u‘DS WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

the pressure squipment safetyautharity

Welder's Name; Q\Jﬂ MOV’OZ ABSA File No.:\)\) - \2-' 63 Stamp No.: z.

Identification of WPS followed by welder during welding of test coupon: #100 W.P. Reg. # WP- 1312.2
Base material(s) welded;_SA-106-B P1 Thickness;_11.07mm Test Coupon [ ] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW sSmaw
Type of Welding (i.e., Manual, Semi-Automatic} Used: manual Manual
Base Metal P Number: P1 To P Number: P1to P{ P1T to P1
1 Plate Pipe (enter diameter if pipe or tube):  60.3mm O.D. 25mm and over
Backing (metal, weld metal, double-welded, etc.): None With None
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only): Eso10 E7018
Filler Metal or Electrode F-Number(s). F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
Consumable Insert for GTAW or PAW. N/A N/A
Deposit Thickness for each process or electrode type, etc. (in.):  3.2mm 7.9mm 6.4mm 15.8mm
Process/Electrode 1: 3 layers minimum &4 Yes [ No Process/Electrode 2: 3 layers minimum B Yes [] No
Welding Position (2G, 6G, 3F, etc.): 6G All
Vertical Progression (Uphill or Downbhili): All All
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A NFA
Transfer Mode {spray/globular or pulse to short circuit- GMAW): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN}: N/A N/A
' Results
Visual Examination of Fit-Up, Root Gap_3mm Tack Welds: 3 ( Length: 9mm Number: 3 )

Root Pass (Describe Discontinuity if Unacceptable):

Completed Weld (Describe defects if unacceptable):

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

[ Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] [T Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] O Macro Test for Fusion [QW-462.5(e)]
Type Result Type Result Type Result

2 Root Bends PassiAcceptable

2 Face Bends Pass/Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen):
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by RJV Company: RJV Gasfield Services
Welding supervised by: Dale Lanuik
Mechanical fests conducted by: N/A Laboratory test no.:  N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the require ction 1X of the ASME Boiler and Pressure Vessel Cade.
ACCREDITED O ZATION_RJV Gasfield Services AOQP No.._7040 Expiry Date: August 19,2015

Certified by — Examiner File No. E-00176 Date: AU6 0 9 200

P.Q. Card lflo. (When issued); RJV# 3‘3 Performance Test Reference No.: Zﬁ .

Date Coupon is to be refained to:




.ﬂ ‘DS ‘ﬂ WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

v:;eliulerslsl;;éf e S \’\C‘? ‘G ™AW  ABSAFile No_\/\)-'X\"‘I “'\ (: Stamp No.: T

Identification of WPS followed by welder during welding of test coupon;_#100 W.P. Reg. # WP-1312.2
Base material(s) welded; SA-106-B P1 Thickness: 11.07mm X Test Coupon [ ] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables {QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: _Manual Manual
Base Metal P Number: P1 To P Number. P1to P1 P1 to P1
] Plate Pipe (enter diameter if pipe or tube); 60.3mm O.D. 25mm and over
Backing {metal, weld metal, double-welded, efc.): None With None
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) {info only): Eegi0 E7018
Filler Metal or Electrode F-Number{s): F3 F4 F3 F4
Filler Type {solid/metal or flux cored/powder) (GTAW or PAW): NIA N/A
Consumable Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process cr electrode type, efc. (in.):  3.2mm 7.9mm 6.4mm 15.8mm
Process/Electrode 1: 3 layers minimum B Yes [1 No Process/Electrode 2: 3iayers minimum X Yes ] No
Welding Position (2G, 6G, 3F, etc.): 6G All
Vertical Progression (Uphill or Downhill): All All
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A NA
Resuits
Visual Examination of Fit-Up; Root Gap;_3mm Tack Welds: 3 ({ Length: 9mm Number: 3 )

Root Pass {Describe Discontinuity if Unacceptable):

Completed Weld (Describe defects if unacceptable):
Bend Test:[XI Transverse Root and Face [QW-462.3(a)] 0 Longitudinal Root and Face [QW-462.3(b)] [0 Side [Qw-462.2]

O Pipe Bend Specimen, corrosion-resistant overlay [QW-462 .5(c)] [ Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QwW-462.5(b)] O Macro Test for Fusion [QW-462.5(e)]
Type Result Type Result Type Result

2 Root Bends Pass/Acceptable

2 Face Bends PassfAcceptable
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results; U.T. Results:
Fillet Weld - Fracture Test {Describe location, nature and size of any crack or tearing of specimen);
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Filiet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by; RJV Company: RJV Gasfield Services
Welding supervised by: Dale Lanuik
Mechanical tests conducted by:_N/A Laboratory test no.. N/A

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

ACCREDI : Gasfield Services AQQP No.: 7040 Expiry Date: August 19,2015__

Certifieg by — Examiner File No. E-00176 Date: AU 2 6 WU

P.Q. Gard No. (When issued}: RJVi# 3\"‘\ Performance Test Reference No.:

Test Cotpon+: _ Date Coupon is to be retained to,__ SEP 2 © 201
— !




‘n‘D S .ﬂ WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

ihe pressure equipment safety guthority
Welder's Name; @ﬁ\'\'\ﬁ Sof\)afa ABSA File No.: ﬂ 68 EC‘ Stamp No.: § .

fdentification of WPS followed by welder during welding of test coupon; #115 W.P. Reg. # WP- 13122
Base material(s) welded;_SA-106-B P1 Thickness;_11.07mm___ {X] Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process{es) Used: SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual
Base Metal P Number: P1 To P Number: P1to P1 P1 to P1
O Plate [ Pipe (enter diameter if pipe or tube): 60.3mm 0.D. 25mm and over
Backing (metal, weld metal, double-welded, etc.}: None With None
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only): E8010 E7018
Filler Metal or Electrode F-Number(s): F3 F4 F3 F4
Filler Type (sclid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
Consumable Insert for GTAW or PAW: NIA N/A
Deposit Thickness for each process or electrode type, efc. (in.): _3.2mm 7.9mm 6.4mm 15.8mm
Process/Electrode 1: 3 layers minimum B Yes [ No Process/Electrode 2: 3 layers minimum B Yes [ No
Welding Position (2G, 6G, 3F, efc.): 606 All
Vertical Progression (Uphill or Downhill): All All
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: NJA N/A
Transfer Mode (sprayfglobular or pulse to short circuit- GMAWY): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCENY): N/A N/A
Results
Visual Examination of Fit-Up; Root Gap: 3mm Tack Welds: 3_( Length: 9mm Number: 3 )

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

[0 Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] O Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462 5(b)] O Macro Test for Fusion [QW-462 5(¢)]
Type Result Type Result Type Result

2 Root Bends PassiAcceptable

2 Face Bends Pasgs/Acceptable
{For alternative gualification of groove welds by volumetric examination to QW-181)
R.T. Results: U.T. Results:
Fillet Weld - Fraciure Test (Describe location, nature and size of any crack or tearing of specimen);
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by, RJV Company: RJV Gasfield Services
Welding supervised by: Dale Lanuik
Mechanical tests conducted by: N/A Laboratory test no.: _N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the requirements of Section IX of the ASME Boiler and Pressure Vessel Code.
ACCREDITE : sfield Services AOQP No.._7040 Expiry Date: August 19,2015
Certified N Examiner File No. E-00176 Date: NOV p 4 2013
P.Q. Crd No (When issued). RJV# 3\ S_ Performance Test Reference No.: .

= Date Coupon is to be retained to: 0 B

Test Coupon .0




H‘DS ‘n WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

the pressure sguipment safety aughority
Welder's Name; g]bA? QQA 3 K ABSA File No.: W - \\'\qq é Stamp No.: ?
Identification of WPS followed by welder duringwelding of test coupon; #1156 W.P. Reg. #WP-1312.2

Base material(s) welded,_ SA-106-B P1 Thickness:_11.07mm X Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: _Manual Manual
Base Metal P Number: P1 To P Number: P1to P1 P1 to P1
[ Piate Pipe (enter diameter if pipe or tube): _60.3mm 0.D. 25mm and over
Backing (metal, weld metal, double-welded, etc.): None With None
Filler Metal or Electrode Specification(s) {SFA} (info only). 5.1 5.1
Filler Metal or Electrode Classificafion(s) {info only): Eeo1t0 E7018
Filler Metal or Electrode F-Number{s): F3 F4 F3 F4
Filler Type {solid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
Consumable Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process or electrode type, etc. (in.): _3.2mm 7.9mm 6.4mm 15.8mm
Process/Electrode 1: 3 [ayers minimum B3 Yes [] No Process/Electrode 2: 3 layers minimum [ Yes [ No
Welding Position (2G, 6G, 3F, efc.): 6G All
Vertical Progression (Uphill or Downhitl): All All
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A NIA
Transfer Mode {spray/globular or pulse to short circuit- GMAW): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A N/A
Results
Visual Examination of Fit-Up; Root Gap_3mm Tack Welds: 3 { Length: 9mm Number: 3 )

Root Pass (Describe Discontinuity if Unacceptable):

Completed Weld (Describe defects if unacceptable):

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

[ Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] O Plate Bend Specimen, comosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462 5(b))] O Macro Test for Fusion [QW-462 5(e)]
Type Result Type Result Type Result

2 Root Bends Pass/Acceplable

2 Face Bends PassiAcceplable
{(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen);
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by: R4V Company: RJV Gasfield Services
Welding supervised by: Dale Lanuik
Mechanical tesis conducted by: N/A Laboratory test no.: _N/A

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

ACCREDITED O - RJXY Gasfield Services AOQP No.:_7040 Expiry Date: August 19,2015
.—.-—-‘-"""7

- ) A__ﬁ
Certified by: g _ Examiner File No. E-00176 Date: DE‘;‘ 0 6 200
P.Q. CardMo. (When issued); RIV# 3\8 Performance Test Reference No.:
Test Coup 6 Date Coupon is to be retained to.___JAN 0 © UL




‘n‘Dg -ﬂ WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

the pressure equipment safely quthority
Welder's Nameﬂgm_%_g\)éﬂg_ ABSA File No.:}bl s )l qu ! Stamp No.: 8

Identification of WPS followed by welder during welding of test coupon_#115 W.P. Reg. # WP-1312.2
Base material(s) welded,_ SA-106-B P1 Thickness:_11.07mm Test Coupon [_] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW
Type of Welding {i.e., Manual, Semi-Automatic) Used: _Manual Manual
Base Metal P Number: P1 To P Number: P1toP1 P1 to P1
[Plate [XPipe (enter diameter if pipe or tube): 60.3mm O.D. 25mm and over
Backing (metal, weld metal, double-welded, etc.): None With None
Filler Metal or Electrode Specification(s) (SFA) {info only): 5.1 5.1
Filler Metal or Electrode Classification{s) (info only): E6010 E7018
Filler Metal or Elecfrode F-Number(s): F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): NIA NIA
Consumable Insert for GTAW or PAW: N/A NIA
Deposit Thickness for each process or electrode type, etc. (in.): _32mm 7.9mm 6.4mm 15.8mm
Process/Electrode 1: 3 layers minimum [X] Yes [] No Process/Electrode 2: 3layers minimum ] Yes [] No
Welding Position (2G, 6G, 3F, etc.): 6G All
Vertical Progression (Uphill or Downhill): All All
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A NIA
Transfer Mode {spray/globular or pulse to short circuit- GMAW): NIA N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): NIA NIA
Results
Visual Examination of Fit-Up; Root Gap: 3mm Tack Welds: 3 ( Length: Smm Number: 3 )

Root Pass (Describe Discontinuity if Unacceptable):

Completed Weld (Describe defects if unacceptable).
Bend Test: i Transverse Root and Face [QW-462.3(a)] [0 Longitudinal Root and Face [QW-462.3(b)] [0 Side [QW-462.2]

O Pipe Bend Specimen, corrosion-resistant averlay [QW-462.5(c)] O Plate Bend Specimen, comrosion-resistant overlay (QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] O Macro Test for Fusion [QW-462 5(e)]
Type Result Type Result Type Result

2 Root Bends Pass/Acceptable

2 Face Bends Pass/Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results;
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen);
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size {leg.}): X inch. Convexity: inch. or Concavity; inch.
Other Tests:

Record Information

Film or Specimens Evaluated by: RJV Company: RJV Gasfield Services
Woelding supervised by: Dale Lanuik
Mechanical tests conducted by:_ N/A Laboratory test no.: N/A

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

ACCREDITED O : asfield Services AOQP No.: 7040  Expiry Date: August 19,2015
Examiner File No. E-00176 Date: DEC _1 1

P.Q. CardMNo. {When issued): RJV# ’ﬁa O Performance Test Reference No.: \‘_')
Date Coupon is to be retained to: JA ;e




‘n WELDER QUALIFICATION RECORD (WQR) AB-76A 201009

the pressure equipment safel authonty
Welder's Name: ur\\ \<U s\rm\r assaFieno. W= V1008 Stamp No.: N

Identification of WPS followed by welder during welding of test coupon_#115 W.P. Reg. # WP-1312.2
Base material(s) welded_ SA-106-B P1 Thickness: 11.07mm Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350} Actual Values Range Qualified
Welding Process(es) Used. SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual
Base Metal P Number: P1 To P Number: P1to Pi P1 to P
1 Plate Pipe (enter diameter if pipe or tube): 60.3mm O.D. 25mm and over
Backing {metal, weld metal, double-welded, etc.): None With None
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (infe only). E6010 E7018
Filler Metal or Electrode F-Number(s): F3 F4 F3 F4
Filler Type (sclid/metal or flux coredfpowder) (GTAW or PAW): N/A N/A
Consumable insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process or electrode type, efc. (in.): _3.2mm 7.9mm B.4mm 15.8mm
Process/Electrode 1: 3 layers minimum [ Yes [] No Process/Electrode 2: 3 layers minimum B Yes [ No
Welding Position (2G, 6G, 3F, eifc.): 16 Flat
Vertical Progression (Uphill or Downhill): Flat Flat
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW; N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN}): N/A NIA
Results
Visual Examination of Fit-Up; Root Gap: 3mm Tack Welds: 3 { Length: 9mm Number: 3 )

Root Pass {Describe Discontinuity if Unacceptable):

Completed Weld (Describe defects if unacceptable):
Bend Test ) Transverse Root and Face [QW-462.3(a)] OO Longitudinal Root and Face [QW-462.3(b)] O Side [QW -462.2]

[1 Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] 1 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] O Macro Test for Fusion [QW-462.5(e)]
Type Result Type Result Type Result

2 Root Bends Pass/Acceplable

2 Face Bends Pass/Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test {Describe location, nature and size of any crack or tearing of specimen):
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by: RJV Company: RJV Gasfield Services
Welding supervised by: Dale Lanuik
Mechanical tests conducted by: N/A Laboratory test no.: N/A

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

ACCREDITED . RJV Gasfield Setrvices AOQP No.:_7040 Expiry Date: August 19,2015
Certifiad by -  Examiner File No. E-00176 Date: JAN 10 20%
P.Q. Card.No. (When issued)_ RJV# ’33.\ Performance Test Reference No.: -

Test Coupon I.D. No.: Date Coupon is to be retained to:__ FEB 10 204




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

the pressure equipment safety author
Welder's Name:; fsmérﬁm\-\ TC.\A\T‘ ABSA File No.: SAl ) Es ; Es l Stamp No.: A

Identification of WPS followed by welder during welding of test coupon; #115 W.P. Reg. # WP- 13122
Base material(s) welded, SA-106-B P1 Thickness: 11.07mm B4 Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables {QW-350) Actual Values Range Qualified
Welding Process{es) Used: SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual
Base Metal P Number: P1 To P Number: P1fo P1 Pi to P
[JPiate [ Pipe (enter diameter if pipe or tube): 60.3mm O.D. 25mm and over
Backing (metal, weld metal, double-welded, etc.): None With None
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Elecirode Classification(s) (info only): Eso10 E7018
Filler Metal or Electrode F-Number(s). F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
Ceonsumable Insert for GTAW or PAW: NIA N/A
Deposit Thickness for each process or electrode type, etc. (in.):  3.2mm 7.9mm 6.4mm 15.8mm
Process/Electrode 1: 3 layers minimum X Yes [ No Process/Electrode 2: 3 layers minimum [X] Yes [] No
Welding Position (2G, 6G, 3F, efc.): 6G All
Vertical Progression (Uphill or Downbhill): All All
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW): N/A N/A,
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A N/A
Results
Visual Examination of Fit-Up; Root Gap;_3mm Tack Welds: 3 ( Length: 9mm Number: 3 )

Root Pass (Describe Discontinuity if Unacceptable):

Completed Weld (Describe defects if unacceptable):
Bend Test & Transverse Root and Face [QwW-462.3(a)] [ Longitudinal Root and Face [QwW-462.3(b)] [0 Side [QW-462.2]

[0 Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] O Plate Bend Specimen, cotrosion-resistant overlay [QW-462.5(d)]
[ Macro Test for Fusion [QW-462.5(b)] O Macro Test for Fusion [QW-462.5(e}]
Type Result Type Result Type Result

2 Root Bends Pass/Acceptable

2 Face Bends PassfAcceptable
{For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimeny;
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size {leg.): X inch. Convexity: inch. or Concavity; inch,
Other Tests:

Record Information

Film or Specimens Evaluated by; RJV Company: RJV Gasfield Services
Welding supervised by: Dale Lanuik
Mechanical tests conducted by _N/A Laboratory test no.: N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the requirements of Section IX of the ASME Boiler and Pressure Vessel Code.
ACCREDITED TION._RJY Gasfield Services AQQP No.: 7040  Expiry Date: August 19,2015

Certified by; Examiner File No. E-00176 Date: JAN 16 20%

P.Q. Card ﬂeh(-Wheﬂ—rsstreﬁ')"mf 3'22 Performance Test Reference No.: A

Test Coupon 1.D. No.: Date Coupon is to be retained to._ FEE_1 6 2014




N240

the pressure equipment safety autharity

Welder's Name;_Marvin Boe

ABSA File No.:_W-6943

WELDER QUALIFICATION RECORD (WQR)

AB-76A 2010-09

Stamp No.. M

identification of WPS followed by welder during welding of test coupon_ #107

Base material(s) welded, SA-106-B  P1

W.

Thickness:_18.26mm

Testing Conditions and Qualification Limits

Welding Variables (QW-350)

Actual Values

P. Reg. # WP- 1312.2

Test Coupon [] Prod. Weld

Range Qualified

Welding Process(es) Used: G.M.AW S.M.A.W G.M.AW S.M.AW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Man/Sem Aut  Manual Man/Sem Aut Manual
Base Metal P Number: or S Number To P Number: P1 To P1 PitoP1

[T Plate Pipe (enter diameter if pipe or tube): 168mm O.D. 73mm / 73mm

Backing (metal, weld metal, double-welded, etc.}: None Metal With/without with

Filler Metal or Electrode Specification(s) (SFA) (info only): _5.18 5.1
Filler Metal or Electrode Classification(s) (info only): ER705-8 E7018
Filler Metal or Electrode F-Number(s): Feé r4 F6 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): NIA NIA
Consumable Insert for GTAW or PAW. NIA N/A
Deposit Thickness for each procass or electrode type, etc. (in.}: _3.2mm 15mm 3.5mm 30mm

Process/Electrode 1: 3 layers minimum &4 Yes [] No

Process/Electrode 2;

3 layers minimum X Yes [] No

Welding Position (2G, 6G, 3F, etc.): 16 1G 1G 16
Vertical Progression {(Uphill or Downhill):  Fiat Flat Flat Flat
Fuel Gas for OFW or [nert Gas Backing for GTAW, PAW, GMAW.  ¢0Q2/Argon CO2/Argon
Transfer Mode (spray/globular or pulse to short circuit- GMAW): _short Cire.D.C. _D.C. Reverse | Short Cire. D.C.  D.C. Reverse
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A N/A
Results
Visual Examination of Fit-Up; Root Gap: 4mm Tack Welds: 3 { Length: Smm Number: 3 )

Root Pass (Describe Discontinuity if Unacceptable):

Completed Weld {Describe defects if unacceptable):

Bend Test: Transverse Root and Face [QW-462 3(a)] [0 Longitudinal Root and Face [QW-462.3(b)] [0 Side [QW-462.2]

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

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

Type Result Type Result Type Result
3 Face Bends Passf/Acceptable
3 Rool Bends Pass/Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-191}
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen);
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Company: RJV Gas Field Services

Film or Specimens Evaluated by: Dale Laniuk
Welding supervised by: Dale Laniuk

Laboratory test no.:

Mechanical tests conducted by:_N/A N/A
We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in

accordance with the re IX of the ASME Boiler and Pressure Vessel Code.
d Services AOQP No.:_7040 Expiry Date: August 19,2015

Examiner File No. E-00176 Date: Aprit 11,2014

Performance Test Reference No.: M

Date Coupon is to be retained to:__May 11,2014




.u.D g ﬂ WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-00

the pressure equipment safety autharity

Welder's Name:_Jordan Charuk ABSA File No.;_C18261 Stamp No.: R
Identification of WPS followed by welder during welding of test coupon;_#115 W.P. Reg. # WP-_1312.2
Base material(s) welded;_SA-106-B P1 Thickness: 14.02mm__ [X] Test Coupon [ ] Prod. Weld
Testing Conditions and Qualificaiion Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process{es) Used: S.M.A.W. S.M.A.W.
Type of Welding (i.e., Manual, Semi-Automatic) Used: _ Manual Manual
Base Metal P Number: To P Number: _P1 To P1 P1 to P1
[ Plate [X]Pipe (enter diameter if pipe or tube): 73mm O.D. 25mm and over
Backing (metal, weld metal, double-welded, etc.). None With None
Filler Metal or Electrode Specification(s) (SFA) (info only). 5.1 5.1
Filler Metai or Electrode Classification(s) (infc only): EGD10 E7018
Filler Metal or Electrode F-Number(s): F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
Consumable Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process or electrode type, etc. (in.): 1.32mm 12.7mm 2.64mm Maximum
Process/Electrods 1: 3 layers minimum [X] Yes [ No Process/Electrode 2: 3 layers minimum [X] Yes [ No
Welding Position (2G, 6G, 3F, efc.): 1G 16
Vertical Progression (Uphill or Downbhill): Flat Flat
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAWY): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCENY}: N/A N/A
Results

Visual Examination of Fit-Up; Root Gap:_3mm Tack Welds: _3 (Length; O9mim _ Number:_3 )
Root Pass (Describe Discontinuity if Unacceptable):
Completed Weld (Describe defects if unacceptable):
Bend Test:[§ Transverse Root and Face [QW-462.3(a)] [1 Longitudinal Root and Face [QW-462.3(b)] [0 Side [QW-462.2]

[0 Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c]] £l Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d}]
1 Macro Test for Fusion [QW-462.5(b)] [0 Macro Test for Fusion [QW-462.5(e}]
Type Result Type Result Type Resuit

2 Face Bends Pass/Acceptahle

2 Root Bends Pass/Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimeny);
Length and Per Cent of Defects: inches
Macro Test-Fusion: _
Appearance-Fillet Size (leg.); X inch. Convexity: inch. or Concavity; inch.
Other Tests:

Record Information

Film or Specimens Evaluated by:_Dale Laniuk Company: RJV Gas Field Services
Welding supervised by: Dale Laniuk
Mechanical tests conducted by:__N/A Laboratory test no.: N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the requirg ion IX of the ASME Bailer and Pressure Vessel Code.
ACCREDITE NIZATION:RJV Gas Fie}d Services AOQP No.:7040 Expiry Date: _August 19,2015

Cert . Examiner File No. E-00176 Date: June 12,2014
p.Q. Card No. (When issued),__ RJV# 325 Performance Test Reference No.: R

Test Coupon NG haa Date Coupon is to be retained to:___July 12,2014




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

he pressure equipmant safety authority

Welder's Name:_Jason Moore ABSA File No.;_ W-29041 Stamp No.: K
Identification of WPS followed by welder during welding of test coupon;_#115 W.P.Reg. #WP-13122
Base material(s) welded:_ SA-106-B P1 Thickness: 14.02mm_ [X] Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: S.M.A.W. 5.M.A.W.
Type of Welding (i.e., Manual, Semi-Automatic) Used: ~ Manual Manual
Base Metal P Number: To P Number: _ PJ, To P1 Pl to P1
[IPlate [XIPipe (enter diameter if pipe or tube): _73mm Q.D. 25mm and over
Backing (metal, weld metal, double-welded, etc.): None With None
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only). E6010 E7018
Filler Metal or Electrode F-Number(s): _F3 F4 F3 F4
Filler Type {solid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
Consumable Insert for GTAW or PAW: ~ N/A N/A
Deposit Thickness for each process or electrode type, etc. (in.): 1.32mm 12.7mm 2.64mm Maximum
Process/Electrode 1: 3 layers minimum [X] Yes [ No Process/Electrode 2: 3 layers minimum [X] Yes [ No
Welding Position (2G, 6G, 3F, stc.): 1G 1G
Vertical Progression (Uphill or Downbhilf): Flat Flat
Fuel Gas for OFW or [nert Gas Backing for GTAW, PAW, GMAW: | N/A N/A
Transfer Mode (spray/globular or pulse fo shert circuit- GMAW): N/A N/A
GTAW Current Type/Polarity (AC, DGEP, DCEN): N/A N/A
Results

Visual Examination of Fit-Up; Root Gap._3mm Tack Welds: _3 { Length: 9mm __ Number;_3 )
Root Pass (Describe Discontinuity if Unacceptable):
Completed Weld {Describe defects if unacceptable):
Bend Test:[X] Transverse Root and Face [Qw-462.3(a)] [0 Longitudinal Root and Face [QwW-462.3(b)] O Side [QW-462.2]

O Pipe Bend Specimen, corrosion-resistant overay [QW-462.5(c)] [ Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] [0 Macro Test for Fusion [Qw-462.5(e)]
Type Result Type Result Type Result

2 Face Bends PassfAcceptable

2 Root Bends Pass/Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimeny).
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Filtet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by:_Dale Laniuk Company: RJV Gas Field Services
Welding supervised by: Dale Laniuk
Mechanical tests conducted by:_ N/A Laboratory test no.: N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the reguirem ection IX of the ASME Boiler and Pressure Vesse! Code.
ACCREDITED AQQP No.:7040 Expiry Date: _August 15,2015

: Examiner File No. E-00176 Date: June 12,2014
P.Q. Cérd No. (When issued)____RIV# 326 Performance Test Reference No.: K
Test Coupon LD NG.. LS Date Coupon is to be retained to:___July 12,2014




ﬂDS .ﬂ WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

the pressure equipment safety authorily

Welder's Name:_Chris Gaudet ABSA File No.,_W-30227 Stamp No.: L
Identification of WPS followed by welder during welding of test coupon;_ #115 W.P. Reg. # WP-1312.2
Base material(s) welded;__SA-106-B P1 Thickness: 14.02mm___ [X] Test Coupon [] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: S.M.A.W. S.M.AW.
Type of Welding (i.e., Manual, Semi-Automatic) Used: _ Manual Manual
Base Metal P Number: To P Number: _P1 To P1 Pl to Pl
L] Plate Pipe (enter diameter if pipe or tube): 73mm O.D. 25mm and over
Backing (metal, weld metal, double-welded, stc.): None With None
Filler Metal or Electrode Specification(s) (SFA) {info only): 5,1 5.1
Filler Metal or Electrode Classification(s) (info only): E6010 E7018
Filler Metal or Electrode F-Number{s): _[F3 F4 F3 F4
Filler Type (solid/metal or flux corad/powder) (GTAW or PAW): N/A N/A
Consumable Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process or electrode type, etc. (in.). 1.32mm 12.7mm 2.64mm Maximum
Process/Electrode 1: 3 layers minimum [X] Yes [J No Process/Eleclrode 2: 3 layers minimum [X] Yes 1Mo
Welding Posiltion (2G, 6G, 3F, efc.): 1G 1G
Vertical Progression (Uphill or Downhill): Flat Flat
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A N/A
Transfer Mode (spray/globular or pulse to short circuil- GMAW): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A N/A
Results

Visual Examination of Fit-Up; Root Gap:_3mm Tack Welds: _3 { Length: 9mm __ Number:_32 )
Root Pass (Describe Discontinuity if Unacceptable):

Completed Weld (Describe defects il unacceptable):

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

[0 Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] [ Plate Bend Specimen, corrosion-resistant overlay [(YW-462.5(d)
[1 Macro Test for Fusion [Qw-462.5(b)] [1 Macro Test for Fusion [QW-4562.5(e}]
Type Result Type Resuit Type Resuilt

2 Face Bends Pass/Acceptable

2 Root Bends Pass/Acceptable
(For alternative qualification of groove weids by volumetric examination to QW-191}
R.T. Resuits: U.T. Results:
Fillet Weld - Fracture Tesl (Describe location, nature and size of any crack or learing of specimen):
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by: Dale Laniuk _ Company: RJV Gas Field Services
Welding supervised by: Dale Laniuk
Mechanical tests conducted by;_ N/A Laboratory test no.: N/A

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

ACCREDITED ZN :RIV Gas Field Services AOQP No.: 7040 ___ Expiry Date:_August 19,2015
Certified by; '—*“-"\/ Examiner File No. E-00176 Daie: June 12,2014
P.Q. Card No.Mheu_L&sued): RIVI 327 Performance Test Reference No.: L

Test Coupon 1.D. No.: L Date Coupon is to be refained to:___ July 12,2014




‘n‘D S .ﬂ WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

the pressure equipment safety authority

Welder's Name;_Dallas Hoffman ABSA File No.. W-27746 Stamp No.: T
Identification of WPS followed by welder during welding of test coupon;__#115 W.P. Reg. # WP-1312.2
Base material(s) welded;_SA-106-B P1 Thickness:_14.02mm Test Coupon [ ] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: S, M.A.W. S.MLAW.
Type of Welding (i.e., Manual, Semi-Automatic) Used:  Manual Manual
Base Metal P Number: To P Number: _P1 To P1 P1 to P1
[Plate K] Pipe (enterdiameter if pipe or tube). 73mm O0.D. 25mm and over
Backing {metal, weld metal, double-welded, etc.): None With None
Filler Metal or Electrode Specification{s) (SFA) {info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only): E6010 E7018
Filler Metal or Electrode F-Number(s): F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
* Consumable Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process or electrode type, etc. (in.): 1.32mm 12.7mm 2.64mm Maximum
Process/Electrode 1: 3 layers minimum [X] Yes [] No Process/Electrode 2: 3 layers minimum [&] Yes [ No
Weilding Pasition (2G, 6G, 3F, etc.): 1G 1G
Vertical Progression {(Uphill or Downhill): Flat Flat
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: ~ N/A N/A
Transfer Mode (spray/globular or pulse o short circuit- GMAW): N/A N/A
GTAW Current Type/Polarity {(AC, DCEP, DCEN}): N/A N/A
Results

Visual Examination of Fit-Up; Root Gap,_3mm Tack Welds: _3 { Length: 9mm Number:_3 )
Root Pass. (Describe Discontinuity if Unacceptable):
Completed Weld (Describe defects if unacceptable):
Bend Test:[X Transverse Root and Face [QW-462.3(a)] O Longitudinal Root and Face [GW-462.3(b)] O Side [QW-462.2]

[] Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c]] O Plate Bend Specimen, corrosion-resistant averlay [QW-462 .5(d)]
0 Macro Test for Fusion [QW-462.5(b)] [J Macro Test for Fusion [QW-462.5(g)]
Type Result Type Result Type Result

2 Face Bends Pass/Acceptable

2 Root Bends Pass/Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results;
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen):
Length and Per Cent of Defects: inches
Macro Test-Fusion: _
Appearance-Fillet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by: Dale Laniuk Company: RV Gas Field Services
Welding supervised by: Dale Laniuk
Mechanical tests conducted by:__N/A Laboratory test no.: N/A

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

ACCREDITED OR TON: RIV Gas Figld Services  AOQP No..7040  Expiry Date: _August 19,2015
Certified by Examiner File No. E-00176 Date: June 12,2014
P.Q. Card Wmeeuedé——BMS Performance Test Reference No.: T

L

Test Coupon L.D. No.: T Date Coupon is to be retained to;____July 12,2014




HDS n WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

the pressure equipment safety authority

Welder's Name;_Jacob Regeir ABSA File No.;_C-19886 Stamp No.: J
Identification of WPS followed by welder during welding of test coupon;_#115 W.P. Reg. # WP-1312.2
Base material(s) welded_SA-106-B Pl Thickness: 14.02mm __ [X] Test Coupon [ ] Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process{es) Used: S.M.A.W. S.M.AW.
Type of Welding (i.e., Manual, Semi-Automatic) Used: _ Manua! Manual
Base Metal P Number: To P Number: _P1 To P1 P1 to Pi
Ol Plate K] Pipe (enter diameter if pipe or tube): _73mm O.D. 25mm and over
Backing (metlal, weld metal, double-welded, etc.): None With None
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only). E6010 E7018
Filler Metal or Electrode F-Number(s): F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
Consumable Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process or electrode type, etc. {in.): 1.32mm 12.7mm Z2.64mm Maximum
Process/Electrode 1: 3 layers minimum [X] Yes [ ] No Process/Electrode 2: 3 layers minimum [X] Yes [ No
Welding Position (2G, 6G, 3F, etc.): 1G 1G
Vertical Progression (Uphill or Downhill): Flat Flat
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A - N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A N/A

Results
Visual Examination of Fit-Up; Root Gap:_3mm Tack Welds: _3 ( Length: 9mm Number:_3 )
Root Pass {Describe Discontinuity if Unacceptable):
Completed Weld (Describe defects if unacceptable):
Bend Test:[XI Transverse Root and Face [QW-462.3(a)] [0 Longitudinal Root and Face [QW-462.3(b)] [0 Side [QW-462.2]

1 Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] [0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d}]
O Macro Test for Fusion [QW-462.5(b}] [ Macro Test for Fusion {QW-462.5(e)]
Type Result Type Result Type Result

2 Face Bends Pass/Acceptable

2 Root Bends Pass/Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen):
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by:_Dale Laniuk Company: RIV Gas Field Services
Welding supervised by: Dale Laniuk
Mechanical tests conducted by:___N/A Laboratory test no.: N/A

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

ACCREDITED OR Services AOQP No.:7040 Expiry Date: _August 19,2015
Certified k@< Examiner File No. E-00176 Date: June 26,2014
P.Q. Card No. . Performance Test Reference No.: J

Test Coupon 1.D. No.: J Date Coupon is to be retained to:____July 26,2014




na6h

the: pressure equipment safaty authority

Welder's Name:_lan Males

ABSA File No.;_W32305

WELDER QUALIFICATION RECORD (WQR)

AB-T6A 2010-09

Identification of WPS followed by welder during welding of test coupon; #115

Base material(s) welded;_SA-106-B P1

Thickness: 14.02mm

Testing Conditions and Qualification Limits

Stamp No.: U
W.P. Reg. #WP-13122
[XI Test Coupon [] Prod. Weld

Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: S.M.A.W. S.M.A.W.
Type of Welding (i.e., Manual, Semi-Automatic) Used: _ Manual Manual
Base Metal P Number: To P Number: _ P1 To Pl P1 o P1
(] Plate [X] Pipe (enter diameter if pipe or tube): 73mm O.D, 25mm and over
Backing (metal, weld metal, double-welded, efc.): None With None
Filler Metal or Electrode Specification{s) (SFA} (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only): E6010 E7018
Filler Metal or Electrode F-Number(s): F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW). N/A N/A
Consumable Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process or electrode type, etc. (in.): 1.32mm 12 7mm 2.64mm Maximum
Process/Electrode 1: 3 layers minimum [X] Yes [_] No Process/Electrode 2: 3 layers minimum [X] Yes [[] No
Welding Position (2G, 6G, 3F, etc.): 16 1G
Vertical Progression (Uphilt or Downhill): Flat Flat
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN}): N/A N/A
Results

Tack Welds: _3 (Length; 9mm  Number:_3 )

Visual Examination of Fit-Up; Root Gap:_3mm
Root Pass (Describe Discontinuity if Unacceptable):
Completed Weld (Describe defects if unacceptable):
Bend Test: [f] Transverse Root and Face [QW-462.3(a)] [0 Longitudinal Root and Face [QW-462.3(b)] O Side [QW-462.2]
[0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]

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

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

Type Result Type Result Type Result

2 Face Bends Pass/Acceptable

2 Root Bends Pass/Acceptable
{For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimen).
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size (leg.); X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by;_Dale Laniuk Company: RJV Gas Field Services
Welding supervised by: Dale Laniuk
Mechanical tests conducted by:__ N/A Laboratory test no.: N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
v of the ASME Boiler and Pressure Vessel Code.
Kervices AOQP No.:7040 Expiry Date: _August 19,2015

Certified g7 Examiner File No. E-00176 Date:  July 14,2014
P.Q. Card RIVE330 Performance Test Reference No.: U
Test Coupon [.D. No.: u Date Coupon is to be retained to;____ August 16,2014




‘n‘DS ‘ﬂ WELDER QUALIFICATION RECORD (WQR) AB-76A 2010-09

ihe pressure equipment safety authgrity N
Welders Name; ‘J\C“'\) W o ABSA File No.: \/\] - é q\’\ 3 Stamp No.: M

Identification of WPS followed by welder during welding of test coupon; #115 W.P. Reg. # WP-1312.2
Base material(s) welded,_SA-106-B P1 Thickness_11.07mm B4 Test Coupon [ Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: SMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual
Base Metal P Number: P1 To P Number: P1to P1 P1 to P1
[} Plate Pipe (enter diameter if pipe or tube): 60.3mm O.D. 25mm and over
Backing (metal, weld metal, double-welded, etc.): None With None
Filler Metal or Electrode Specification{s} (SFA) (info only): 5.1 5.1
Filler Metal or Electrode Classification(s) (info only): E&010 E7018
Filler Metal or Electrode F-Number(s). F3 F4 F3 F4
Filler Type (solid/metal or flux cored/powder) (GTAW or PAW): N/A N/A
Consumable Insert for GTAW or PAW: NIA N/A
Deposit Thickness for each process or electrode type, etc. (in.): _3.2mm 7.9mm 6.4mm 15.8mm
Process/Electrode 1: 3 layers minimum [{] Yes [ No Process/Electrode 2; 3 layers minimum B Yes [ No
Welding Position (2G, 6G, 3F, etc.): 6G Alt
Vertical Progression (Uphill or Downbhill): All All
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: N/A N/A
Transfer Mode (spray/globular or pulse to short circuit- GMAW): N/A N/A
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A N/A
Results
Visual Examination of Fit-Up; Root Gap:_ 3mm Tack Welds: 3 ( Length: 9mm Number: 3 )}

Rooct Pass (Describe Discentinuity if Unacceptable):
Completed Weld (Describe defects if unacceptable):

Bend Test: [{ Transverse Root and Face [QW-462.3(a)] O Longitudinal Root and Face [QwW-462.3(b)} 1 Side [QwW-462.2]

[0 Pipe Bend Specimen, corrosion-resistant overlay [QW-462.5(c)] O Plate Bend Specimen, corrogion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b}] O Macro Test for Fusion [QW-462.5(e)]
Type Result Type Result Type Result

2 Root Bends Pass/Acceptable

2 Face Bends Pass/Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-191)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test {Describe location, nature and size of any crack or tearing of specimeny;
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size (leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by: RJVY Company: RJV Gasfield Services
Welding supervised by: Dale Lanuik
Mechanical tests conducted by:_N/A Laboratory test no.: _N/A

We certify that the statements in this record are correct and that the test coupons were prepared, welded and tested in
accordance with the requirements of Section IX of the ASME Boiler and Pressure Vessel Code.
ACCREDITED ORGANIZATION;_RJY Gasfield Services AOQP No.:_7040  Expiry Date: August 19,2015

. i

Certified by: Examiner File No. E-00176 Date: #OV 1 4 10
P.Q. Card No. {When issued); RJV# 335 Performance Test Reference No.: ‘

Test Coupon [.D. No.: Date Coupon is to be retained to.__JEC 1 4 2014




-ﬂ-DS WELDER QUALIFICATION RECORD (WGQR) AB-76A 2010-09

the pressure equipment safety authority

Welder's Name; Trevor McKain ABBSA File No.._C-26252 Stamp No.:. W
Identification of WPS followed by welder during welding of test coupon; 101 W.P. Reg. # WP-1312.2
Base material(s) welded,__SA-106-B and P1 Material Thickness;_14.02mm Test Coupon [{ Prod. Weld
Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process(es) Used: GMAW SMAW GMAW SMAW
Type of Welding (i.e., Manual, Semi-Automatic) Used: Manual Manual Manual Manual
Base Metal P Number: P1toP1 To P Number: SA-106-B SA-108-B P1 P1
[1 Plate Pipe (enter diameter if pipe or tube): 73mm 73mm 25mm & Over 25mm & Over
Backing (metal, weld metal, double-welded, etc.): N/A Weid Metal N/A Weld Metal
Filler Metal or Electrode Specification(s) (SFA) (info only): 5.18/5.1 5.18/5.1
Filler Metal or Electrode Classification(s) {(info only): ER70s-6 E7018
Filler Metal or Electrode F-Number(s): Fs F4 F6 F4

Filier Type (solid/metal or flux cored/powder) (GTAW or PAW):

Consumable Insert for GTAW or PAW:

Deposit Thickness for each process or electrode type, etc. (in.):  2.6mm Maximum 2.6mm Maximum
Process/Electrode 1: 3 layers minimum [J Yes No Process/Electrode 2: 3 layers minimum B4 Yes [ No
Welding Position (2G, 6G, 3F, efc.): 66 6G BG 6G
Vertical Progression (Uphill or Downhill):  Uphil Uphill Uphill Uphill
Fuel Gas for OFW or Inert Gas Backing for GTAW, PAW, GMAW: co= co?

Transfer Mode (spray/globular or pulse to short circuit- GMAWY):  Short Gire. D.C.  D.C. Reverse Shorl Cire. D.C. D.C. Reverse

GTAW Current Type/Polarity (AC, DCEP, DCEN}):

Results
Visual Examination of Fit-Up; Root Gap: 4mm Tack Welds: 3 ( Length: 9mm Number: 3 )
Root Pass (Describe Discontinuity if Unacceptable):

Completed Weld (Describe defects if unacceptable):

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

O Pipe Bend Specimen, corosion-resistant overiay [QW-462.5(c)] [0 Plate Bend Specimen, corrosion-resistant overlay [QW-462.5(d)]
O Macro Test for Fusion [QW-462.5(b)] O Macro Test for Fusion [QW-462 5(e)]
Type Result Type Result Type Result

2 Root Bends Acceptable

2 Face Bends Acceptable
(For alternative qualification of groove welds by volumetric examination to QW-1 g1)
R.T. Results: U.T. Results:
Fillet Weld - Fracture Test (Describe location, nature and size of any crack or tearing of specimeny;
Length and Per Cent of Defects: inches
Macro Test-Fusion:
Appearance-Fillet Size {leg.): X inch. Convexity: inch. or Concavity: inch.
Other Tests:

Record Information

Film or Specimens Evaluated by: RJV Company: RJV Gasfield Services
Welding supervised by: Dale Lanuik
Mechanical tests conducted by:_Dale Laniuk Laboratory test no.:

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

" ACCREDITED OR : sfield Services AOQP No.:_7040  Expiry Date: August 12,2017
Certified b — Examiner File No. E-00176 Date: April 6,2015

P.Q. Card No. (When issued); RJV #337 Performance Test Reference No.: W

Test Coupon 1.D. No.: W Date Coupon is to be retained to:__May 6.2015




