
Shop Order/Trace No. N=1.15HRS

Lot No.
Heat Code TL10005612

C.E.

Melt Practice l o

.42 —
Chemical Composition

¢ i YNi Yer YMo
Heat ¢ .22 Imn.gzlp .ozgf.mof.m F.m L .06 .13 .06 W .008
Product

> > — _J$—_—< —
Heat
Product
Heat ( - h
Product

— /L — N —

Mechanical Properties

&
|
1
]

-

Yield Tensile Elongation | Reduclion Hardness | Impact Test Impact Values Shear Fraciure
Ksi 55 (Ksi 84 ofArea | gyn 163 | Temperature

pa 382 [Mpa 576 0% 58 % BHN 167
8
Tensile Specimen STD RD
Lateral Expansion Impact Type Impact Orientation Starting Material Impact Specimen

Noles MACHINED TO .436 WT

M.T.R. ACCEPTAR::

70 A.S.M.E. SELT ¢
/) EDITION _//.. AGE
NACE MRO103 LATEST ED.

O/ 00T 242018 NAGE MRO175/1S015156-09

Material Is In acsordance wilh ihe appiicable Standard to which it is ordered including:

ASME Sect l, ASME B16.5, B16.9, B16.36, B16.47, CSA, MSS, AWWA C-207.

NO WELD REPAIR \J\\.S
Materlal conforms to both ASTM (A) and ASME (SA) applicable specifications.

We hereby certify that all Information presented on this CMTR conforms fo the above .

spacification. ‘Les Manafield, CET
Lhe company. .
\We hereby certlfy the results to be a true copy of the racords of lhe company. Qualty Assurance Manager

e e e s e

ke 4 P et et by o e,
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MILL TEST & INSPECTION CERTIFICATE

PRBIBBAIR2A

ACCORDING TO EN 10204 :2004 3.1 BOTH-WELL STEEL FITTINGS CO., LTD.
CUSTOMER  : SEYROLD INTERNATI(NAL CDRP. B i W A= S B o Ak B = i ES 3O ok
CERT. N0 :132175 L/IC NO : NO.303, REN-SIN ROAD, REN-WU DISTRICT, KACHSIUNG CITY, TAIWAN R.0.C.(81460)
ORDER NO  : 7006966 DATE  :07/24/2013 TEL: +886-7-3711536, 3710497, 3720260 FAX: +886-7-3713864, 3713882
INYOICE NO : B¥01310205043 PAGE : 10 ORIGIN : TAIWAN Web site: hitp:/iwww.bothwell.com.tw  e-mail: box@bothwell.com.tw
Bw RAW MATERIAL SPECIFICATION ROR INSPECTION

I ;oo | At h. DESCRIFTION QUANTITY ™ TeRIAL FITTING | SURFACE] DI,
o017 |4145 0093863 FULL CPLG 2 3000% S/W - vosail 100 FC|  asni AnsN -12

079 |3930 330613 FULL CPLG 2-1/27 30008 NET — \ QU bloo B SATOSN -AG ASME B16.11 - 2011

080 3913 330758 FULL CPLG 3/4" 60008 NPT — zo.u. eabo- 5P - GO0 | GO
080 |3982 330757 FULL CPIG 3/4" 6000# NPT  — 245 PC

081 |3860° 320902 FULL-CPLG '1* ‘60004 :NPT - \O o:uo,wm 100 FC

| oy C [ siIlwm [ PIls @ mﬁ:ﬁw __Eoz Ad, ()| N

i r i o Al Ti

Min ;| HT.CD. |- 0.10 [0.60 |- . : - . : n N () . Z - E MATERIAL SUPPLIER
Max 0.35 G6.35 1.05 0.035 0.040 0.40 0.3 0.40 0.12 0.08 0.43

077 (4145 0.18 0.19 0.94 0.011 0.012 4.21 0.08 0.06 0.01 0.001 0.000 0.373

079 [3930 0.20 Jo.21 Jo.8 o017 |o.o13 jo.15  [0.07 jo.06  {e.02  |o.o2 |o.000 0.372

030 3913 0.19 021 Jo.as {o.013 o009 Jo.13  fo.os {o.05 fo.or Jo.00z |o.002 0.356

030 |3082 0.19 Jo2e Jo.s2  [o.033 |o.o11 jo.iz  jo.0s {004 |o.or  |oooz |o.002 0.350

081 |3860 0.200 |o0.200 |o0.830 |0.014 jo.008 |0.100 |o.0s0 [o.0s0 |o.ow Jo.002 |o.002 0.360

. ADDITICNAL TEST,/REMARKS
B MECIANICAL, PROPERTIES FEAT TREATMENT | CoNFORIS TO NACE MRO175-09 /MRD103-10
B¥W T. 8. Y. S. EL. |R of A| Hardness Charpy lopact STEEL MAXING PROCESS : ELECIRIC FURNACE
HI.OD. | G5h | & | (%) | (§) | (BW)AVG) Ti o¢ NORMALIZED | coNPORMS TO NACE 1S015156-3 2009

Min 70 36 2 30 - MIN. FAVG. / ( Joule )

Kax - 187 1 2 3| AVG.

Q77 14145 76.9 51.3 34.2 66.4 141 143

079 3930 4.8 |48.3 |36 |64 142 144

0RO ]3913 4.4 47.6 37.2 63.5 141 143 900°C A.C.

080 |3982 4.2 |47 |62 |[e5.3 M0 142

081 |3860 76.2 |s53.8 |35.4 |63 41 144

(+ 10 ACCEPTABLE

WE HEREBY CERTIFY, THAT THE MATERIAL DESCRIBED AROVE HAS BEEN TESTED AND COMPLIES WITH THE TERMS OF
THE CRDER CONTRACT.

coh—f Y(G=y

Q.C.MANAGER

CHEN (M1 EUANG

Egﬁg

@& BW-D0B39 REV: 2

L—

/Z ) TETION
DT

., AS.ME SECTT
s/ ADD.

NOV 7 0 2013
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ACOORDING TO EN 10204 :2004 3.1
CISTOMER  : SEYBOLD INTERMATIGNAL CORP.

M.T.R. ACCEPTABLE
TO AS.M.E SECT I

m:.:oz
oct?

A

& m

RUIRBER2D

BOTH-WELL STEEL FITTINGS CO., LTD.
s Y A= SX B R Ak B 1= .ot 3% 303 IR

CERT. N0 :132175 L/ICNO : NO.303, REN-SIN ROAD, REN-WU DISTRICT, KAOHSRING CITY, TAWAN R.O.C.(31450)
CRDER N0 : 7006966 DATE  :07/24/2013 @ TEL: +BB6-7-3711536, 3710497, 3720260 FAX: +886-7-3713864, 3713882
INVOICE N0 : BW0i310205043 PAGE : 10 ORIGIN : TAIWAN Waeb site: http://www.bothwell.com.tw  e-mail: box@bothwell.com.tw
BW RAW MATERIAL SPECIFICATION FOR INSPECTION

B ro. | wer . DESCRIPTION QUANTITY ™\ TERTAL FITTING | SURFACE| Diu.

077 14145 0093853 RALL CPLG 2° 30008 S/¥ - wAsal 100 Bl asTv A10SN -i2

079 |3930 330613 FILL CPLG 2-1/2" 30004 NPT — \0qu bloo BECL o A ASHE Bl6.1T - 201

080 3913 330758 FULL CPLG 3/4" GOOOK NPT — /O.u...u Ao 5K Goch | Goop

0803982 330757 FULL CPLG 3/4™ 6000# NPT - 245 FC

081 |3860 329902 FULL CPLG 1* 6OOG# NPT  — /OJOo,m.m 100 PC

e c TS B T TS ToaT e bay Yo [ o] N 1 ALl T 7 [ &

i T Ni o (Nb) i T

Min | HT.OD. |- 0.0 Joee |- - N N - N . . . . ATERIAL SUPPLIER

Max 0.35 0.35 1.08 0.035 0.040 0.40 0.30 0.40 0.12 0.08 - 0.43

077 (4145 0.18 0.i% 0.94 c.011 0.012 0.2 0.08 0.06 0.01 0.001 0.000 - 0.373

079 13930 0.20 0.21 0.84 0.017 0.013 0.15 0.07 0.06 0.02 0.002 0.001 0.372

080G |3913 0.19 0.21 0_85 0.013 0.009 0.13 0.05 0.05 0.01 0.002 0.002 0.356

030 13982 0.19 0.20 0.82 0.013 0.011 0.12 0.05 0.4 0.01 0.002 0.002 0,350

081 3850 0200 0.200 0._830 0.014 0.0028 0.100 0.050 0.040 0.010 0.002 0.002 0.360

ADDITICNAL TEST.”REMARKS
e MPCHANICAL PROPERTIES HEAT TREAMENT | /3 fORMS TO NACE KROT75-09 /MR0103-10
B¥ T.S5.]Y. 5.} EH. |Rof A| Hardness Charpy Impact STEFL. MAKING PROCESS : ELRCTRIC FURNACE
HI.OD. | @D | ash | (%) | (%) | o) F/s oT NORMALIZED | congroRMS TO NACE. 1S015156-3 2009

Nin 70 36 ) 0 - IRIN. 1aVG. ! ( Joule )

Yax - - 187 1 2 3] AvG,

077 14145 76.9 51.3 4.2 66.4 141 143

079 3930 74.8 48.3 35.6 641 142 144

080 |3913 74.4 47.6 37.2 63.5 141 143 900 A.C.

020 |3982 4.2 497 36.2 65.3 140 142

031 |3850 76.2 53.8 354 63.3 141 144

¥E HEREBY CERTIFY, THAT THE MATERIAL DESCRIBED ABOVE HAS BEEN TESTED AND COMPLIES WITH THE TERMS OF
THE ORDER CONTRACT.
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