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P.O. # PEI-A13370663-01
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CADO INDUSTRIES INC.
7491 - 110 AVENUE SE CALGARY, AB T2C 3B8 TEL 403-279-6662 FAX 403-279-6687



FORM U-1A MANUFACTURERS DATA REPORT FOR PRESSURE VESSELS
{Alternative Form for Single Chamber, Completely Shop or Field Fabricated Vessels Only) 3 ),
As Required by the Provisions of the ASME Code Rules, Section VIII, Division 1 2 ‘T
f

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

(Name and Address of Manufacturer) "3 ‘

2. Manufactured for Penn West Exploration #200, 207 — 9" Avenue S.W. Calgary, Alberta T2P 1K3
(Name and address of purchaser)
3. Location of installation ~ Penn West Exploration ~ Cordova d-55-A/94-P-10 Facility
{Name and address)
4, Type Vertical 1670 W3539.213 2013-070-300 Rev. 2 NiA 2014
{Honiz. or vert., fank) {MFgr's serial No.) [CHNY {Drawing No.) {Nali Bg. No.) T¥éar ouill)
5. ASME Code, Section VIII, Division 1 2010 ED, 2011 ADD N/A N/A
[Edilicn & Addenda, if applicable (Date)] {Code Case No's.) [Special Service per UG-120(d)]
6. Shell  SA-516-70N 1.25" 0.125" 24 100
Matl, (Spec. No,, Grade) Nom. Thk, {in.) Corr, Allow. {in.) Diam. LD, (ft. & in.) Length (gverall) (. & in.)
Body Flanges on Shells
Bolting
Flange Min. Hub Washer
No. Type 1D o]] Thicknass | Thickness Material How Altached Localion Num & Size Baiting Material {CD.ID. Thk) Washer Material
7. Seams  Type i Fult 100% 1100°F 125HR  Typef Full 100% 1
Long (Welkied, Dbl., R. T. {Spot or Full) Ef. { %) HT. Temp.(* F) Time (hr) Girlh (Welded, Dbl., R.T. (Spot Eff (%) No. of Courses
Singl., Lap. Buit) Singl., Lap, Bult) or Full)
8. Heads: (a) Mall. SA-516-70N b) Matl. SA-516-70N
[Spec. No., Grade) {Spec. No., Grads}
Location (Top Minimum Corrosion Crawn Knuckle Eliplical Conical Hemispherical Flat Side 10 Prassure
Botiom, Ends) Thickness Allowance Radius Radius Ralio Apex Angle Radius Diametsr {Convex or Concave}
fa) End 1.14" 0.125" 2:1 Concave
) End 1.14" 0.125" 2:1 Concave
Body Flanges on Heads
Bolting
Flange Washer Washar
Location | Type D QD Thigkness Min. Hub Thk Material How Atlached Num & Size Bolting Material {OD.ID. Thk) Maternial
{a)
{b)
9. MAWP 1360 PSI atmax. temp.___194°F
Internal External Internal External
Min. design metal temp __ -20° F at__ 1360 PSI Hydro., pneu., or comb. test pressure 1768 PSI
Proof Test N/A
10. Nozzles, inspection and safety valve openings:
Purpose Material Nozzle ) Attachment ’
(Inlet, Outlet, Drain No Diameter Tyoe aterial Thickness Reinforcement Details Location
atc.) | orSize bl Material finsp. Open)
Nozzle Flange Noem. 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 ng} [Number} {Numben {Descrike) (Where and how)

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

THame af pan, em numeer, Migr's. name and :ganitying sramp)
Vessel : 30" Separator: Construction Drawing : 2013-070-300 Rev. 2; Volume : 45.8 Cu, Ft. Impact test: Exempt as per FIG UCS-66, UCS

8(B)(1){b} and UG-201. Threa 4" Blind RF CL 600 SA-105-N ¢/w 36 170 Sluds 171 LG ¢/w 2 Nuts each SA-193-B7M/194-2HM UNC.




FORM U-1A (Back)

CERTIFICATE OF SHOP/ FIELD COMPLIANCE
We certify that the statements made in this report are correct and that all details of design, material, construction, and workmanship of this vessel con-
form to the ASME BOILER AND PRESSURE VESSEL CODE, Section VI, Division 1. "U"Certiticate of Authorization No. 39285 expires Feb.10, 201

Date _JAN 21 0 Co. name Cado Induslrias Inc. Signed
{Manufacturar) epresentative)
CERTIFICATE OF SHOP / FIELD INSPECTION
Vessel constructed by ____ Cado Indugtries Inc at

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

ABSA bt

have inspected the component described in this Manufacturer's Data Report on JAN T 2004 . and stata that, to the best of

my knowledge and belief, the Manufacturer has constructed this pressura vessel in accordance with ASME BOILER AND PRESSURE VESSEIT CODE,
Section Vill, Division 1. By signing this certificate neither the Inspector nor his/her employer makes any warranty, expressed or implied, concerning the
pressure vessel described in this Manufacturer's Data Report. Furthermore, naither the Inspector nor histher employer shall be liable in any manner for any

personal injury or property damage or a loss of any kind arising from or connected with this inspection,
A;&_ AB 11 NB 10270 A, B

Ayt Signed LA Commissions
JAR ! 2 [El'l& (Aulhorizegnspector) [Mational Board {incl. endorsements)]

Date

This form (EC017) may be cbtained rom the ASME Occer Dept., 22 Law Drive. Box 2300, Fairlield, 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 Induslries Inc. 7481, 110 Avenue S.E. Calgary, Alberta, Canada, T2C 3B8

(Name and address of Manufacturer)
2. Manufactured for Penn West Exploration #200, 207 — 9" Avenue S.W. Calgary, Alberta T2P 1K3

(Name and address of Purchaser)

3. Location of installation Penn West Exploration Cordova d-55-A/34-P-10 Fagility

{Name and address)

4. Type: Vertical 30" Separator 1670
{Horfzonlal, Velical, or sphere) (Tank, separalor, heat exh., elc.) {MIg"s. serial No.)
W3539.213 2013-070-300 Rev, 2 N/A 2014
{CRNj (Drawing No.) (NatTBd. No.j (Year Built)
Data Report Remarks

Iltem Number 10
Continued from Form Uia

Purpose ) . . . . Location
{tntet, Outlet, Drain | D|amgter Type Material Nozzle Thickness Reinforcement Attachment Details (Insp.
atc.) or Size Material
Nozzle Flange Nom. Corr. Nozzle Flangs | Open)
Inlet 1 | 4" CL 600 RFWN | SA-106-B SA-105-N 0.674" | 0.125" | Inherent UW16.1(c) | Type i | Shell
Gas Qutlet 1 | 4°CL600 | RFWN | SA-106-B SA-105-N 0.674" | 0.125" | Inharent UW16.1(c) | Type 1 | Head
H20 Qutiet 1 | 3'CL600 | RFWN | SA-106-B SA-105-N 0.600" | 0.125" | Inherent UW16.1(c) | Type 1 | Shell
HC Outlat 1 | 3"CL600 | RFWN | SA-106-B SA-105-N 0.600" | 0.125" | Inherent UW18.1(c) | Type 1 | Shell
Drain 1 2" CL 600 RFWN | SA-106-B SA-105-N 0.436" | 0.125" Inherent UWi6.1(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 |4"CL600 | RFWN | SA-106-B SA-105-N 0.674" | 0.125" | Inherent UW18.1(c) | Type 1 | Shell
LSLL 1 | 4"CL600 | RFWN | SA-106-B SA-105-N 0.674" | 0.125" | Inherent UW16.1(c) | Typa 1 | Shell
LC (H20) 1 | 3'CL600 | AFWN | SA-106-B SA-105-N 0.600" | 0.125" | Inherent UW16.1(c) | Type 1 | Shell
LC (HC) 1 | 3"CL600 | RFWN | SA-108-B SA-105-N 0.600" | 0.125" | Inherent UW16.1(c) | Type 1 | Shell
Inspection 2 | 4°CL600 | RFWN | SA-106-B N/A 0.674" | 0.125" | Inherent UW16.1{c} | Type 1 | Shell
LG (H20) 2 | % CL6000 | CPLG | SA-105-N N/A cL 0.125" | Inherent UW16.1(c) | Type 1 | Shell
6000
LG (HC) 2 | % CL6000 | CPLG | SA-105-N N/A CL 0.128" | Inherent UW16.1(c) | Type 1 | Shell
6000
PG 1 | %'CL6000 | CPLG | SA-105-N N/A cL 0.125" | Inherent UW18.1(c) | Type 1 | Shell
6000
TG 1 [ 1"CL6000 | CPLG [ SA-105-N N/A CL 0.125" | Inherent UW16.1(¢) | Type 1 | Shell
6000
Certificate of Autharization: Type “Wr No. 39285 Expires _Feb, 10,2018
Date JAN 2.1 20% Name  Cado Industries Inc. Signed =
{(Manufacturer) Represantative)
Date JAN Z 2 ZUM Name % __Zommission AB11NB 10270 A B

{Authorized Inspattorr—" {Naf'! Board incl. Endorsement, State, Province and No.)




CADO INDUSTRIES INC
Quality Control Manual
Revision Number: 4.0 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: N - REVIEW DATE: 0CT 8 4 2012
SERIAL NO.: 1670/ JOB NO.: 2013-070 VESSEL TYPE: 762 Separator y
DRAWING NO.: 2013-070-300 DWG. REVISION NO: Rev.0  TRAVEL SHEET INITIATION BY: (V&\
Seq. item Comments % Date Agbir;l‘?;d Al Date Owner Date
1. Calculations in File (% JAN 2.1 Pt /@ 1AN 2 7 Anik /7
2. Relsase of App'd Dwg. DCT 032913 ¢ N - 10CT D A ’m% Pov37
3| aterals Examined % DEC T 174013 i
4. Heat Numbers Recorded / :EEE ] 13 /b&/ W 2 J"\N 2 3 2{) lo
5. MTRs Checked 4 vl - &\ ‘ /)ﬁ g JAN 2 3 ! 1%
6. | WPS(s) Checked /7 0CT 03241 = | ~7. QU1 U4 Jligecia PPN LS 11k
7. | Welder(s) Qualified ‘? DEC 11 213 %&ﬂw JAN 2 312004
8. ;giggpdeesdses Veritied & %‘ DEC 1 1 1013
S ETTRCTLIT b [OECTTIB, | M a7 7 10, | AN 2 3,
t0. [ Nozzls 8 Fitings Fitup fi7 |oec1tfm Nous7
11. | Nozzle Orientation ! DEC 11 £33 ]
12 gﬁéifeﬁ Flange Rating DEC 11 % 13 % u
13. Impact Tests Py . _/////( ‘{-—- -
14. | Internats Checked M‘ NOV 75 113 /]
_ ) Shell Side
15. Final Internal Inspection Tobe Side % N Z 5 2 13><?< _&‘\@\ OV 2 B 7’“3 /%/ NM7
16. | Weld Sizes Checked /72, |DEC 11 v s /#!-ul
17. | Welder 1.D. Checked 7/ k| A Jom 22
18. | Final External Inspection ( JAN 2"2]1’&‘:‘ JAN 1 7P el
19. Radiography % DEC 1 1 2|l13¥ &\. IVEEN 74 JAN 2 3 20 ’i
20. | Other N.D.E. Hordbisess JAN 2.1 204 VYT T e, JAN T I
21, | Final Ext.Priorto J | >
. art Checke / 4 . “Te.
22. | PWHT Chant Checked T (o= [JAN Y ZW;Z; fhi—- N777 % e
23. | Hydrostatic Test W-EG__O%_ Q JAN 22 i M/ JAN 217 014 g T&né’}
4 BNTTHE )
24. CRN Drawin CRN# ) e K
25. | N.CR. # : y4/7 | P
26. | Nameplate Stamping Cé, AN 2 1 2t m\\ 1N \'?.(2 ng,{f/fg//w N73720
27, | o s Vi JAN 21 e . e,e} o &, W13
28. | Nameplate Installation v('[,, AN i

—

The Authorized Inspector shall 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 deita symbol with revision number and described at the bottom of this
page.

* Denotes an A.l. Inspection Point  ** Denotes an A.l. Hald Point



S o CADO INDUSTRIES INC
Quality Control Manual
Revision Number: 4.0 Revision Date; November 20, 2012 Section: 9 Page: 10 of 11

EXHIBIT 9.6 TRAVEL SHEET (BACK)

MATERIAL THICKNESS VERIFICATION AND IDENTIFICATION WELD I.D. / WELDER SYMBOLS / FIT-UP

oewroton | mowess | Meisgee | v psrnie | i T T ] e [ [ e | g

Shell #1 [ DT sasteron, [SAT L N Z0-Ol[hA @/f' (27 |c- ' | DA A
Shall #2 . L-2 = c-2 DA 1AL 7
Shell #3 L— G- -
Shell #4 L- C-
Shell #5 ) L Co
Shell #6 ) ' 1= Co
veadrt | 1,900 [sasteron A D3N FEVACION / oo
eaare | |5 [ srseron JA1 22 IHIGIO0 K -
Head #3 [~ v C-
Head #4 C -
Boot #1 Shall L- C -
Boot #1Head C-
Boot #2 Shell L- C-
Boot #2Head C-
Re-Pad
ATTACHMENT AND / OR NOZZLE MATERIAL THICKNESS VERIFICATION AND IDENTIFICATION WPS # WELDER SYMBOLS/FIT-UP

Mark Mat. I.D. Neck / Fitting Flange Repad or Aftachment Cal.B | Cat.C | Cat.D l;agl
Spec.-Grd. 5A-108-B | / SA-105-N

N1 | Thi/Rating | #°sCHXH A\ 4"CL 600 RFWN [/ S W
Heat or D | < }‘Ré , v/ / ’rL \OQGI%B \B\ \ . 5
Spec.-Grd. SA-106-B / SA-105-N /

N2 | mk/Rating 4" SCH XXH X 4" CL 600 RFWN X S 5‘

Heat# o ID (1 1761 1 1L |OQQ 0y N
| Spec.-Grd. SA-106-8 / SA-105-N

N3 [ rrcsmaing | B'scrx | 3 ofecorrwn £/ 5 &{

Heat# or ID C | Z_% ] v l Z /6:1)0'\50 ‘/\ .
Spec.-Grd. SA-106-8 / "8A-105-N -

N4 | the/Rating | A SCHXXH porgoorrwn |\ / K u
Heats or ID (\),2_5\ Y 2\/\%0‘&)/

Spec.-Grd. SA-1068 / © BA-105-N /

N5 Thk./Rating 2" SCH XXH 2" CL 600 RFWN . C 5
Heal# or ID C l G)qz; Y TL C/C(\Bé \ Q_‘ N
Spac.-Grd. SA-106-B /  SA-105-N ,

NG | thksmating | 2'SCHXXH Y 2" cLaoo REWN | / O V
oo [CTHG ~ LRI 5
Spec.-Grd. SA-106-8 / SA-105-N )

N7 | Th/mating | _47SCHXXH arcLecoRFwN |/ 5 V
Heat# or ID k'\_,_\ Bﬁ [ AN 'rL \QQQ LIB] 1:; g ,5-
Spec.-Grd. SA-106-B _ SA-105-N

N8 | rhk/mating BseHXxH |/ 1 'CL 600 RFWN v g M

e | C VSOT N 7| JQUQASTES
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Revision Number: 4.0

CADO INDUSTRIES INC
Quality Control Manual
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

Malt. 1.D.

Neck

Fitling

Flange

Repad or Attachment

Cat. B

Cat. C

Cat. D

Pad

QD

N9

Spec.-Grd.

SA-106-B

SA-106-N

Thk./Raling

3" SCH XXH

£

3" CL 600 RFWN

Heat# or iD

A

AL

10000520

A

2

N10

Spec.-Grd.

SA-108-B

~ SA-105-N

Thk /Rating

3 SCH XXH

3" CL 600 AFWN

[
A
Y

Heat# or ID

VAIE

1L

0530

ok

N11
A/B

Spec.-Grd.

SA-106-B

SA-108-N

Thk./Rating

4" SCH XXH

4" CL 600‘HFWN

Heat# or ID

CRE

AT

1L

00T

U

C1
A/B

Spec.-Grd.

SA-105-N

Thk./Rating

%" CL 6000 CPLG

Heal# or ID

/&2

7
)

23

I

Cc2
A/B

Spec.-Grd.

SA-105-N

A)

=274

Thk./Raling

%" CL 6000 CPLG

Heat# or ID

B2,

v

C3

Spac.-Grd.

SA-105-N

Thk./Raling

3" CL 6000 CPLG

Heat# or ID

IOV

C4

Spec.-Grd.

SA-105-N

Y

Thk./Rating

1" CL 6000 CPLG

Heat# or ID

2860 7

/)

Spec.-Grd.

Thk./Rating

Heat# or ID

Spec.-Grd.

Thk./Rating

Heat# or ID

Spec.-Grd.

Thk./Rating

Heat# or ID

Spec.-Grd.

Thk./Rating

Heat# or ID

Spec.-Grd.

Thk./Rating

Heat# or ID
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T CG86-10 -
HARDNESS TESTING
I “ I ’ m:l @ INSPECTION REPORT F;I’T913?18
age 10

Procedures: HT-2 Job / P.O. #: 2013-070 IRISNDT #: 261900 Date: 15-Jan-14
Code: Client spec Clignt: Cado Industries Inc

Acceptance / Rejection Criterla: Location; CA-Calgary Alberta

Min. Hardness: Max. Hardness: HB 200 | Item Inspected: Vessel S/IN 1670 PWHT

Material Type: CS Surface Condition: buffed Heat Treatment: YES
Equipment: MIC 10 IRISNDT #: 45038 Calibration Date: 12-Jul-13

Calibration Block(s): 176, 207

Hardness Scale Readings: RockwellB[] RockwellC[J Vickers[] Brinell X

ltem Component Identification and Location of Reading ng:ll Imp:::fel:r;l %r;rr‘g: eBs:r Ha\;glr:leess ((.g))r:j:g&t
WELD PM[  HAZ WELD HAZ PM
C1 146 153 180 164 149 A
L1 156 152 173 148 138 A
N2 cat D " 140 168 173 151 147 A
Name plate jAttachment 141 149 163 146 137 A
Remarks:

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

Inlerpratation by:

Unit. 389 Kilometers: Consumables: P. GERVAIS SNT-TC-1A
C.G.SB.
In. _PG Out: Hrs: _.5 (Print) Covell”
CGS5B.#
In; Out: Hrs:
) - 2t ol A A A
Parsonnal; (Signalure)
Client Reprasantalive:
PG # of Hits; 20 it (Printy
Lam in full
agreemenl with
raport contents
(Sign)
P
5311 - 80 Btroct EGmonion, Alberta, TGE 518 Phone: (760) 437-2022 Fax: (780} 438-1428
Calgary (403) 279-8121 Cold Lako (780} 594-1114 Corpus Christl, TX (361) £38.4700
Lioydminster (780) 875-8455 Forl McMurray (780} 743-1536 Deer Park, TX (2081) 478-4444
Barthead (780) 674-3018 High Level {780} 956-4094 Matrix Houslon, TX My 12277
Nisku (780) 955-7818 Red Deer {403) 3471742 Taxss Cily, TX {490) D45-2262
Mediclne Hal {403) 427-6284 Tulsa, CK (918) 448-8773

IRISNDT E-2013E
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CADO INDUSTRIES INC
. Quality Control Manual

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.: 2013 -7 CUSTOMER: Do yun { 1 Josit DATE:  DEC 12 201
COMPONENT DESCRIPTION: 35* & (4 L1
DWG. NO. AND LINE NO. DIAMETER THICKNESS ; M}\TEHIAL LENGTH WEIGHT
20(3-070-200 Rew. 2 | 20" L. 25" | sasi-or) | 0SS | 6240 LBS
(667, 166% 1669 1670 SA=I0E A
SA-j06-B

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

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

(__ V6O °C)perhour. 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 ata minimumof _ 50O °F(__ &2 °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 _{150O °F ( _&2-1 °C) to 800°F (425°C) at a maximum rate of _ FQ  °F

{ ;2&2& °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 B0O0°F (425°C) items may be cooled in still air.

Additional requirements:

+ Job number and description required on heat treatment charts along 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 thermocouples 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 healing 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 [X Welding Procedure
Specification is required (WPS qualification is not required), and the energy output must be hm:ted to 125 Watt-Seconds.
No other welding is permitted on vessels or parts. [0.5 X Capacitance in farads X Voltage = W-Sec.]

¢ The method of thermocouple removal shall not damage the heat treated item.

Quality Control Inspector Signature: Date:  DEC 12 2013

Thermocouple Attachment Method: /'

v sl .w,w Losation(s): 74z

Fumace Heat Number: =/ 2 - ~Z 252

Furnace Operator Signature: L= aer”" — Date: ﬂé’/} /Zr/ff'




1 2
" 318 Monument Place SE
onlineniqa o AT
i Telephone: (403) 273-5105

Fax: (403) 248-6497

5 I re S s Email; calgary@continentalstress.com

Relieving Services Ltd,

Furnace Work Order
Date: Thursday December 12, 2013
Client: CADOQ 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
(In Degrees Celsius)

Material: Carbon Steel (P1) <= 1.25"W/T  Code: Customer Spec.

Heal from Ambient to 425° at a Moderate Rate.

Heat from  425° to 621° at 222° per Hour Maximum.
Soak at 621° +- 14° for 1 Hours,

Cool to 425° at 277 per Hour Maximum,

Cool from to at per Hour Maximum,
From 425° Air Cool with furnace in place.

Comments:

NOTE: 1. An extra charge will apply for any additional supporting or blocking if required.

2. Customer will not hotd Continental Stress Relieving Services Ltd. responsible for any damage
of distortion caused by heat treatment process.

Thank you for the opportunity of quoting.
Continenial Stress Relieving Services Lid.

Name; Mare Lagerquist Signed. y :




Reding*
INSTRUMENTS g.:'
Caligratians - Traceable to NRC and NIST { Instattauon | Maintenance

Certificate of Conformance
Multipoint Recorder

Make: Chino Customer; Continental Stress Relleving Services
Model: AH3745-N0O Address: 318 Monument Place SE

Serial Number: AH093Q001 Calgary, Alberta, T2A 1X3
Description: 24 channel Type “K" lemperalure recorder

Location: Calgary, Alberta, Canada Calibration Date:  Qctober 11, 2013

Tag#: RE-103 Calibration Due: April 11, 2014

Report Number:  CSR-111013-03 Tachnician: Austin Tarrant

Comments: All 24 channels checked at 0°C, 500°C and 1000°C. Ses also, reccrder chart

Reding Instrument Services Ltd. certifies that the above listed Instrument meets or exceeds all publishad
specifications unless otherwise Indicated. This Instrument has been callbrated using equipment and standards
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

ftem described and shall not be reproduced, other than In full, without approval from Reding Instrument Services
Ltd,

Calibration Standards

Make Modei Sarlal Number Recall Date
Fluke 741B 77651004 October 22, 2013

Cat (1 A0

Date

Heehietg I bogmeng Seevices, | e
v Wl B2 B

(R TERTS I T FJ PR PO I T P T B R T RTR N TR [T T B R P I




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 O Pneumatic O Other O
EQUIPMENT DESCRIPTION: 30 o SEPOOIOS P 'M 0B NUMBER: 2013-070
seriAL NO: 16 #O  sHELL siDE TEST PRESSURE 2.0 iy GS)y KPA
TUBE SIDE TEST PRESSURE PSI/ KPA
LINE NO: CONSTRUCTION DRAWING NUMBER REV NO
GAUGE (DENTIFICATION CALIBRATION DATE GAUGE RANGE GAUGE PRESSURE

owwse 11 Gy 0B 2\&31\\1\:{% “Sooe | 2070

aavee2 Py-0F | [S hug 12 - 10000 2990

CHART RECO&&ER #1
MANUFACTURERS' REPRESENTATIVE: DATE: JAN 22 204
OWNERS INSPECTOR: DATE, (o 22, 2074

AUTHORIZED INSPECTOR: DATE:




The
alibration

Centre

10A, 3515 - 27th St. N.E., Calgary, Alberta T1Y 5E4
Ph: (403} 275-7080 « Fax: (403) 281-7001

¥ *CERTIFICATE OF CALIBRATION®**

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

THE CALIBRATION CENTRE CERTIFIES THAT THE ABOVE LISTED INSTRUMENT

PRESSURE GAUGE ID # PG-08A
WGI Issue Date: 24JAN13
47 Expiry Date: 24JAN14
NiL Work order #: 4061

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.
(I.NRC_X_ /2.NIST__ )

EQUIPMENT USED:
MEG: MODEL SERIAL NUMBER
SI PC-6 2743

_CALIBRATION DATA: ACCURACY: 1.0 % FS

1000 1060 1020
2000 2065 2000
3000 3050 2990
4000 4050 3980
5000 5055 4990

%M’

YVON HACHE - TECHNICIAN
Page 1 of 1



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:

PRESSURE GAUGE ID #: PG-09
WGI Issue Date:  13AUG13
4” Expiry Date:  13AUG14
NIL Work order #: 4367

20 RH: 25%

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.
(LNRC _ ¥ /2.NIST _ )

EQUIPMENT USED:
MEFG: MODEL SERIAL NUMBER
SI PC-6 2743

'CALIBRATION DATA:

ACCURACY: 1.0 % FS

2000 2040
4000 4000
6000 5965
8000 7990
10000 10075

YVON HACHE - TECHNICIAN
Page 1 of 1






HD 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 afe-t[yy New Westminster, BC V3L 0E1

Toll Free: 1-866-566-SAFE
Fax: (778) 396 - 2064
www.safstyauthority.ca

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

CALGARY AB  T2C 3B8 Our File #: 5478899

Attn: WILFRED CAQ

Re: Application for Design Registration

The design, as detailad 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: 90degC 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

Ccc.

(PROD} 30400-20 GST #: 87391 2802 RTOCOY



- HHEME Technical

- Safety Authority

of Saskatchewan

2202 2nd Avenue
Regina, SK S4R 1K3
Canada

306-787-1443
info@tsask.ca

www.tsask.ca

23-Dec-13

CADQ industries Inc.

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

ATTENTION:  Wilfred Cao

REGISTRATION APPROVAL

OurFile'| 48044 [  0V]

With reference to your submission respecting the registration of the item below, for
legal use in the province, please note we have surveyed, approved and registered this

design as noted.

MANUFACTURER : CADO Industries Inc.
ITEM : DRAWING NUMBER : CRN:
2013-070-300 Rev 2 W3539.23

30" OD Vertical Separator

—

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,

4

S

2 v/ /- .
‘,‘ ,z::,f;-qmm
Shamsi Trisha
Codes and Standards Compliance

REMARKS: CRN registered under reciprocal agreement.
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The American Society of Mechanical Engineers
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CERTIFICATE OF
AUTHORIZATION

The named company is authorized by the American Society of Mechanical Engineers
(ASME) for the scape of activity shown below in accordance with the applicable rules of
the ASME Boiler 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 Bailer

and Pressure Vessel Code.

COMPANY:

SCOPE:

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

Manufacture of pressure vessels at the above location only

AUTHORIZED:
EXPIRES
CERTIFICATE NUMBER.

2
X

December 12, 2012
February 10, 2016
39,285

8, 754

Vice President, Conformity Assessment

/M% 4.

Diractar Confcrmity Assassment



Mberbon I

the pressure equipment safety authority

Certificate of Authorization Permit

Quality Management System

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

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 VliI-1 Pressure Vessels
Construct, Repair/Alter 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 a manner acceptable to
a safety codes officer.

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

Government

of Alberia

Chie! Inspector and Administrator

Certificate No.: 8756

Form Mo. A8-121
Rav. [2010/05)



WELDER “A”

LUDWIG

WELDING OPERATOR PERFORMANCE QUALIFICATION TEST RECORD

Company Cado_Industries Inc, Contact Jaramy Koster

Welder's Name Clifford Magno ABSA File No. MYW-7 1559

WP Regisfration No, 2621.2 WPS No. CADO-14N

Welding Process(es) SAW Position 1G

Spacification of Base Metal(s) SA 36 Thickness 19.1 mm (0.750 in.)

Base metal P-No. 1 to P-No. 1 Test coupon {] Production weld

Bd Plate ] pPipe N/A Filler metal {SFA) specification SFAB5.17

Filler metal or electrode classification F7A8-EM14K

Wolding Varlables (QW-361.2) Actual Values Range Qualifled

Type of welding (Machine) Machine Machine

Welding process{es) used SAW SAW

Backing Weld metal backing With backing

Filler metal F-Number(s) F6 F6

Consumabie Inserts (GTAW or PAW) N/A NIA

Deposit thickness 0.750 in. Max to be welded

Welding Position 1G Flat

Vertical progression NIA NIA

Direct or remote visuai control Direct Direct

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

Automatic joint tracking Manual Manual or Automatic

Single or mulitiple passes per side Multipte Single or Muitiple
RESULTS

Visual examination of completed weid (QW-302.4) Acceptable

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

Side bend #31 Pass Side bend #52 Pass PAS S

Alternative radiographic examination results (QW-191) NIA

Woe cerlify the statements in this record are correct and that the test welds wers prepared, weided and lested in
accordance with the reqguirements of Section IX of the ASME Boiler and Pressure Vessel Code.

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

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

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

Test Certified for Compass Compreassion Services Ltd. by Representative Jeremy Koster
RECORD INFORMATION

SGS Ludwig Associates Ltd. testing facility  [JEdmonton [Ccalgary XFieid

Location of test; Cado industries Inc. 7491 — 110 Avenug SE_ Calgary AB__T3R 1R8

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

Welder Performance Qualification Card No. 13223 Laboratory Test No. CW14-023.1

S L Tnrhacg Al il I Ag27 10 Sunet S.E Catgary A TZG 3KE  t «1 (031 262- 7072 £ 41 (103} 266-3'69

1925 Dawvies Road  Edmontoa AR TGE ANT €41 (780] 408-3030 1 1 (Y00 AGB-3007  wawsw witfwinassceiatuslhcom  wiww.sgs.com

' Momhoi of tha SGS Orona (SGS SAI



WELDER “C”

A2 LUDWIG ASSOCIATES L7D.

v Materials and Welding Consulting

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company CADO Industries Inc. Contact Jeramy Koster
Weider's Name Robert Gray ABSA File No. W-12068
WP Registration No. 2621.2 WPS No. CADO-6
Welding Process(es) GMAW / SMAW Type Semi-automatic / Manual
Specification of base metal(s) SA 106 Ge.B Thickness 554 mm (0.218 in.)
Weld_ing Varlables (QW-350) Actual Values Range Qualified
Backing GMAW Nona With or without
SMAW  With With backing
Base metal P-No. 1 to P-No. 1 P P1
(] Piate X Pipe 2.375in. O.D. 1.0 in. O.D. minimum
Filler metal or electrode specification(s) SFA 5.18/SFA 5.1 WPS requirements
Filler metal or electrode classification(s) ER70S-6 [ E7T018-1 WPS requirements
Filler metal F-Number(s) F8 /F4 F6/F4
Deposit thickness for each procass
GMAW: 3 layers minimum [Yes & No 0.100 in. 0.110 in, maximum
SMAW: 3 layers minimum [ Yes 2J No 0.118in. 0.236 in. maximum
Position qualified GMAW SP 30° SP 0 - 45°, Fiat
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 pulsa to short circuit-GMAW) Short circuiting Short circuiting
RESULTS
Visual examination of completed weld (QW-302.4) Acceptabie
Bend test [] QW-462.2; (1 QW-462.3(a); (] QW-462.5(c). [J QW-462.5(d)
Transverse face bend #F1  Pass Transverse root bend #R1  Pass PASS
Alternative radiographic examination results (QW-191) N/A

We certify the stataments in this record are correct and that the test welds were prepared. walded and tested
in accordance with the requiraments of Saction 1X of the ASME Boiler and Pressure Vessel Code.

ACCREDITED ORGANIZATION Ludwig Associates Ltd. A.0.Q.P. Ragistration No. 7106 (C)

Tast Conducted By Darren McLean, GSA \W178.2 lavel 1 Insp. Date of Test June 19, 2013
Certifiad By ‘-%WZZC/ .——Darrgn Mcl.ean, T.T Waelding Examiner.File No. __E-00413
= Jeremy Koster

Test Certified for Cado Industries Inc. by Represantative

RECORD INFORMATION

kdwig Associatas Ltd. testing facility (JEdmonton HCalgary OField
Data test coupon is to be retained July 19, 2013 Test Coupon |I.D. No. C2-45
Welder Performance Qualification Card No. 04965 Laboratory Test No. CW13-466.2

{027 - 14 Steant, 5.6, CALGARY, ALFERTA T2G JKG PHOME: [400) 2627072 FAX {1001 266-1160
7925 Davies Roacl, EDMONTON, ALBERTA TGE INT PHONE (2300 J60-1000  FaX (700 6A- 11T



WELDER “C”

4 LUDWIG ASSOCIATES LTD.

W
v Materials and Welding Consulting

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company _Cado Industries Inc.
Welder's Name Robert Gray

WP Ragistration No. 2621.2

Welding Process({es) SMAW
Specification of base metal(s) A 513 Gr. 1026

Waiding Variables {QW-3150)

Contact Jaremy Koster
ABSA File No. W-12068

WPS No. CALQ-1

Type Manual

Thickness 15.9 mm (0.625 in.)

Actual Values

Range Qualified

Backing F3a None With or without
F4 With With backing

Base metal P-No. 1 to P-No. 1 P1 P1
C] Plats Pipe 2.50in. 0.D. 1.0 in. 0.D. minimum
Filler metal or elactrode spacification(s) SFA 5.1 WPS requirements
Filler metal or alactrode classification(s) E6010/ ET018-1 WPS requiraments
Filler metat F-Numbar(s) F3/F4 F3/F4
Deaposit thickness for each process
SMAW: F3 3 layers minimum [ Yes ] No 0.125in. 0.250 in. maximum
SMAW: F4 3 layers minimum & Yes I No 0.500 in. Max. to be welded
Position qualified 6G All
Vertical progression Uphill Uphill

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

Bend test QW-462.2; [] QW-462.3(a); [1 QwW-462.5(c); [] QwW-482.5(d)
Side bend #31 Pass Side bend #33 Pass
Side bend #52 Pass Side bend #54 Pass

Alternative radiographic examination resuits (QW-191)

N/A

PASS

We certify the statements in this record are corract and that the test welds were prepared, wealded and teslad
in accordance with the requiraments of Section IX of the ASME Boiler and Pressure Vessel Code.

ACCREDITED ORGANIZATION Ludwig Associates Ltd. A.Q.Q.P. Ragistration No. 71 Og‘ (5.‘.3)
— . June?26,2013
Welding Examiner File No. __E-00413

Test Conducted By Darren McLean, CSA W178.2 lgvel 1 Insp. Date of Tost
Certified By -~ —— __Darran Mclean, T.T
Tast Certified for Cado Industries Inc. by Reprasentative

RECORD INFORMATION

Ludwig Assaciates Ltd. testing facitity [JEdmonton
Date test coupon is to be retained July 26,2013

Jeramy Koster

Welder Performance Qualification Card No. 04991 Laboratory Test No.

ECalgary
Test Coupon I.D. No.

CField
C2-54

Cw13-475.2

4027 - 14 Street, 5.6, CALGARY. ALBERTA Y2G K6 PHONE: (403) 261-7072  FAX: (401) 246-3169
7925 Davies Road, EOMONTON, ALBERTA TGE M1 PHONE: (780) 460-3010  FAX: (780} 468-3012



WELDER “D”

A2 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. CADO-1
Welding Process(es) SMAW Type Manual
Spacification of base metal(s) A 513 Gr. 1028 Thickness 15.9 mm (0.625 jn.)
Woelding 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 1 P1
[ Plate X Pipe 2.50in. O.D. 1.0 in. O.D. minimum
Filler metal or electrode specification(s) SFA 5.1 WPS requirements
Filler metal or alectrode classification(s) E6010 /ET018-1 WPS requirements
Filler matal F-Number{s) F3/F4 F3/F4
Deposit thickness for each process
SMAW: F3 3 layers minimum OvYes Bd No 0.125in. 0.250 in. maximum
SMAW: F4 3 layers minimum Yes ] No 0.500 in. Max. to be welded
Position qualified 6G All
Vertical progression Uphili Uphill

RESULTS
Visual examination of completed weld (QW-302.4) Acceptable
Bend test {J QW-462.2; [ QW-4582.3(a); (1 QwW-462.5(¢c); (J QW-462.5(d)
Side bend #31 Pass Side bend #83 Pass
Side bend #32 Pass Side bend #54 Pass
Alternative radiographic examination resuits (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 Saction IX of the ASME Boiler and Pressure Vessel Code.

ACCREDITED ORGANIZATION Ludwig Asgociates Ltd. A.0.Q.P. Registration No. 7106 (C)

Test Conducted By Cormier, CSA W178.2 Level 1_Insp. Date of Test September 4, 2013

Certified By 2 i Rob Cormier, CE. T, LW.T. Welding Examiner File No, __E-00441

Tast Cerlified for Cado Industries Inc. by Representative Jergmy Kostar
RECORD INFORMATION

Ludwig Associates Lid. testing facility [JEdmonton ECalgary [JField

Date test coupon is to be retained October 4, 2013 Test Coupon 1.D. No, C2-57

Woelder Performance Qualification Card No. 02445 Laboratory Test No. CW13-675.1

J027 - 14 Sireet, 5.8, CALGARY, ALBERTA  T20G 3KG6  PHONE (401 2607072 FAX: (40.1) 266-1169
7925 Davies Rond, ERMONTON, ALBERTA TGE N1 PHONE- (700} 460-30J0  FAX: (700) 460-3032



WELDER “D”

g2 LUDWIG ASSOCIATES LTD.

v Materials and Welding Consulting

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company CADO Industries Inc.  Contact Jeremy Koster
Welder's Nama Robert Sinnott ABSA Fils No. W-26006
WP Registration No. 2621.2 WPS No. CADO-6
Welding Procoss(es) GMAW / SMAW Type Semi-autornatic / Manual
Spacification of base metal(s) SA 1086 Gr.B Thickness 5.54 mm (0.218 in.)
Waelding Variables (QW-3560) 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
[JPiate X Pipe 2.375 in. O.D. 1.0 in. O.D. minimum
Filler metal or electrode specification(s) SFA 5.18/1 SFA 5.1 WPS requirements
Filler metal or electrode classification(s) ER70S-6/ ET018-1 WPS requirements
Filler metal F-Number(s) F6/F4 F6/F4
Deposit thickness for each process
GMAW: 3 layars minimum O Yes K No 0.125 in. 0.138 in. maximum
SMAW: 3 layers minimum Yes & No 0.093 in. 0.186 in. maximum
Position qualified GMAW SP30° SP Q- 45° Flat
SMAW 1GRotated  Flat
Vertical prograssion GMAW  Downhill Downhill
SMAW  N/A N/A
Inert gas backing (GTAW, PAW, GMAW) None With or without
Transfer mode (spray/globular ar pulse to short circuit-GMAW) Short circuiting Short circuiting
RESULTS
Visual examination of completed weld {QW-302.4) Acceptable
Bend test (] QW-462.2; [X] QW-462.3(a); [ QW-462.5(¢c); [] QW-482.5(d)
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 tesled
in accordance with the requirements of Section IX of the ASME Boifer and Pressure Vessel Code.

ACCREDITED ORGANIZATION Ludwig Asscciates Ltd. A.0.Q.P. Registration No. 7108 (C)

Test Conduclad B Cormier, CSA W178.2 Level 1 Insp. Date of Test Seplember 4, 2013
Certified By ﬁ:—j Rob Cormiet, CET. 1 W.T. Welding Examiner File No. __E-00441

Test Certified for Cada Industries Inc. by Representative Jeremy Koster
RECORD INFORMATION

Ludwig Assaciates Ltd. testing facility [JEdmonton XCaigary [ JField

Date test coupon is to be ratained Qcotber 4, 2013 Test Coupon L.D. No. C2-45

Wolder Performance Qualification Card No. ___02448 l.aboratory Test No. CW13-675.2

4027 « 14 Strect, 5.6 CALCARY, ALBERIA T2C 3K6 PHONE: (10) 2627071 FAL 1101 2663164
7925 Davies Raad, EDMONTON, ALBERTA T6E 4N1 PHONE: (700) 168.10]0  FAX: (7801 464-1032



WELDER “M”

-

g LUDWIG ASSOCIATES LTD.
w

Materials and Welding Consulting

WELDING OPERATOR PERFORMANCE QUALIFICATION TEST RECORD

Company _Cado Industries [nc,  Contact Jeremy Koster

Woelder's Name Renante Morales ABSA File No. MW-65053

WP Registration No. 26212 WPS No. CADO-13N

Welding Process({es) SAW Position

Spacification of base metai(s) SA 36 Thickness 15.9 mm (0.625 in.).

ase metal P-No. 1 to P-No, 1 Test coupon O Production weld

Plate [ Pipe N/A Filler metal (SFA} specification SEA 5.17

Filler metal or electrode classification E7P8-EM14K

Walding Variables (QW-361.2) Actual Values Range Qualified

Type of welding (Machine)} Machine Machine

Welding process{es) usad SAW SAW

Backing Matal backing With backing

Filter metal F-Number(s) Fé F6

Consumable Inserts (GTAW ar PAW) MN/A N/A

Deposit thickness 0.8625 in. Max to be welded

Woelding Position 16 Flat

Vertical progression N/A NIA

Direct or remote visual control Diract Direct

Automatic arc voltage control (GTAW) N/A NIA

Automatic joint tracking Manual Manual or Automatic

Single or multiple passes per side Multiple Single or Multiple
RESULTS

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

Band test ) Qw-462.2; [] Qw-462.3(a); ] Qw-462.5(c), [ ] QW-462.5(d)
Side bend #51 Pass Side bend #52 Pass

PASS

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

Wa cartify the statements in this record are carrect 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 Associatgs Ltd. A.0.Q.P. Registration No, 7106 (C})

Test Conducted By Darren McLean, CSA W178.2 level 1 Insp. Date of Tast July 2, 2013

Certified By %/;Z.’——Dgrren Mclean, T.T Welding Examiner File No. ___E-00413
Jeremy Koster

Test Certified for Cado Industries Inc. by Representative
RECORD INFORMATION

Ludwig Assaciates Ltd. testing facility [ JEdmonton [CJcalgary HFietd
Location of test. Cado Indusiries Inc. 7491 110 Ave. SE Calgary. AB T3R 1R8
Data tast coupon is to ba retained Aug 2, 2013 Tast Coupon |.D. No. CPL-93

Welder Parformance Qualification Card No. 02126 Laboratory Test No. Cw13-487.2

4027 - 14 Strent, S.E. CALCARY, ALGERTA  12G 3K6  PHONE: (103 2627072 FAX: (403 2663169
7925 Davies Road, EDMONTON, ALBERTA TGE 4N1 PHONE: (780} 468-100  FAX: (780} 468-1012



AN LUDWIG ASSOCIATES LTD.
e e e o)

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. WW-29988
WP Registration No. 2621.2 WPS No. CADQ-1
Welding 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 P P1
[ Plate X Pipe 2.50in. O.D. 1.0 in. 0.D. minimum
Filler metal or electrode specification(s) SFA 51 WPS requirements
Filler metal or electrode classification(s) EB010/ ET018-1 WPS requirements
Filler metal F-Number(s) F3/F4 F3/Fa
Deposit thickness for each process
SMAW: F3 3 layers minimum  []Yes ] No 0.125 in. 0.250 in. maximum
SMAW: F4 3 layers minimum X Yes 0 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); [J QW-462.5(c); [ QW-462.5(d) S S
Side bend #S1 Pass Side bend #S3 Pass PA
Side bend #S2 Pass Side bend #84 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 Associates Ltd. A.0.Q.P. Registration No. _ 7106 (C}
Test Conducted By Darren Mcl.ean, CSA W178.2 level 1 Insp. Date of Test September 21, 2012

Certified By __zFzorz — Darren McLean, T.T Welding Examiner File No. __E-00413
Test Certified for Cado Industries Inc. by Representative Wﬁ_ Jeremy Koster

RECORD INFORMATION

Ludwig Associates Ltd. testing facility [JEdmonton KCalgary OField
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

J027 . 14 Sirest, 5.6, CALGARY, ALBERTA TIC JK6  PHONE: (O3 62707 FAX (403 266-3169

S5O0 e Do EOMOMTON ALBERTA THE 4N PHONE 7D A A () e 300 ?



¥ ;A LUDWIG ASSOCIATES LTD.

WELDER “R” M
Materials and Welding Consulting

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company Cado Industries Inc.__ Contact Jeremy Koster
Weider's Name Carlos Robertson ABSA File No. WW-29988
WP Registration No. 2621.2 WPS No. CADQO-5
Welding Process(es) GMAW / SMAW Type Semi-automatic / Manual
Specification of base metal(s) SA 108 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. 1to P-No. 1 P1 P1, Pg, 4130
(] Plate B4 Pipe 2.375in. Q.D. 1.0in. O.D. minimum
Filler metal or electrode specification(s) SFA 518 /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 B2 No 0.100 in. 0.110 in. maximum
SMAW: 3 layers minimum Yes [ No 0.244 in. 0.488 in. maximum
Position qualified GMAW  SP 307 SP Q- 45° Flat
SMAW 1G Rotated  Flat
artical 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-GMAW) Short circuiting Short circuiting
RESULTS
Visual examination of completed weld (QW-302.4) Acceptable
Bend test [ QW-462.2; K] 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 S A Darren McLean, T.T___ Welding Examiner File No. __E-00413

Test Certified for Cado Industries Inc. by Representative W‘ Jeremy Koster

RECORD INFORMATION

| udwig Associates Ltd. testing facifity [JEdmonton XCalgary [JField
ate test coupon is to be retained __ October 21, 2012 Test Coupon |.D. No. C2-39
Welder Performance Qualification Card No, ___ 01894 Laboratory Test No. Cw12-624.2

027 - 14 Streat, 5.6 CALGARY, ALBERTA T2G IX6 PHONE (403) 10T FAX (0 2066-1169

=925 Dawes Road, EDMONTOM, ALBERTA THRE it PHONME 78N I0A- 1030 £ 8 168-3032




LUDWIG ASSOCIATES LT1D.

—A-

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 / Manuai
Specification of base metal(s) SA 106 Gr.B Thickness 8.74 mm (0.344 in.)
Welding Variables (QW-350} Actual Values Range Quailified
Backing GMAW. None With or without
SMAW: With With backing
Base metal P-No. 1 to P-No. 1 P1 P1, 4130
[]Plate X] Pipe 2.375in. O.D. 1.0 in. O.D. minimum
Filler metal or electrode specification(s) SFA5.18/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: F8 3 layers minimum [JYes ] No 0.100 in. 0.110 in. maximum
SMAW: F4 3 layers minimum i 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-GMAW)  Short circuiting Short circuiting
RESULTS P A S S
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)
Transverse face bend #F1 Pass Transverse root bend #R 1 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 Boifer and Pressure Vessel Code.

ACCREDITED ORGANIZATION Ludwig Associates Lid. 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 A= Dan Nguyen, C.E.T.,  Welding Examiner File No. __E-00286
Test Certified for Cado Industrie$-Inc. by Representative );@?}éﬂ; Jeremy Koster

RECORD INFORMATION

~udwig Associates Ltd. testing facility [JEdmanton KlCalgary (JField
Date test coupon is to be retained July 5, 2012 Test Coupon |.D. No. C2-39
Woelder Performance Qualification Card No. 01474 Laboratory Tast No. CW12-357.2

4327 - 14 Street, $.E., CALCARY, ALBERTA T2C 3K6 PHONE: (403) 262-7072  FAX: (403) 266-3169
7925 Davies Road, EDMONTON, ALBERTA THE 4N PHONE: {780) 463-3030  FAX: {780) 168-3032



v, LUDWIG ASSOCIATES L1D.

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 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 X Pipe 2.50in. O.D. 1.0 in. O.D. minimum
Filler metal or electrode specification(s) SFA 5.1 WPS requirements
Filler metal or electrode classification(s) E6010/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 B No 0.125in. 0.250 in. maximum
SMAW: F4 3 layers minimum Yes [1No 0.500 in. Max. to be welded
Position qualified 6G All
2rtical progression Uphill Uphill
RESULTS
Visual examination of completed weld (QW-302.4) Acceptable
Bend test [ QW-462.2; [] QW-462.3(a); [[] QW-462.5(c}; [J QwW-462.5(d)
Side bend #S1 Pass Side bend #53 Pass X
Side bend #S2  Pass Side bend #S4  Pass P AO S
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 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 EQ:\«—»Z\;Q:,.L/:-;‘?- Dan Nguyen, C.EF¥/ Weld‘m%inerl:ile No. __ E-00286
Test Certified for Cado Industr_ie‘é“lnc. by Representative y', Jeremy Koster
RECORD INFORMATION
Ludwig Associates Litd. testing facility [JEdmonton BMdCalgary [CJField
Date test coupon is to be retained July & 2012 Test Coupon 1.D. No. cz2-41
'elder Performance Qualification Card No. 01473 Laboratory Test No. CwW12-357.1

4027 - 14 Street, S.E., CALCARY, ALBERTA T2G 3K6 PHONE: (J03) 262-7072  FAX: {103 266-3169
7325 Davies Roa.d, EOMONTON, ALBERTA TOE 4N PHONE: (7800 468-3030  FAX: (780) 468-3032



WELDER “U”

LUDWIG

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company Cado Industries Inc.  Contact Jersmy Koster
Welder's Name Mohammed Masri ABSA File No. W-29270
WP Reagistration No. 2621.2 WPS No. CADO-1
Welding Process(es) SMAW Type Manual
Spacification of base metal(s) A 513 Gr. 1028 Thickness 156.9 mm {0,625 in.)
Welding Variables (QW-350) Actual Values Range Qualified
Backing F3 Ncne With or without

F4 With With backing
Base metai P-No. 1 to P-No. 1 P1 P1
(1 Plate < Pipe 2.50in. O.D. 1.0 in. ©.D. minimum
Fitler metal or electrode specification(s) SFA 5.1 WPS requirements
Filler metal or electrode classification(s) EG010 / ET018-1 WPS requirements
Filler metal F-Number{s) F3/F4 F3/F4
Deposit thickness for each progess
SMAW: F3 3 layers minimum [£] Yes & No 0.125 in. 0.250 in. maximum
SMAW: F4 3 layers minimum < Yes ] No 0.500 in. Max. to be welded
Position qualified 8G All
Vertical progression Uphilk Uphill

RESULTS

Visual examination of completed weld (QW-302.4) Acceptable
Bend test [X] QW-462.2; [ QW-462.3(a); [T] QW-462.5(c); [[] QW-462.5(d)
Side bend #31  Pass Side bend #53  Pass PASS
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 IX of the ASME Boiler and Pressure Vessel Code,

ACCREDITED ORGANIZATION Ludwig Associates Ltd. A.0.Q.P. Registration No. 7106 (C)
Tast Conducted By Colin %urne%g. CSA W178.2 Level 1 insp. Date of Test December 2, 2013
Certified By __ o0~ 227 Colin Burnette T.T. Welding Examiner File No. E-00391
Test Certified for Cado Industries inc. by Repressntative Jeremy Koster

RECORD INFORMATION

Ludwig Associates Ltd, testing facility [JEdmonton pdCalgary CFteld

Date test coupon is to be retained January 2, 2014 Test Coupon 1.D. No. C2-81

Welder Performance Qualification Card No. 13080 Laboratory Test No. Ccw13-831.1
SUY fudwig Assacales £ld | ADZ7- M Sreot S.E Catgory AB 26 3KB  t+1(403) 262.7072 1 +1 (403} 260-3165

1925 Davios Ruad  Edmonton AB T6E 4Nt +1 {780 468-3030  f +1 {780} 4606-3032  wanvw.ludwigsssociatusitd com  waav sgs.com

Mombar ol the SUS Q1oup 1565 SA)



WELDER “U”

LUDWIG

WELDER PERFORMANCE QUALIFICATION TEST RECORD

Company

CADO Industries Ing.

Welder's Name

Mohammed Mastri

WP Registration No.

2821.2

Welding Process(es)

GMAW / SMAW

Specification of base metal(s)

8A 106 Gr.B

Welding Variables (QW-350)
Backing

Base metal P-No. 1 to P-No. 1

[(] Plate B Pipe
Filler metal or slectrode specification(s)
Filler metal or electrode classification(s)
Filler metal F-Number(s}

Deposit thickness for each process
GMAW: 3 layers minimum
SMAW: 3 layers minimum
Position qualified

] Yes
] Yes

B4 No
B No

Vertical pragression

inert gas backing (GTAW, PAW, GMAW)
Transfer mode (spray/globular or pulse to short circuit-GMAW)

Contact Jeremy Koster
ABSA Fils No. W-29270
WPS No. CADO-8
Type Semi-automatic / Manual
Thickness 8.54 mm (0.218 in.)
Actual Vatues Range Qualified
GMAW None With or without
SMAW  With With backing
P1 P1
2.375in. O.D. 1.0 in. ©.D. minimum

SFA5.18/ SFA 5.1
ER70S-6 / E7018-1

F6 / F4

0.100in,

0.1181n,

GMAW SP 30°
SMAW  1G Rotated
GMAW  Downhill
SMAW  N/A

None

Short circuiting

WPS requirements
WPS requirements
F&/F4

0.110 in. maximum
0.236 in. maximum
SP 0 - 45°, Flat
Flat

Downhill

N/A

With or without
Short circuiting

RESULTS

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 #R1

PASS

Pass

Alternative radiographic examination results (QW-191) NIA

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 {X of the ASME Boiler and Pressure Vessel Code.

ACCREDITED ORGANIZATION Ludwig Associates Ltd. A.0.Q.P. Regisfration No. 7106 (C) '
Test Conducted By Colin Burnette, CSA W178.2 Level 1 Insp. Date of Test December 2, 2013
Colin Burnette T.T. Welding Examiner File No. E-00391

=

Certified By

Test Certifiad for Cado Industries inc. by Representative

Jeremy Koster

RECORD INFORMATION

Ludwig Associates Ltd. testing facility [CJEdmonton
Date test coupon is to be retained January 2, 2014

Welder Parformance Qualification Card No.

SOY Ladswity Asseatos Ld

13081

Calgary

Test Coupon 1.D. No.
Laboratory Test No.

4027 - 14 Steaot 8.2, Colgoey AB T2G IK6 4 +1 (401 2622072 4 +1 {403} 266-3168
792% Davias tead  Edmonton AG T6F 4N1 1 +1 (780) 468-3030 1 +£ {790 469-3002  www.ludwigassaciatasitd.com  waww.sgs.com

ClField
C2-58

CwW13-931.2

Manihet ol 1o S6S Graup (G5 SA)




QCC.004 {01-01-2012) R.12

Gl CERTIFICATE OF COMPLIANCE
edmonton exchanger

& manufacturing Itd.

5545-89 Street Edmonton, Alberla Canada T6E 5W9  www.edmontonexchanger.cem tel 780.468.6722 « QC fax 780.466.4668 - sales fax 760.466.5155

Gustomer CADO INDUSTRIES INC. Po2013-070-7921 Work Ordor (99866  Date2013/09/1.0 corcy 43584  Pagelof2
i i Brinall ' Form.
Itam# Dascription l Qty i Heat# :H:rnd‘ﬁ.; Wald Proc. Prrol':-
$99866-1-1  SHELL(S) - 1.2500" NOM X 30" OD X 120" 20 ¢ 11382649-21390-02 i MTR ' WPG0O 4
{Material Spec: SA 516-70 Normalized) / g ) :

Conforms to NACE MRO175 / ISQ 15156-2 2003 Annex A

599366-1-2 SHELLI(S) - 1.2330" NOM X 30" OD X 120" ;’?7 i 15332643-21230-01 " MTR Wee00
{Material Spec: SA 51§-70 Normalized) /- !

Conforms to NACE MRO175 / ISC 15156-2 2008 Annex A

599866-1-3 SHELL(S) - 1.2500" NOM X 302" OD X 120" 323" 1 382649-213390-02 " MTR WPGOO 4
{Mazerial Spec: $A 5316-70 Normalized) /

Conforms to NACE MR0175 / IS0 15156-2 20039 Annex A

599866-1-4 SHELLI(S) - 1.2500™ NOM X 30" OD X 120¢ / gzg" 1-382649-21380-02 MTR W?600
(Macerial Spec: SA 316-70 Normalized) '

conforms to NACE MR0175 / ISO 15156-2 2008 Annex A

599866-2 COUPON () - 1.2300" NOM X 12" X 6" ©2.382649-21390-02 - - -
{Macerial Spec: SA 516-70 Normalized) . ; . .

Forming Procedure: - o

4. Cold Formed — /} 3 }

Brinell Equipment: Newage Calibraleg Pin ¢
Bringll Hardness Tester — / 3 "/o

Supplementary Requirements

Normalized Materlal Identification Marking:

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

'GMT" Indicates normalized by Edmonton Exchanger per ASME Code Seclion Il, Part A, SA 20, Paragraph 13.1.2.

'GT' indicates normalized by Edmanton Exchanger per ASME Code Seclion VIIl Division 1, UG-85 or ASME Code Section |, PG-77.4.

The item{s) listed above comply with the raquirements of ASME Code Section |, PG-80 and ASME Code Section Vi, Division 1, UCS-79(d}, UG-79 &
UG-80. All welders and procedures are gualified to ASME Code Section IX. For tacking carbon steal items, roundbar used is 1018 Cold Rolled.
Material being supplied conforms to the latest ASME Code Section I, Part A, 2010 Edition, Addenda July 1, 2011.

o TR, ACCEPTABLE
0 ASM.E. SECT I

)/, EDITION _//__ADD.
C A g2




(.3 CERTIFICATE OF COMPLIANCE

MTR List
edmonton exchanger
& manufacturing Itd.
5545-89 Street Edmonton, Alberta Canada T6E 5W9  www.edmontonexchanger.com tel 780.468.6722 « QC fax 780.466.4668 « sales fax 780.466.5155
custemer CADO INDUSTRIES INC. PO2013-070-7921 Work Order C99866 Date 2013/09/10 coick 43584  Pagaiofy

Email to wilfred.cao@cadoindustries.com

Email to jreimer@edmontonexchanger.com

MTRID Pages ' Heat# Thickness ‘ Materlal Grades
17744 5 382648-21230-01 ' 1.25" {SA 516-TON
17752 5 . 382649-21390-02 : 1.25" | SA 51670 N
Heat# : Material Grades : MTRID
382648-21220-04  SA516-70 N 17744

382649-21390-02 -SA 516-70 N . 17752




QM-System: Certification as per ISO 9001

Edautorungen siefia Rilckseite/Explicallons voit au versolSes revarse for explanalions (www.dillinger.deicerificata)

o

DILLINGER HUTTE

mark

Tesl House Manager Inspectorsstamp  Date (04.03.13

A0l INSPECTION CERTIFICATE 3.1 AS PER EN 10204:2004 A ephach Nod 104 Marutaciurer's order! Sheet
INSPECTION CERTIFICATE 3.1.B AS PER EN 10204:1991+A1:1995 + AS PER IS0 10474:1991

MATERIAL TEST REPORT (MTR) 447954-01.03.13 381533-001 1/...
ADS5 Established Inspecting body ADE Purchaser EDMONTON STEEL, EDMON AD71 No. ED10613-J1010-ER 801 Produg!

DH N . HEAVY PLATES

Final tecsiver  EDMONTON STEEL,EDMON A072 M.

BO2/ Steet design. SA516-70 SAZ20-85
BO3 Any suppl. ASME-IIA:2010+ADDENDA-20L1A ‘— 5 EE— _‘_Ez:——‘

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

17734
B01-B99 Description of the product
B14 BoO8 B03 B10 B11 B12 Bo4 BOT.2 BOY.A AD9
ftem  Number Thickness Width Length Theoretical Product delivery Heat No. Roflled plate No./  Purchaser article number
Ne.  of pieces mass condition Test No.
INCH KG
0l 1 1,1250 x 121,00000 x 480,00000 8405 N 382648 -~21226-01
01 1 1,1250 x 121,00000 x 480, 00000 8405 N 382648 21226-02
01 1 1,1250 x 121,00000 x 480, 00000 8405 N 382648 21276-01
01 1 1,3250 x 121,00000 x 480, 00000 8405 N 382648 21276-02
% 4 33620
02 1 1,2500 x 97,00000 x 480, 00000 7487 N 382648 ~21222-01
02 1 1,2500 x 97,00000 x 480,00000 7487 N 382648 21222-02
* % 2 14974
03 1 1,2500 x  121,00000 x 480, 00000 9339 N 382648 21220-01
a3 i 1,2500 % 121,00000 x 480, 00000 9339 N 382648 21220-02
03 1 1,2500 x 121,00000 x 480, 00000 9339 N 382648 21230-01
03 1 1,2500 x 121,00000 x 480,00000 9339 N 382648 21230-02
03 1 1,2500 x  121,00000 x 480, 00000 9339 N 382649 —21448-01
03 1 1,2500 x 121,00000 x 486, 00000 9339 N 382649 21449-02
*x 6 S6034
ek 12 104628
B04 Product delivery condition
ITEM NO.: 01-03
N: HT: 1670 GR.F +36 -27 GR.F
SCAKING TIME TO ATTAIN THE TARGET TEMPERATURE OVER THE WHOLE SECTION: 1-1,75 MIN/MM (25-45 MIN/INCH)
COOLING IN STILL AIR
A4 20112021203 im heteby certify, that the above mentianed matarials have been delivered in accardance AG der U:::mmq Hiittenwerke A01
Wih the terms of rder X % >@m Postfach 1580, D-66748 Dillingen/Saar
UU “T_ Inspection department
Manufacturer's 8. BALDAUF

BP 1




ada, v
QM-System: Certification as per ISO 9001 mw DILLINGER HUTTE

Ensuterungen siehs Rickseite/Explications voir au verso/Ses reverse for explanalions (www.diflinger.de/certificate)

A1Q0  Advj f dispaich NoJ/ A8/ Manufacturer’s orderf Sheal

A%  INSPECTION CERTIFICATE 3.1 AS PER EN 10204:2004 Dato of dispath A03 Certicate Mo, e

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

MATERIAL TEST REPORT (MTR) 447954-01.03.13 381533-001 2/.
AQ5 Established inspectingbody | AQ6 Purchaser EDMONTON STEEL,EDMON A071 Mo ED10613-31010-ER 801 Product

DH . HEAVY PLATES
Final recoiver  EDMONTON STEEL, EDMON A07.2 Ne.

BOZ/ Steeldesign. GA516-70 SA20-S5
BO3  Any suppl. ASME-TIA:2010+ADDENDA-2011A

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

B06 Marking of the product
ITEM NQ.: 01-03
STEEL DESIGNATION SAS16 70 MTLTV SA516 60 MTLTV
HEAT NO. / TRADEMARKX / ROLLED PLATE NO.-TEST NO. / INSPECTOR'S STAMP
B07-899 Further information about the product
ITEM NO.: 01-03
THICKNESS REDUCTION RATIO >= 3,0 IS FULFILLED (CF. A/SA20 PAR. 5.3}

C10-C29 Tensile test

B14 B07.2 B07.9 Bos Co1 Coy CO3 €10 M c12 c13 C14-C15

Hem HeatNo. Rolplatef  Referenca (heat) traatment Cot Temp. A A

No. Tes! No. GR.F K51 % %

RFPOZ RM LO=2IN LO=8IN

01 382648 21226 K1 Q RT 50,2 74,5 31

0l 382648 21276 . Kl ¢Q RT 50,5 74,8 30

02 382648 21222 K1 Qv RT 50,6 75,7 32

03 382648 21220 K1 QV RT 49,3 74,8 36

03 382648 21230 K1 Qv RT 50,8 75,4 36

03 382649 21445 K1l QV RT 49,3 74,8 35

C30-C39 Hardness test

B14 BO7.2 BO7.1 BOS cos  co2/co1 Co3 c3i0 €35 Cn c3z2
Item. Haat No. Rot.plate/ Refarence {heat} traatment Temp. MWathod of test Individual valuss Maan
No. Test No. GRF value
01 382648 21226 K1l 0O RT HBW 10/3000 HB 142 143 144 143
01 382648 21276 K1 0] RT HBW 10/3000 HB 139 139 140 139
0z 382648 21222 K1l (o} RT HBW 10/3000 HB 139 139 138 139
03 382648 21220 Kl 0] RT HBW 10/3000 HB 137 137 138 137
03 382648 21230 Kl o RT HBW 10/3000 HB 143 143 142 143
AQ4 Z0V/Z02/Z03 We hareby cartify, that the sbove meationed materials have been delivered in accordance AG der Dillinger Hiittenwerke A

Inspection department

Wil he terms ofcrder. \%V Nﬂ“\ >@m Postfach 1580, D-66748 Dillingen/Saar
£xY

Manufacturer's B. BALDAUF
mark Test House Manager Inspactorsslamp  Dale 04 .03.13 PP i




QM-System: Certification as per ISO 9001

Erauterungen sighe:R0Ockseite/Explications voir au verse/See revarse forexplanations (www.dillinger.defcertificate} TR rr—— FrTTLTI— — p
: - ) ) . ica of; ir's;ordar ae 1
A%2  INSPECTION' CERTIFICATE 3.1 AS PER EN 10204:2004 Date of dispatch A3 Cortifcate No- “
INSPECTION CERTIFICATE 3.1.B AS PER EN 10204:1991+A1:11995 + AS PER ISO 10474:1991
MATERTAL. TEST REPORT (MTR} 447554-01.03.13 381533-001 3/...
A0S Established _:mnwn_mam uon.y. ‘ADB Purchaser m.“UZOZ.HOZ STEEL, MUIOZ A07.1 No. ED10613 |m_.“_. 010-ER ’ 801 Product
DH X .
Final racelver. EDMONTON STEEL, EDMON AQT.2 No. HEAVY PLATES
|BOR Stesldesign.  BAG516-70 SA20-55
1803 Any suppl. ASME-IIA:2010+ADDENDA-2011A
raquirements DIL-HUE-2:R33-2012-10-01
C30-C39 Hardness test
B14 B07.2 Bo07A1 BOS co1 cozicet co3 c30 €35 CH c32
flem.,  Heat No. Rol.plate/ Reference (heat) treatment Temp. Mothod of test Individuat.values Meaan
No. Test No. GR.F value
03 382649 21449 KiI o RT HBW 10/3000 HB 141 138 137 139
€40-C49 Impact test )
Bi4 B07.2 8071 BOS €01 coy co3 C41 c40 Ccd4 Cae C45 Ca2 C43
Itemn Heat Ne, Rol.plate/ Refarence (heat} treatmant C01  Temp. Widthof  Typeof Testing mathod Enargy Individual-vatues Mean
No. Test No. GRF  testplece testplace AV=FT.LBF value
01 382648 21226 Kl Lv =51 CHP-V AV 114 105 111 110
01 382648 21276 Ki v -51 CHP-V AV 131 107 149 116
62 382648 21222 K1 Lv -51 CHP-V AV B4 113 81 93
03 382648 21220 K1 LV -51 CHP-V AV 87 me 107 105
03 382648 21230 Kl LV -51 CHP-V AV 71 103 119 98
03 3826493 21449 Ki LV -51 CHP-V AV 133 83 89 102
€70-C99 Chemical composition % - Heat analysis
-B07.2 Lari]
‘Heat c st MN P s N cu MO NI CR v NB SN T
382648 Y 0,188 0,364 1,19 0,011 0,0017 0,0068 0,030 0,009 0,031 0,047 0,001 0,001 0,002 Q,002
382649 Y 0,179 0,384 1,19 0,012 00,0009 0,0064 0,029 0,011 0,037 0,042 0,001 0,001 0,001 0,003
Bo7:2 cro
- Heat .B CA AL-T
382648 Y ,0002 0,0026 0,033
382649 Y G,0002 0,0017 0,032
!
. . il
if A0, - Z01/Z02/203 Wer hareby cortify, that the-above mentioned materials have Been delivered in accordance ) AG:der Dillinger Hiittenwerke: Ao1]
T ith the- dar. o s ThoNI i
4 e torms of order w W‘\\ AR)g  Postfach 1580, D:66748 Dillingen/Saar
i T .
i D \ I T : Inspaction department
Manuifactuier's , B, BAEDAUF
_Mmark Test.House Manager Inspector'sstamp  Date 04,03 .13 pp 1




QM-System: Certification as per I1SO 8001

Edautersngen slehe Rickseite/Explications voir au verso/Ses reverse for explanallons (www.dillinger.delcedificate)

DILLINGER HUTTE

&

A10  Advice of dispalch No.J A08/ Manufacturer's order/ Shaet
A02 INSPECTION CERTIFICATE 3.1 AS PER EN 10204:2004 Dato of dispatch A03 Certificate No.
INSPECTION CERTIFICATE 3.1.B AS PER EN 10204:1991+A1:1995 + AS PER ISO 10474:1991
MATERIAL TEST REPORT (MTR) 447954-01.03.13 381533-001 4/..
ADS Established Inspecting body AQS Purchaser EDMONTON STEEL, EDMON AQ7.1 No, ED10613-J1010-ER BO1 Praduct
DH . HEAVY PLATES
Final racaiver EDMONTON STEEL, EDMON AD7.2 No.
B02/ Stesl design. S8A516-70 SA20-S5
803 Any suppl. ASME-IIA:2010+ADDENDA-2011A
requirements  DIL-HUE-2:R33-2012-10-01
C94 Heat analysis Carbon equivalent / Alloying restrictions
BO7.2
Heat
382648 FO-02= 0,40 FC-51= 0,002 FO-55= 0,12 FO-78= 0,06 FO-91= 6,3
382649 FG-02= 0,39 FO-51= 0,002 FO-55= 0,12 FO-78= 0,05 FO-91= 6,6
C95 Ladle treatment
| ITEM NO.: 01-03
HEAT OF THE INDICATED ITEM: VACUUM DEGASSED / SULPHIDE SHAPE CONTROL
€95 Further information about ladle treatment
ITEM NO.: 01-03
CALCIUM TREATED
C70-C99 Chemical composition % - Product analysis
BO7.2 B07.1 Co1
Hoat Test No. c s MN P s N cu Mo Ni CR v NB SN i
382648 21222 KL 0,177 0,35 1,17 0,010 0,000 0,0067 0,029 0,009 0,030 0,047 0,001 0,000 0,001 0,002
382648 21226 Kl 0,177 0,358 1,17 0,010 0,0020 0,0065 0,028 0,009 0,030 0,047 ©,001 0,000 0,001 0,002
382649 21449 KL 0,173 0,372 1,17 0,011 ©0,0007 o0,0060 0,027 0,009 0,036 0,040 0,001 0,000 0,000 0,002
B07.2 B07.1 co1
Heat Test No. B CA AL-T
382648 21222 Kl 0,0000 0,0023 0,031
382648 21226 Kl 0,0000 00,0024 0,030
382649 21449 Kl 0,0001 0,0016¢ 0,030
AO4

Z01/202/203 Wa hareby cartify, thal the above mentioned malerizls have bean deliverad in accordance
wilh the terms of order.

A

Manufacturer's
mark

K B

B. BALDAUF
Test House Manager

AG der Dillinger Hottenwerke A

Postfach 1580, D-66748 Dillingen/Saar

Inspection department

D

Inspeclor's slamp

Dale_04.03.13 PP 1




QM-System: Certification as per ISO 9001

Erldutarungen sieha Ricksaite/Explications voir au versa/Sae reverse for explanalions {www.dillinger.de/cartificata)

DILLINGER HUTTE

&

AD2  INSPECTION CERTIFICATE 3.1 AS DER EN 10204:2004
INSPECTION CERTIFICATE 3.1.B AS PER EN 10204:1991+A1:1995 + AS PER ISO 10474:1991
MATERIAL TEST REPORT (MTR)

A0 Advice of dispalch No.J
Date of dispalch

447954-01.03.13

ADB Manutaclurer's order!

Sheel
AQ3 Certificala No,

381533-001 5

AQS Established Inspecting body ADS Purchaser

DH EDMONTON STEEL,EDMON #0971 No.

EDMONTON STEEL,EDMON A07.2 Ne.

ED10613-31010-ER

Final receiver

BOT Producl
HEAVY PLATES

BOZ/ Steel design.

SAS16-70 SA20-85
B03 Any suppl. ASME-IIA:2010+ADDENDA-2011A
tequiements  DIL-HUE-2:R33-2012-10-01
€94 Product analysis Carbon equivalent / Alloying restrictions
Bo7.2 B07.1 cot
Heat Test No.
382648 21222 KL FO-02= 0,39 FO-51= ¢,001 FO-55= 0,12
382648 21228 K1 FO-02= 0,3% FO-51= 0,00i FO-55= 0,11
382649 21449 Kl FO-02= 0,38 FO-51= 0,001 FO-55= 0,11
C94 Carbon equivalent formula / Alloying restrictions
FO-02 = C+(MN/6) + (CR+MO+V) /5+ {NI+CU} /15
FO-51 = V +NB
FO-55 = CU+MO+NI+CR
FO-78 = CR+MO

FO-%1 = MN/C

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

ITEM NO.: 01-03

EXAMINATION OF MARKING, SURFACE, SHAPE AND DIMENSIONS: THE RESULTS MEET THE REQUIREMENTS.
SURFACE AS PER ASME-SA20

THICKNESS AS PER ASME-SA20

LENGTH AND WIDTH AS PER ASME-SR20

FLATNESS AS PER 1/2-ASME-SAZ0

AD4

201/Z2027203 We hereby certify, that the above mentioned materials have been defivered in accordance
with the terms of order.

TR

B. BALDAUF
Test House Managar

ADB

Inspectors stamg

AR

Manufaciurers
fmark

AG der Dillinger Hiittenwerke Adt
Postfach 1580, D-66748 Dillingen/Saar

inspection department

Date 04.03.13 PP 1




QCC-001 (01012121 RIS

G CERTIFICATE OF COMPLIANCE

edmonton exchanger

& manufacluring itd,

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

Customer CADO INDUSTRIES INC. P02013-070-7921 Work Ortor C99B66 D0 2013/09/13  cCoic# 43661  Pase el
" " i ! i rded | Form,
Itama ' Dascription ;qwl Haat¥ / -:::;:I %?‘u{r;: | R;;;-.uth.k ! Prac.
H99866-2  -HEAD(S} - Semi-Elliptiecal 2:1 - 1.25007 NOM v 41G1133-476540102 ﬂ . MTR ' 1.1400":1.2100" 1
£{1.1400"_MIN} X 30" CD - ' : e
' {Macarial Spec: SA 516-70 Normalized) i 4{G1129-476540000 ey MTR. 1.1400" 1,2110" 1

i Conforms co NACE MRO175 / ISQ 15156-2 2009 Annex A} :

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

Brineil Hardness Tesler

Supplementary'Requiraments

Normalized Material Identification Marking:
'MT indicates nommalized by the mill per ASME Code Section I, Part A, SA 20/ Paragraph 13.1.1. i

'GMT' indicates normaiized by Edmonlon Exchanger par ASME Code Secliogf Il, Part A, SA 20, Paragraph 13.1.2,
Il Division 1, UG-8BS or ASME Code Seclionfl, PG-77.4.

.29, PG-81 and ASME Cade Sefstion VIl Divisian 1, UCS-79(d),
fdrms to the latest ASME Code

'GT" indicates normalized by Edmonten Exchanger per ASME Code Sectio

The item(s} listed abrove comply with tha requiraments of ASME Cadg¢/ Section |, PG
UG-79 & UG-81. All waldars and procedures are qualifled to ASME CAde Section IX. Material baing supplied con

Saction 1, Part A, 2010 Edition, Addenda July 1, 2011,

/
Suppl9ﬁ19nlary Examination - tems

v v
e /P 7. 357"
/O /s.7ys v 1D 7 352"
/& )3 /D 340"
/2 ;398" 1917.331"

M.TR. ACCEPTABLE

TO A.S.M.E. SECT. I
/& EDITION //__ ADD.

@ r'% qro 75 201




(CH " CERTIFICATE OF COMPLIANCE

MTR List

edmonton exchanger
& manufacturing itd.
5545-89 Street Edmonton, Alberta Canada T6E 5W8  www.edmontonaxchanger.com tal 780 468.8722 » QC fax 780.466.4668 « sales fax 780.466.5155

Customer CADO INDUSTRIES INC. p02013-070-792L Work Order C99866 03 2013/09/13  corcw 43661  Fasetol!

Email to wilfred.cao@cadoindustries.com
Email to jreimer@edmontonexchanger.com

MTRID Pages ' Heat# ©  Thickness Materiai Grades
17934 [ " G1129-476540104 1.25" -SA516-T0N
: G1133-476540102 ] 1.25" _SA516.70 N
Heat# Matarial Grades MTRID
G1120-476540101 SAS16-TON 17934
G1133-476540102 ’ SA 516-T0N 17334




v = - HEEESiRREd x i F100-8071 RREHTAERAOA=TBEEIS
PER :  HANWA CO., LTD. NIPPON STEEL & SUMITOMO METAL CORPORATION HEAD OFFICE * 2-6-1, MARUROUCHT, CTYODA-KIL TOKYD ,_ccnma.:..ubmiz

ERLES _ Py mE K, TN FRADEHTSRLAER
SRENCENo. - 228021-685310100_ 17934 # % x5 N B & IMITSUWORKS © 1, KINITSE, KIMITSU=CITY. CRIRA-PREF. 299-1141 JAPAK
Y & = -
TRACT No. ©_ 3-B811-H1-5-F-A¥02 _Zm_numﬁwn_l_oz Omml—l——ﬂ—o>..—|m B EREEKN " .
& B CERTIFICATE No. * _P-23076 PAGE  _ 1
MMODITY  © _ HOT_ ROLLED SIEEL PLATES. R T®E B A |
B\ { AS PER EN 10204 CERYIFICATE ON MATERIAL DATEOFISSUE ' _2013-06-20__  __ _ _
SCIRICATION. © _ ASME SA-516_GRADE 70-E10-Al) ___ TESTS 3.1} 1001 ZeeDHEsLEs
g 8 5 ® ® & _ EDMONTON EXCHANGER GROUP OF C- & ® % ¥ 12 & S tstesCEWEe
CUMENT No. - CUSTOMER, = OMPANIES CUSTOMERSCONTROLNo.  °  E10824-§1010ER E3Q01A02Q0 EQOS
2 1 3 M B W ® M B HBW | _ . %F_pk 5 CHEMICAL COMPOSITION %
=r S ax| u & |ERES) g ogs - . ..Ezm_rmu._mn., - ..lmmm IMPACT TEST) ClsiTvn P sl ni | o [amofre|vimsfe{lss
-..n>.mH.Zn.= maLﬁu.gﬁl— Sl " # Mﬂm 2¥ - 50F At xt0) e [xi000] xios0i=of x1w0 | xioe | x0 |=.x=\h_.i.!i nmm
DIMENSION wil mass | mmEs| CUATENe SE v ve-l s (MU lSE FI. LA S T S
. imeh. s Ty &3 oy L =1 ekt [ ot %" TeEs |TeY cals 11 ?..T»_,nm...
o ,33. sineh, .nnn.. kg ﬂm.m.-.Zo.l..lu. L meld kSO % .«...w-mh. = AVG | EACT hemon, coutt|— mtoss—t cvat | cion frema) mscom | s | xioe croe]som [xtoq ox
, . , 01 : Gl124FTESTED-PL s lesa | avd Jus| 37 ras 8 31 i g o3| ozgao
250° X521 %4807 _ 9| dg338 22757 476540000)ncy. sz | 75 32| ij|TYAes6.|295 1 148 24 A a4 180 d o L.
: i1 i]262
T - : ” = P HTTT i ke van 8 3 T 7 oy o
_———— . - - : - 1 R W i : 24 4 L 1. o 0 1L
. T o[ [ T [ GiraavesTen-fL| (|~ “iae | ave el 3874y o 31| i 4 o3 gzgeo
250" X121° X480° | . 8338 22768 476540n104TCH 51 L 7S5 PR ¢ Tuelzze eel 147 L 422 4 4 1 w7 o 1 N
: I laa4
ST Tor ) ; T S hissgmvas e [T 2 ona o [40
. —— o U D A iy X T 17 .Hﬁua
N . v T G 3YTesTeD-pL || U Terii | avel i T3g a8 3 af T 3 o3 0|2 84 of
250" X121° X480° b g33g 22770 476540102700 54 16 132 ) iiltufeszilesyi)aanl 122 2 4 a7 o o gt
4 H H 11249
T ] -t T ’ iy A lereaal Tas o 3 AT ) T o3 40
_. S D I N ] il i | 24 d |1 ad .0 o
R NOTES |{ %1 | Location O

= L~ g, T 00 Top, B :FE Bomm, b IESET5H Langiudingl, € © LA Transveres, 7 : MERAJIN Through Thickness, R 45 Jith) 45Dap. 1o the Longhudine! Axis
MH_ G BV Gege Langth, A: S0mm TMIINIY Rectanguler. B : somm st Round, C: 70mm §t#IRGIF Rectanguler, D: 70mm JUIRN Acund, E: Bimm StHIIY Reclangular, IF: s0mm ABHEY Round, G: 200mm, 12 2% 1: 8% J:565/80. K2 4./So
3] RA : KD Boduction ot Arse. ¥ R :BHELL Yied Fallo, K4 | Az Accepiaste, [ %5 [ . eeppEruLL SIZE, 2 :2.5mm, 1 : 3.3mm, 4 : 3.33mm, 5 : 5.0mm, ¢ : 6.67mm, 7 : 7.5mm, R :6.7mm, 3 : BRI PlaleThickness, E P 1 E34HTIT Product Analysls,

uz”ﬁa QA O Tl T CR:C d Rolad, N 1 C: NIC Procsss/TMC Procesa, € L C: CLC Procesa/TMC Process, A 1t : A¢ Rollad, TM R TMR Procesa/TMC Procass, N R : Nosmalizing Folled R Temparsioms
"G BN Shoor Feacture, € F IR Cryseaialy Fracturs, L I SIS Latersl Expansion, AGS:T—2771 b8 Austonits OrainSize, FG:2:x 3¢ TR Fero Orain e, SR : Siess Asflaved/Pos) Wald Hast Trepimant THEER IS

IREYSEAETORBELGHRICR > TUREEI N, ZOERRALARLTNSILERALETY.

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




x % ‘ FHESESHRNE=LT = o TI00-8071 FESTREKAON=TE6EIS

PPER ' RANWA CO., LTD. _ i NIPPON STEEL & SUMITOME METAL CORPORATION HEAD OFFIGE ~ 2-6-1, MARUNDUCHY. CRIYODA-KU, TOKYO 100-2071. JAPAN
I ERERT - _ P e wiEH . THHI FRERASENFHEHS L S0
EAENCENo. ©  228031-685310100 M & E S Bl & KIMITSU WORKS 1. KIMITSU, KINITSU-CITY. CHIBA-PREF. 299-1141 JAPAN
H B 8 :
NTRACT No. ©  3-811-H1-5-6-AT02 INSPECTION CERTIFICATE SRR 5 .
B 5. CERTIFICATE No. © P-23076 PAGE’ ?
MMODITY _ ° HOT ROLLED STEEL PLATES . 2= 5 % A8
i { AS PER EN 10204 CERTIFICATE ON MATERIAL DATEOF ISSUE ' 2013-06-20 .
ECIFICATION ©  ASME SA-516_GRADE 70-g10-At1_ . TESTS 3.1 1 1001 2esDiitress
3 8 8 ® = 5 _ EDMONTON EXCHANGER GROUP OF ¢- @ ¥ & ® 2 & S . t23+2CEW*:
JCUMENT No. CUSTOMER ~ QMPANIES CUSTOMER'S CONTROL No. E10924-J1010ER E3001A0200 €05
= 31 i KB W [HBW & % fE_% CHEMICAL COMPOSITION %
+ % an|  m | BWER) wooowos| B _mwsweesy o fdlg8) MeaCTTEST) cfsi| MajP s |af M | & molviallEs
CAST No. m.n.._st.gil c._E.st.A 5 12v - 50F wiod wigo | 100 |xpogo] xionafxice xiop | 100 | x100 jrrreetrctnal scomp e nmw
DIMENSION ] mass | mEEs PLATE No. wmc vs vl vs . | wmm.m. FT,LB. = A4 1 b o tbagercns =55
' inch.oF TITY ! =8 1p 2% Bl g 1579w fwam N [TE3 |TEN cA B T el
o mm,"sinch, .nnm o ) 1 xalmm.m._.z.u. . e _KS 4 .mn.. wy |5 = u|><m EACH s 0t vob [ wesbeat vite | weon friee] xioom | wueres { e | feeoolum 2 r
. . . iy : G1133TESTED-PL i) 257 16 38 143 49 3§11 1 2| “oji 3| ofzs40
. 2580°X121° X480 N ¢338 22774 _476540063Tcy| S §.7S5__{32) [|\TMAZSE {256 140 oz _?2 4 I I A
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WE HWEREBY CERTIFY THAT THE MATERIAL DESCRIBED HEREIN HAS BEEN
MADE IN ACCORDANCE WITH THE RULES OF THE CONTRACT.
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WE HEREBY CERTIFY THAT THE MATERIAL DESCRIBED HEREIN HAS BEEN
MADE 1IN ACCORDANCE WITH THE RULES OF THE CONTRACT.
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WE HERESBY CERTIFY THAT THE MATERIAL DESCRIBED HEREIN HAS BEEN
MADE IN ACCORDANCE WITH THE RULES OF THE CONTRACT. y
C a h\.l--. - slu’-r
’ \gﬁnmr\ B datty
EREEH EHEEEZER -
HEADOFDEPARTMENT X,
QUALITY ASSURANCE DEFT. .
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WE HEREBY CERTIFY THAT THE MATERIAL DESCRIBED HEREIN HAS BEEN
MADE IN ACCORDANCE WITH THE RULES OF THE CONTRACT. ﬁ
ERUBRYF O SERE=RER
HEAD OF DEPARTMENT
QUALITY ASSURANCE DEPT.
KIMITSUWORKS
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WE HEREBY CERTIFY THAT THE MATERIAL DESCRIBED HEREIN HAS BEEN
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EaNagn SRREE
HEADOF DEPARTMENT
QUALITY ASSURANCE DEPT.
KIMITSUWORKS
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FAX:86-22-24801251 {EN10204 3.1}
Contract No.  [20125SG-Ci-12-330 [Product PIPE 0.0.2W.T. 47X5{114.3x17.12mm) {Packin, | LoosE
Order Trang Am Piping Products Ltd.,, DIMENSION Total pieces |44
1 |P.O.No. €1-12-330 STANDARD  JASME B36.10 Manu Mathod HOT ROLLING SEAMLESS Total metres
Matarial  |ASTM A 106-8-08, ASME SA 106-B-08, AP 5L X42 PSL1 .07, GSA 2245.107 Gr.290 Catl,
Standard  |NAGE MRO175-09150 15156 Length range SRL Total weight | 11.585MT
HeatNo. | Lot cun Demve | Sample o T e g = Shink Torm. sha h share ha
No. condition b . om, ong. : - e | share
Pleces Moters [Bundlez! Tons 4 b T.8. Typs Y.5. = % Fud o Size | AK1 % AK2 2 AK3 “ AVE “
127030 | 130 48 11.985 | Hotrolling§ 130-8-2187 A 583 426 37
2
Total 44 11.985 Note: Asatrip,L bou2S 4,Lo=50
Lot Hard Hard Brinnel{HB)(inside) Hardnoss Brinnel(HB}Y{middie) Hardness Brinnei(HB)(outside) Fla. Fla.
H . 3 y
eI NO. | o, | SampleNa. | el 3 2 3 7] AVE | 9 2 3 4 AE | 1 2 3 | & ] avE NDE tast{1) 1e21(2)
127036 | 130 | 130-6-2987 166 |. 167 185 165 166 |.164 165 966 188 185 184 165 ! 166 } 166 | 165 EMLLA G [
Heat No. Chemical compoaition%(L:Ladie snalysis P:Product analysiz) Hydro.Test
Steel specl. [ 51 Mn P 5 N Cr Mo Cu v B T Nb CE CE(CSA) {Psifs)
127030 L ] 0.16 0.38 1.26 0.020 0.041 0.01 003 [oo02 | o0t | 0.01 0 0 0.001 0.38 0.38 275815
20 P | 0.46 0.39 1.27 0.020 0.041 0.02 0.03 (001 | 001 | 001 [ 0 0.001 0.38 0.38
P | D16 0.39 127 0.020 0.011 0.02 0.03 [co1 ] 0.0t 0.01 [] 0 0.001 0.38 0.8
L
P
P
L
P
P
. Hydro.Test Pipe and NDE Plpe end We hereby state that all pipes are manufactursd
]
NDE(100%) Visua and bevalling Residuat mag 58CC HIC and inspected according to above
dimension Test
jordar. @
G G G G @'
Note: | CE(CSACHFx{Mn/E+SIZ4+CuMS+NUZ0HC Ne. Date ="t
(CSA}=CeFx{Mn/ 5+ +{CreMo+VeNDY5+5B} CEaCH+MniB+{CreMo+VYS+(CusNipiS Psge |0 5013, e m—— Y
Remark:desti.=destination;tem.~temperature;stael specl.=stes! specification;desti.=destination; Manu.=Manufacture;G=Good
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HENGYANG VALIN STEEL
TUBE CO.,LTD

|

|

ﬂ o1

| & o_vﬂ
|

_

_ MILL TEST REPORT

Adds 10 Dalixincun, Hengyang City, Punen P_R. Chinx
v.P"hnuoo_

Tel mnd Fax: 486 734 BR73739
{ACCORDING TO ENHI204 3.1) E-wail: hsiecthysteeltubs. con
CUSTOMER, ICE FRANKLIN |CERTIFICATE NO. C201203142-1
JCONTRACT vO, 21100023061 [P.oNO. jPORESsE2-0R2100BLOT A) _LIC NO-: ZFAHDS-00037 DATE: 212-1-02]  PacE: 13
PRODUCT SEAMT ESS CARBON STEEL PIPE FOR GIL AND GAS USE, | DELIVERY CONDITION
SPECTFICATION SEE SPECTFICATION NOTE! | HeEaT wREATMENT |
GRADE B.X42,GRADE 290 | DvENSIONS ()] 3= pmﬁ. 20FT
TOTAL BUNDAES: [ rotar Pmces: 26 | TOTAL LEWGTH: FT | TOTAL WEIGHT: 4390 MT
[ LENGTH | WEIGHT TENSILE TEST ASIM A370
NC. | LOT Ro, HEAT No. | BUNDLES | PIECES T ut SAMPLE TYPE/ ORENTATION / SZE(mm/GAUGE LENG TRmmI S\ 550
(3 . TS(Psi) yses) | Rwos EL(%) RA (%) TTS _
FLATTENING
TEST
00145 6060 26] 520340 90 §8295 54230 3RS 0.79 ACCEPTABLE
_ -
]
1
IMPACT TEST HARDNESS T&ST
NOTCH TYPEORIENTATION/TEMPERATURE/SIZE (carc) NON METALIC NACE MRO17SMS0 15156-
] GRAIN
0. _ INCLUSION SIE AREGION 3y MR-0103
AX1 (] () | % SHEAR AREA E AX2 (1) (7} | % SHEAR AREA TE HRC <22
I
nes
ot
Wi-THEORETICAL WEIGHT SANPLE ORIENTATION : LLONGITUDINAL T~TRANSVERSE N-NORMALIZING HE-HOT EXPANDED
W2--ACTUAL WEIGHT ?Lﬂﬁhgm% C-CLUBBED F-FULL-SECTION A—ANNEALING HR-HOT ROLLED
[NR~NORMALIZING ROLLED Q&T-QUENCHING AND TEMPERING Av.—AVERAGE NET-NORMALIZING AND TEMPERING
|AK1-ABSORB ENERGY FOR THE FIRST SET AR2-ABSORE ENERGY FOR THE SECOND SET LE-STDE EXPANSION
M.T.R. ACCEPTABLE i

10 A.S.M.E. SECT. I
/(1 _EniTioN, /7 ADD.

T AL Nov -7 20m

N Sy

e el s s et e S e e e e
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Add: 10 Dalirincun, Hangyang Ciuy, Homan, P.R.Chin
EENGYANG VALIN STEEL MILL TEST REPORT P.C. 1421001
TUBE CO.,LTD Tel and Fax: +B5 734 8873739
! (ACCORDING TO EN10204 3.1) E-mnil: hsiec#hysiceltube. coa
CUSTMER CE FRANKLIN ! _ CERTIFICATE NO. C201201142-1
CONTRACT N0 2110002306-1 [FONO_{PO289s 52 ORII0BEOT A) LG NO- ZFAFDS.00037 DATE: 2012112 I PAGE 253
PRODUCT ISEAMLESS CARBON STEEL PIPE FORJQI AND GAS USE. DELIVERY CONDITION | N
SPECIFICATION SEE SPECTFICATION NOTE | HEAT TREATMENT
GRADE B.X42,GRADE 290 DIMENSIONS(mm} | 3+ 6500 = 2067
- |TOTAL BUNDLES: 4 [TOTAL | PIECES: 26 ﬁ._.o._.k. LENGTH:_ 520340 FT ] TOTAL WEIGHT : 4350 Wr
NO HEAT No. T | CHEMICAL COMPOSITION (3%)
) LOT No. Tee] € Jsi [Ma[ & [me]w [Calm m_a_mﬂﬁ_?_Lvauﬁ_w_z_Em 1 %15} calean foa Isoinfsuefsne] 01 [ 2 | %
105 10600 100 1600
3 _ !
|
1116060 H 11] 241105] 5§ 1 7 2 n M 27 27| 28 2 30 153} 318} 58 9.5
I BIZ100146 P 11| 241104 5 i} L6 21 12] 151 27 22| 23 1 30 143] 1781448 9.5]
B1Z100145 P 10| 241103 5 i1 6 2] 12 15{ 27 22| 23 i 29 143| 17.8} 44 8 103
il
P
P
H
e
{d
T
P
P
tH
P ]
i ]
NON-DESTRUCTIVE TEST . BEVELLING
POSITION PIPEBODY | PIPEEND
NDT Type(Level) ET MP1 ACCEPTABLE
! VISUAL & DIMENSION
LAMINAR NiA ] ACCEFTABLE
TEST RESULT ACCEFTABLE ACCEPTABLE COATING
|RESIOUAL MAGNETSM | ACCEFTABLE
UT THECEKISESS MEASUREMENT {50%) ' MIA
HYDROSTATIC TEST Min(sifsy | _2570/5 ACCEPTABLE ACCEFTABLE
[ NOTES: H-HEAT ANALYSTS P-PRODUCT ANALYSIS CE-EQUIVALENT CARBON R—RATIO Ri=Ca S R2=A1/N R3=Mn T
CEIWA-CoMEHTHMo VIS5 ! CEPEM=CoSUA0HMe ool el 20N Mol 1SV 105D
SUMI=CrCoMotNHV _ SUMZ=NL+Y STRMI=Nb+VTi
LA-ACCEPT LEVEL LA NOTCH DEPTH IS 12.8% THE SPECTFIED WALL THICKNESS.

12-ACCEPT LEVEL L2 NOTCH DEFTH IS ?Hﬂﬁg WALL THICKNESS,

|
|
b

% MEEL

e

£

e A e b S o,
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HENGYANG VALIN STEEL

MILL TEST REPORT

Add: 10 Dalixinesn, Hengyang

City. Huran P. R China  P.C. 1421001
TUBE CO.,LTD Tel znd Fax: +B5 T34 8873739
i (ACOORDING TO EN10204 3.1 E-mzil: hsiechhystesltabe con

CUSTOMER CE FRANKLIN ! | cERTIFICATE MO, C201201142-1
CONTRACT NO, 2110002306-1 [roN0. TrO3tos832.0R 51005 (LOTA) L/ NO.: 2FAHDS-00037 DATE: 2002312} page: 3/3
FRODUCT SEAMLESS CARBON STEEL PIPE. FOR. OIL AND GAS USE. { DELIVERY ConbITION N
SPECIFICATION SEE SPECIFICATION|NOTE ] YeAT TREATYENT |
GRADE . BX€2GRADE 250 | DIMENSIONS(zm) | 5+ 0,800~ 2007
TOTAL BUNDLES: 4 IToTAL PEECES: 26 | _TOTAL LENGTH: 520330 ET_ | TOTAL WEiGHT: 4% MT
HIC TEST SEE THE ORIGRAL | |[renoamac:
SSC TEST NSPECTION REPORTS | |

_
1
I
|
|

ASTM ASIB/A106B-2010; ASME FASIBISAI06B-2010, AP SLB/X42, PSL-2-2008, .

CE MR-0175-2009/1S0 15156-2-200S(REGION 3YMR.0103/5S (CSA Z245 1
NOTE GRADE 290 CATEGORY [-2009 ) _

If you need to assure the autheaticity of this certifi

cate ,pleass do not hesitate to contect Hengyang Valin Steel Tobe
C0.. LTD, E-mail; bsiecOhysteeltube, com

CUSTOMER. THIRD PARTY

_
_
|
|
|

= " =
S(Emmd)s

- I e
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by Contract No.: Cl-11.639 )
w PO.NO.: C-11-638 HENGYANG VALIN STEEL TUBE CO.LTD Add: 10 Daladneun, Hengyang City, Huran, China
~ @ Name of Customer: TRANS AM PIPING PRODUCTS UTD., Tel and Fax: +85 734 BB73739 8872942
MR LIC NO.: MILL INSPECTION CERTIFICATE Cable: 6933
%G Description: FIPE Data: FEB 16,2012 PC. 421001
Page: 11
€«
Ie SPEC:ASTM A106-B-2008 ASME SA106-B-2008 ,API 5L X42 PSL1 -2007,CSA Z245.1-2007 Gr.230 Gat |LNACE MR0175-2003130 16156 CERTIFICATE NO:12-1-02-108
> BATCH HEAT STEEL UANTITY ACTUAL WEIGHT,
. NO. NO. NO. GRADE SIZE WCZD_-.mm PIECES FEETS Q MT) GHT(MT)
~ 1 12-A827 11604479 B z XS AIOGGRBP.E. _ SRL
NO DELIVERY NONDESTRUCTIVE TEST CHEMICAL COMPOSITION % (L:Ladie analysis P:Product analysis)
@ " {CONDITION{=850T} ET c s wm e s ce I cr Mo v T B Ne lce )
™ 1 NORMALIZED OK ]l 014 | 045 | 1.33 [ 0022 | o006 j 001 | 002 | 002 | 001 | 0.0 0 0 0.004 0.37 0.35
. 7l 0.15 J 0.45 | 1.32 | 0.021 { oo00o7 | 001 | 001 } 002 ¢ 0O | ©:01 ) o | o001 0.38 0.37
- el 015 | 045 | 332 [ 0.021 Jooor | 001 | 001 ] 002 | 001 | 9.0 0 o | 0.001 0.38 0.37
o
-]
> T.8. Y.8. EL Ak () HARDNESS L
° NO. (MPA) (MPA) ) IMPACT BRINNEL z.w_mw_.Omnu_.www FLATTEN TEST BEND  TEST
- Strip,.L bo=19mm,Lo=50mm size| AX | Grifte {HB)
1 580 409 37 163 17.0 OK oK
o
- O
_ awm
(7] o
o
E T
E © REMARKS: 1.We heraby cactify that this cartificate of quaiity is lsaued and signed by the manufacture.
H”ME 2. We hereby certity that the properties. described herein moet tha requirement of the abave spec.
—— o 3. Wa hareby certify that this cartificate is issuad accordance with EN 10204 3.1B QUALITY
T - 4. SPEGIMEN SIZE: (Pipo and, Longitudinal, Gauge Langth=2")
pibaands A.For pipes=< 1" Nulllangth speciman were used:
MR- B For pipes>>1~ longitudina strip specimen wera used; tho wicth of the gauge length portion I8 4"
KQrex S NORMALIZED-900°C =
— — .1.. 1
" no &.DIMENSION STANDARD:ASME B36.10 M.TR. ACCEPTABLE
or—a 7 MANUFAGTURE METHOD:COLD DRAWN _
n...mPM 8.CE=CHMNE+(CrorVS+{CusNN15 CE(CSAI=CoFXMVB+Si24+Cu1 S+ NI20+{CreMosVeNb)S+ 5B} ._.O > . m . _<_ . m . m mﬂ B _ i
MmEE~ .
A1 -4 —IN O - \ \/ O m
= = I
.2 i /G EDITION //_ AD J
- — . I
L 0 / I
p-puge OCT - £ 2013 |
aTH&
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Conftract No.: Cl-11-638
PO.NOD.: Cl-11-639

Name of Guetomer: TRANS AM PIPING PRODUCTS LTD.,

M.T.R. ACCEPTABLE
TO A.S.M.E. SECT. Ii
/O EDITION // ADD.

c~ 0cT - 4 201

HENGYANG VALIN STEEL TUBE CO..LTD Add: 10 Daliincun, Hengyang City, Hunan, China

Tel and Fax: +86 734 BE73739 8372942

LG NO.: MILL INSPECTION CERTIFICATE Cable: 6953
Descripiorc FIPE Date: FEB 15,2012 P.C. 421001
Page: 11
SPEC:ASTM A106-B-2008 ,ASME SA106-B-2008 ,API 51, X42 PSL1 -2007,GSA Z245.1-2007 Gr.280 Gat |, NACE MRO175-2003130 15156 CERTIFICATE NO:12-1-02-108
BATCH HEAT STEEL
NO. NO, HO. GRADE SIZE BUNDLES PIECES FEETS QUANTITY (MT} ACTUAL WEIGHT(MT)}
1 12-A527T 11604479 B e KRS A106 GR B P.E. SHL
No, |__DELIVERY NONDESTRUCTIVE TEST CHEMICAL COMPOSITION % (t:Ladle analysis P:Product analysis)
CONDITION({=650C) ET c Si M P S Cu Ni [ Mo v T 8 NB CE CECSA)
1 NORMALIZED OK L} 014 | 045 | 233 J 0022 | o006 | 001 | 002 | 002 { €01 | D.O1 0 0 0.001 0.37 0.35
Pl 0.15 {045 } 132 | 0.021 | 0007 | 0.0 o1 | 00z | 001 | oot ) 0 0.601 0.38 0.37
Pf 0.15 | 0.45 | 132 [ 0021 { ooo7 { 0ot | oot | 002 | OO1 | 001 g 0 0.001 0.38 0.37
y TS. Y.5. EL Ak (J) HARDNESS )
NO. {MPA) (MPA} (%) IMPACT BRINNEL I._wmomﬂomhhwﬁn FLATTEN TEST BEND TEST
Strip,Lbo=19mm Lo=50mm sizE| aK | OrifTe {HB}
1 560 409 37 163 17.0 oK oK

REMARKS: 1.We heraby cartity that this certificate of quality is issued and signed by the manufacture.
2. We hereby cerlify that the properties described herein meet the requirement of the abave spec.
3. We hareby cerily that this cartificate is issued accordance with EN 10204 2.18
4. SPECIMEN SIZE: (Pipe and, Longitudinal, Gauge Length=2")
AFor pipes=:1- full langth specimen ware used;

B.For pipes> 1~ longitudinal atrip speciman were used; the width of the gauge tongth portion Is 3/4”
5.NORMALIZED#00"C

6.DIMENSION STANDARDIASME B36.10
7MANUFACTURE METHOD:GOLD DRAWN
8.CE=C+MNVE+{CrMa+*VS+Cu+Nilt5 CE(CSAJ=CoFx{Ma+SU24+Cui S+NVZO+{CreMo+VeNbS+5B)




) o) SO - K ST
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

SO 9001:2008 CERTIFIED MATERIAL TEST REPORT

Certificate No. 13170743 ] EN 10204 3.1 [Dale of Report 7/11 /2013 J

i e CO Y

'Cuslomer
ALLIED EDMONTON - CAD$
172 TURBO ORIVE ‘

SHERWOOD PARK AB  T8H 2J6 Trl-Lad Order No. Line No. l
581920 1 |
Specification Heat Treatment
SA105N SECT |1 2010 EDITION 2011A ADDENDA NORMAL 1 SED
tem Deseription goo WN XXS RF A105N (sonrsz ) |Tomperaure
Init 1634 F__ 890C .
Shop Order/Trace No. Time N=1.30HRS Lot Definfion

Lot No.
Heat Code  TL10004515

Yﬁ YCu YN Tr Mo h

,014 .24 .05 .05 .15 .02 .004

q 9 A B _
> I >

ce. Melt Prac:|ce""""""‘ s
L 42 | |
G Chemical Composition
Heat ¢ Py 3
Product
vy
N b )

' ﬁfﬁ N

Heat

Product I I
Heat
Product { | I 1
AN vy L —

Mechanical Properties
Yield Tensile Elongation | Redugction Hardness | Impact Test Impact Values Shear Fraclure
Ksi 53 [Ksi 81 ofArea | gy 159 | Temperature
Mpa 365 Mpa 559 33% HBW 159

P e
.029 1
%

A

)

- 56 %
Tensile Specimen STD RD
Lateral Expansion Impact Type Impact Orientation Starting Materlal Impact Specimen
WM. T.R. ACCEPTABLE Notes

70 A.S.M.E. SECT. M

. EDWﬁN /[ DD,
o

ocT 24 208 NACE MRO103 LATEST ED.
NACE MRO175/15015156-09

Material s in accordance with the applicable Standard to which itis ordered including:

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

NO WELD REPAIR u.’k\.g;
Material conforms to both ASTM (A) and ASME {SA) applicable specifications.

We heraby certify that all information presented on this CMTR conforms to the above .

specification. Les Mansfleld, CET

We heraby certify the rasults to be a true copy of the records of the company. Quality Assurance Manager




KNI T~ O 7
TRILAD Fianges and Fittings, Inc.

30 WOODSLEE AVE,
PARIS, ON, CANADA N3L 3V1
PHONE) 519-442-6520

(FAX) 519-442.7658

ISO 90012008 CERTIFIED MATERIAL TEST REPORT

(Certificate No.

\ ificate No 13174335 ] EN 10204 3.1 [DateofRepon 9/13/2013

"Customer Customer Order No. Quantity
ALLIED EDMONTON - CADS$ 414181 ] ( 1

172 TURBO DRIVE

SHERWOOD PARK AB T8H 2J6 gig"t:?% c;rger No. Llne1No.
Specification Heat Treaiment
SAT05M SECT 11 2010 EDITION 2011A ADDENDA NORMAL t SED
ltem Des‘.criptimn3 600 WN XXS RF A105N 1802427 ) Temperature
Init 1634 F 899 C _
Shop Order/Trace No. Time N=1.20HRS Lot Defiiion

Lot No.

Heat Code TL10004630

(CE. )
.45
b ’ Chemical Composition

H c Mn P S Si Cu Wﬁ Cr Mo
eat .23 1.02 .027 .014 .29 .12 .11 .15 .02 .00
Product
— \
Heat
Product
Heat a8
Product

Mechanical Properties

[MEW Practice \ T

—=

A
5

—
-

——
>——ﬁ>——<f

Yield Tensile Elongation | Reduction | Hardness impact Test impact Values Shear Fracture
Ksi 53 [Ksi 78 ofAfea | g 149 | TemPerale
Mpa 367 Mpa 538 29% 58 % ! HBW 149
8 i
Tensile Specimen STD RD !
Lateral Expansion Impact Type ilmpact Orientation Slarting Material Impact Specimen
M.T.R. ACCEPTABLE Notes ]

T0 A.S.M.E. SECT. I
) EDITION, /. ADD.

e ;/‘\KL ocT 24 208 NACE MRO103 LATEST ED.
~- NACE MRO175/15015156-09

Malerlal /s in accordance with the applicable Standard to which it is ordared Inciuding:

ASME Sect ll, ASME B16.5, B16.9, 816.36, B16.47, CSA, MSS, AWWA C-207.

NO WELD REPAIR utg
Material conforms to both ASTM (A) and ASME (SA) applicable speclfications.

We hereby certify that all information presented on this CMTR conforms to the above N

specification. Les Mansiteld, CET

We hereby certify the results to be a trua copy of the records of the company. Qualily Assurance Manager



a" CL 600 W/HN FLANQE RF XXH
BOHE A105N

CERTIFICATC DI COLLAUDO SECONDQ EN 10204 - 3.1 INSPECTION CERTIFICATE

seE €
23851 CESANA BRIANZA (LG - Italy COMPANYWITH . _ .. Cerfit.N. 2032  DetDated 00.042013 Fattura/imvolcaN. 1383 . DeDstad 03.042093 |
[~ gm-—->—lﬂ>m Vag ean.28 * QUALITY SYSTEM - DDTiDelNots N. 1800  DeiDated 08.04.2013 NsOrd. ! Our ret N, Dei/Datad
PRODOTTHINDUSTRIALIS.PA. Do 20 e CERTIREDBYDNV ~ | TRANS A PIPING PRODUCTS LTD Dest: TRANS AM “PROJECT Warehotse
STAMPAGGIO A CALDD DN ACCLA COMUN] - LEGATI E TNOSSIDARIL Og.agg = 180 900% =
9235 ENDEAVOR DRIVE SE. 1711 - 66 Avenue .
SALA PROVE £ ANALIS! MATERIALS / MATERIAL TEST DEPARTMENT T35081 CALGARY, ALBERTA cA [T6P1Y8  Edmesion, ALBERTA -GA
Pag.1 - 13
COD.COL GOLATA  POS. VS.ORDINE ) OTA" DESCREIZIONE DIMIN ACC. A VISIVO E DIMENS,
HEAT CODE HEAT TEM YOUR REFERENCE QTY DESCRIPTION : DIM. ACCORDANCE TO ViS. & DIMENS,
llE.lﬂua Cl-12-204 175,00 WIN 300 RF 4" STD ATOSN ASME/ANS| B16.5 -2009 SATISFACTORY
MATERIALE / MATERIAL C% S% M%  S% P% Cr% N% Mok T% Cu% V% NB% N% A CE%
ASTM A105 (LADLE) 0,205 0,230 0950 0,013 0,014 0,170 0080 0010 0,000 0,940 0,002 0002 0000 0010 04N
PROVEITAf TEET SFECINEN  FORWMA ROTTURA ALLAHOAMENTC: CONTRADIONG DUREIIA FEXILEENTA F DAPACT TERT - JOLEon? ﬁg
%ﬂﬂ“ qu_.l"_“t =0 =iy ﬁ!ﬁl d—g ﬂ‘bl.l ﬁ! TG § TYPE 10xitren b 1 2 3 MwanE sl 0% OLM FEF.
126,60 &0,80 1 3470 V26,0 310 59,0 159,0 - 163,0 Kv 20 B8 82 BB 0.9
MATERIALE IN ACCORDO A/ MATERIAL IN ACC. TO TRATTAMENTO TERMICO / HEAT TREATMENT FORNO / FURNAGE ORIGINE / ORIGIN OF STEEL
ASTM/ASME A 105/SA 105 M - 11a ASME CODE SECT. I\, PART A, ED. 2610 NORMALIZED AT 520 - COOLED IN STiLL AIR ELEGCTRIC FURNACE EUROPEAN UNION
ADD. 20112 '

CSA 2245.12 GRADE 248 CAT.| SOUR SERVICE .

COD.COL COLATA POS.  VS.ORDINE QTA DESCRIZIONE DIMLIN ACC. A

VISIVO E DIMENS.
HEATCODE HEAT . TEM YOUR REFERENCE QTY DESCRIPFTION DM, ACCORDANCE TO VIS, & DIMENS.
© 12/38050° 072 Cl-12-284 212,60 'WIN 830 RF 3" XX8 ATOSN  Sm— ASME/ANSS B16.5 -2008 SATISFACTORY
MATERIALE  MATERIAL C% Si% Mn% 5% P% cr NI% Mok Ti% Cu% Vi Nb% N% A% CE%
_ ASTM A106 (LADLE) . 095 0240 0,950 0,080 0009 00950 0050 0010 0016 0130 8001 0,002 0,000 0,027 0,388
PROVETTAITESTSPECINEN  FORMA SHERVANENTD ROTIURA ALLUNGAMENTO  CONTRADONE DUREZZA REAILIENZA f MPACT TERT - JOULISomE SNERVAMENTO
SEZ w2  LUNG.mm  BHAPE YIELD PONT TEREE STAERONT  ELONGATION  REDUCTIONOF ARSA HARDNERS YIELD POINT fysnd
SECT.euwd  LENGHTmn 1=Q 2201 Himt 4,25 W2 > [ [ [~ THOITYPE o °C 1 2 a AL >, 0% [y =c
126,60 50,80 1 3410 513,0 30,0 59,0 156,90 - 159,0 Kv 20 84 83 81 0,0
MATERIALE IN ACCORDO A 7 MATERIAL IN ACC. TO TRATTAMENTO TERMICO J HEAT TREATMENT FORMNO I FURNACE ORIGINE / ORIGIN OF STEEL
ASTM/ASME A 105/SA 105 M - 11a ASME CODE SECT. W, PART A, ED. 2010 NORMALIZED AT 920 C - COOLED IN STILL AIR ELECTRIC FURNACE EUROPEAN UNION
ADD. 2011a . ’

CSA 2245.12 GRADE 248 CAT.1 SOUR SERVICE

4T ACCEPTABLE
0 ASME SECT
\O S:‘%z\\ll. ADD.

AN v 17 0m

NOTE  100% MANUFACTURED IN ITALY UFFICIO CONTROLLO QUALITA ENTE UFFICIALE Di COLLAUDO MARGHIO PRODUZIONE
NOTES MANUFACTURING IN ACCORDANCE WITH ORDER AND SPECIFICATION QUALITY CONTROL DEPARTEMENT INSPECTION AUTHORITY WMANUFACTURER'S SYMBOL
MATERIAL N ACCORDANGE WITH NACE MR-0175/2009 130 15158-2009 - 3OUR SERVICE

-ab..-.m-a_b__. M ACCORDANCE g._.t NACE MR-0103/2012 - &Oﬂﬂﬂmgnﬂ . | kﬁm)? | @




R)3-d - BT T2
TRILAD Flanges and Fittings, Inc.

30 WOQDSLEE AVE,
PARIS, ON, CANADA N3L 3V1
PHONE‘? 519-442-6520
{(FAX) 519-442-7658

www. tri-lad.com

SO 9001:2008 CERTIFIED MATERIAL TEST REPORT

(Certificate No. Date of Report
\ 13167320 J EN 10204 3.1 [ Pt 5/13/2013
"Gustomer ;  Gustomer Order No. Quantity
ALLIED EOMONTON - CADS$ 399436 2
172 TURBO DRIVE
SHERWOOD PARK AB T8H 2J6 “Ttl-Lad Order No. Line No. l
‘573464 17‘ __
Specification Heat Treatment T
SA105N SECT 11 2010 EDITION 2011A ADDENDA NORMAL | SED
item Description, gng wN XXS RF A105N (goz093 ) | emperalure
Init 1634 F__ 890C _
Shaop Order/Trace No. Time N=1.15HRS Lol Defintion
Lot No.
Heat Code TL10005612
(CE.
42

I Melt ﬁrgcﬂié”""""" T
’ Chemical Composition

H C Mn YP ] Si Cu Ni
eat 22 .92 .029 .010 .21 .07 .06
Product \

— \,

Y_

Heat
Product

— -
Heat h
Product

-y

Mechanical Properties

N

Yield Tensile Elongation | Reduction Hardness | impact Test Impact Values Shear Fracture
Ksi 55 |Ksi 84 ofArea | gyy 163 | Temperalure
pa 382 [Mpa 576 30% 58 % BHN 1867
8
Tensile Specimen STD RD

Lateral Expansion Impact Type impact Orientation Starling Material Impact Specimen

Notes MACHINED TO .436 WT

M.T.R. ACCEPTAR: &

TO A.S.M.E. ST&T. &
/) EDITION /[ AG
ORE Ot IASE MAS1921 455 o

WMaterial is In accordance wilh the applicable Standard to which It Is ordered including:

ASME Sect Il, ASME B16.5, B16.9, B16.36, B16.47, C8A, MSS, AWWA C-207.
NO WELD REPAIR }T&S

Materlal conforms to both ASTM (A) and ASME (SA) applicable specifications.
We heraby cartify that all information presented on this CMTR conforms ta the above . == .
spacification. Les Mansfleld, CET

f cords of the company.
We hereby certify the resuits to be a true copy o the records o pany Quaity Assuranca Manager
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MILL TEST & INSPECTION CERTIFICATE

ACCORDING TO EN 10204 :2004 3.1

CUSTOMER ~ : SEYROLD INTERNATIONAL CORP.
CERT. N0 132175 L/C NO :

/73

—

£

AREBEZRBSsRaA

BOTH-WELL STEEL FITTINGS CO., LTD.
B3 R AT A= w5\ EE L AR X 4= o 3% 303 2R
NO.303, REN-SIN ROAD, REN-WU DISTRICT, KACHSIUNG CITY, TAIWAN R.Q.C.{81469)

NV 70 208

ORDER NO  : 7006966 DATE  :07/24/2013 @ VEL: +B86.7-3711536, 3710497, 3720260 FAX: +886-7-3713864, 3713882
INVOICE NO : B¥01310205043 PAGE : 10 ORIGIN : TAIWAN Web site: hitp/iwww. bothwell.com.tw e-mail: box@bothwell.com.tw
BY RAW MATERIAL SPECIFICATION ROR INSPECTION

'™ prov. | peaT M. DESCRIFTION QUANTITY ™ TR AL FITTING | SURFACE| DIN.
077 4145 0093863 FULL CPLG 2" 3000# /% - \cAsal 100 FC{  ASTM ALOSN -12

079 13930 330613 FULL CPLG 2-1/2" 3000# NeT — \ QAU blos BECY o cost 08 ASME B16.11 - 2011

080 13913 330758 FULL CPLG 3/4" 6000% NPT — /Onz_o il - 5FC GoOD | GOOD

OBD |3982 330757 FILL CPLG w.ﬂ 6000% NPT - 245 PC

08113860 }329902 FULL CPIG 1" 6000# NPT = — /Oo..Oo.,m.m.. 100 BC

R C [ s ITm ] P ]s o mﬁzﬁ _M._.sz A.q Gol N | AL LT | %z | &

1 T 1 0 1 T

Min | HF.OD. |[- 010 0.0 |- - - - - - . - - - WATERIAL SUPFLIER
E 0.35 0.35 1.05 0.035 0.040 0.40 0.30 0.40 0.12 0.08 - 0.43

077 4145 0.18 0.19 0.94 0.011 0.012 0.21 0.08 0.06 0.01 0.001 11.000 0.373

079 13930 0.20 0.21 0.84 0.017 0.013 0.15 0.07 0.06 0.02 0.002 0.00} 0.372

080 |3913 0.1% 0.21 0.85 0.013 0.009 0.13 0.05 0.05 0.01 0.002 0.002 0.356

080 13982 G6.19 0.20 0.82 9.013 0.011 0.12 0.05 0.04 0.01 0.002 0.002 0,350

081 13860 0.200 0.200 0.830 0.014 0.008 0.100 0.050 0.040 0.010 0.002 0,002 0.350

ADDITIONAL TEST,” REMARES
B MECHANICAL PROPERTIES HEAT TREATHENT | v2(RORMS TO NACE MRO175-09 /HRO103-10
BW T. §.1Y. 8. EL. |R of A| Hardness Charpy Impact . STEEL MAKING PROCESS : ELRCIRIC FURNACE
HT.CD. | @&Sh | &8D | (B) | (%) | (W) Fi 0T NORMALIZED  \rnRORMS TO NACE 1SO15156-3 2009

Min 70 36 2 30 - MIN. JAVG. ! { Joule )

Yax - - 187 1 2 3| AVG.

077 14145 76.9 51.3 342 66.4 141 143

679 13930 748 |a3 |36 |64 142 144

080 {3913 244 lazs {32 les | 14 900C A.C.

owc 3082 74.2 49.7 6.2 65.3 140 142

031 3850 76.2 53.8 35.4 63.3 141 144

WE HEREBY CERTIFY, THAT THE MATERIAL DESCRIBED ABOVE HAS BEEN TESTED AND COMPLIES WITH THE TERMS OF

THE ORDER CONTRACT. C.cC. i *“@

L - .C_MANAGER INSPECTOR
RRES ACCEPTAL JLE Qmmaom BUANG YUAN YAQ CHANG
(& B¥-D0839 REV: 2 P AS M. M. SECT. Hl
\O j._ _ o ADD.




/3 To- GL TS M.TR. ACCEPTABLE
70 A.S.M.E. UE i

m-m_mm%_. A
& &w&nasmawﬁ
ACOORDING TO EN 10204 2004 3.1

BOTH-WELL STEEL FITTINGS CO., LTD.

Bm&l..?ﬁﬂ«mﬁ.ﬁm.ﬂa*?uﬂgﬁlﬁnum.nwouwﬂﬁ

CUSTOMER  : SEYROLD INTERNATI(NAL CORP.

CERT. N0 :132175 LIC NO : NO.303, REN-SIN ROAD, REN-WU DISTRICT, KAOHSIUNG CITY, TAIWAN R.0.C.{61450)
ORDER MO : 7006966 DATE  :07/24/2013 % TVEL: +886.7-3711536, 3710497, 3720260 FAX: +886-7-3713864, 3713882
INVOICE NO : B¥01310205043 PAGE : 10 ORIGIN : TAIWAN Web site: http:/fwww.bothwell.com.tw  e-mail: box@bothwall.com.tw
BY RA¥ HATERIAL SPECIFICATION FOR INSPECTION

T yron. | et no. DESCRIPTION QUANTLTY R TAL FITTING __| SURFACE| DIN.

077 |4145 0093863 FUL CPLG 2° 30008 SIF — \oASa (o 100 PC|  asmu atosn -12

079 {3930 330613 FUL CPIG 2-1/2" 3000# NeT — \ Qi boloo BRC| oo aoe ASE BiS-i1 - 2011

00 [3013 330758 FLL G 314" 60004 T — \0AL Qo 5 PC 00D | Goop

080 - 3982 - 330757 FULL CFLG 374" 60008 NPT - 245 PC

081 |3860 326902 FLL CPLG 1* 6000# N\T — \O Jo)mm 100 PC

Bl c 1 s P [ s | m.m.:nﬁ_ ___,:2 S Tom

i Mo t i ] A 1

win | HT.OD. - o0 joe |- - - - - - - o 110 L2 MATERIAL SUPPLIER

Hax 0.35 06.35 1.05 0.035 0.040 0.40 0.30 0.40 0.12 0.08 - - 0.43

077 14145 0.18 0.19 0.94 0.011 0.012 o1 0.08 0.06 0.01 0.001 0.000 - 0.373

079 }3930 0.20 0.21 0.84 0.017 0.013 |0.15 0.07 0.06 0.02 0.002 0.001 - 0.372

080 |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

080 3982 0.19 0.20 0.82 0.013 0.01] 0.12 {.05 0.04 0.01 0.002 0.002 - 0.350

081 13860 0.200 0.200 0.830 0.014 0.008 0.100 0.050 0.040 0.010 0.002 0.002 - 0.36D

ADDITIONAL TEST./ REMARKS
T MECHANICAL PROPERTIES HEAT TREATMENT | 2 rORMS TO NACE MROI75-09 /ERD103-10
B¥ T. 5.} Y. S.| EL. |R of Al Hardness Charpy Impact STEEL MAKING PROCESS : ELRCIRIC FURNACE
HL.OD. | @D | ash | (5) | (%) | (enavws) FIl 0% NORMALIZED | onpoRMS TO NACE 1S015156-3 2009

Min 70 3% 2 30 - luin. ravG, !/ { Joule )

Max - - - - 187 1 2 3 1 AVG.

077 (4145 76.9 51.3 34.2 664 141 143

079 (3930 4.8 48.3 15.6 64.1 142 144

080 13913 74.4 47.6 37.2 63.5 141 143 900T A.C.

080 |3982 T4.2 49.7 35.2 65.3 140 142

081 3880 76.2 538 35.4 63.3 141 144

WE HEREBY (FRTIFY, THAT THE MATERIAL DESCRIBED ABOVE HAS BEEN TESTED AND OOMPLIES WITH THE TERMS OF

THE ORDER CONTRACT. C.¢. Il'on :\x @

Q.C.MANAGER
CHEN CHI_HUANG EE YAD GHANG

@ B¥-D0839 REV: 2




