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HING(YED) _ Moy X SAVFELETY CODES ACT
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I:I METAL D NONFUSIHCMETAL Weld Procase STAN TS

.....

. Matl.
j N [:l e Bl GE P NO.corseBrsreens 10 P oo A
Elsc. Gr. F No.. G.E5 A Np. .. &.

Th, Qual. For, 7 m M., PWHT., NQ,

Vr.‘IS.Mo.‘j...Day.&SSigned P el

WELDING SPECIALIST

SASE METALS (QW-403)

e, 8 GROUPNo, ToP-No, 8 GHOUPNa.
OR

I ' R. ROSEBERE P ENG,

£ ~IFICATION YPEAND GRADE

}CIFICA‘I‘IOPTYPE AND GRADE
i - oR
CHEMANALYSIS ANC MECH.PROP,
T CHEMANALYSIS AND MECH.PROP.
| [CKNESSRANGE!
BASE METAL AROOVE  WITHIMPACT FILLET
[} wirdovmvpactT __1.58mmto 17mm All thickness

I

‘enil

-

PIPEQIA. RANGE GRooOVE _ All dlameter ser  All thickness

THeR  Maximumthickness per layer for GTAW= 6mm _ SMAW = 11mm

i lzLER METALS (QW-404)
] Echch'ﬂoqu (8FA) 5.8 5.4
AWS Mo, (CLASS) ER3XXL E3XXL-15/168
| e Fe ES
i T No, ORCHEMICALANALYSIS 8 {8
FEOF FILLERMETALS 118", 3/32", 1/8” 5/84", 3/32"_1/8", 5/32"
¢ POSITEIWELDMETAL THICKNESSRANGE
GROGVE Uplo 8mm Upto 11mm
FILLET. All fhickness -~ All }_;tl_ifkness
»  JOD& FLUX (CLASS) NIA
. (RADENAME NJA )
sNSUMABLEINSERT . N/A
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S QW - 482 (back)

i WPS No.  RJV-108 REVISIONNo.
POSITIONS(QW - 405) POSTWELDHEAT TREATMENT(QW - 407)
TIONSOF GROOVE All positions TEMPERATURRANGE N/A

L. TINGPROGRESSIONUP _Up DOWN TIMERANGE

r-t!,-.aIIONSJF FILLET All positions GAS (QW - 408)
F[ ;E{EHEAT(QW- 406) PRECENTCOMPOSITION
. PREHEATTEMP. _100-F GAS(ES) MIXTURE FLOWRATE
[ TERPASSTEMP MAX. 400 'F SHIELDING Argon 99.9% 12-15 ¢fh.
=[ REHEATMAINTENANCE __ Continuous with Gas/Electric. TRAILING N/A

{cONTUNUOUSOR SPEGIALHEATINGSHOULD BE RECORDED) BACKING Argon 99.9% 12-30 cih.

VOLTS Range 9-24

J.ECTRICALCHARACTERISTIC&{QW 400)
RRENT _Direct POLARITY GTAW-SP SMAW-RP  aAMP.Rangs _ 30-140

UNGSTENELECTRODESIZEAND TYPE 3/32" (2.5mm), 1/8" (3.2mm) 2% Thoriated
T PURE TUNGSTERN 2% THORISTED, BIC.

joEORMETALTRANSFERFORGMAW _N/A

SPRAY ARG, SHORT CIRCUINTING ARG, ETC.

EL,ECTRODBMREFEEDSPEEDRANGE _ INJA
[CHNIQUEQW - 410)
STRINGOR WEAVE BEAD Sitring & Weave

RIFICEDR GAS GUPSIZE 1/4" (8.3mm) to 1" (25.4mm) )
H?TIALAN INTERPASSCLEANING(BRUSHING, GRINDINGETC.) Grind alt tie in on stop and star to a featheredge, grind and brush

to sound metal between each interpass with stainless steel disc and brush

FETHODOF pACK Goucine  Grind to sound metal

| iSCILLATION 1.5mm past each side of bevel
"CONTACTTUBETO WORKDISTANCE N/A
jPLEOR SINGLEPASS (PERSIDE) Muiti

| ;~--APLEOR SINGLEELECTRODES Single
TRAVEL SPEED{RANGE) As per table below
TEENING Not permitted
| ITHER

! FILLERMETAL CURRENT
gfi[h% PROCESS CLASS DIAMETER TYPE | AMP. RANGE RANGE TRAVEL SPEEDRANGE
(112 |eTAW  |ER3IXXL 116" DC Straight | 30- 50 9-12 2" _ 4" per minute
W#1-2  |GTAW  |ER3XXL 3/32" DC Straight |40-100  [9-12 2" - 5° per minute
#“1-2 GTAW ER3XAL 1/8" DC Straight |[60G-135 g-12 3" - 6" perminute
.28 SMAW E3XXL sf64" DCReverse |30-35 18-23 2" - 4" per minute
—tgte. | SMAW E3XXL. 332" DCReverse |50-95 19-24 3.5" - 5" per minute
) SMAW E3XXL 1/8" DC Reverse |75-110 20-24 4" - 8" per minute
SMAW E3XXL 532" DC Reverse | 110- 140 18- 24 5.5" - 9" per minute

iximumof 36 000 Joules Is permitied with ER3XXL
wiaximumof 39 085 Joutes 1s permitied with E3XXL




[

1 t’
!
!

QW - 483

COMPANY NAME RJV Gas Field ServiceLtd.
ICEDURMUALIFICATIONRECORDNo, RJV-109 DATE September20, 1995
¥ "‘-‘\‘i'lo. RJIV-109
V. DINGPROCESS(ES) GTAW/SMAW
}'vpﬁs (MANUAL, AUTOMATIC,SEMI-AUTO) Manual
INTS(GV - 402) . GROOVEDESIGNOF TEST GOUPON
prer | Procses Filier Size Amp. Volt MM | Deposit | Joules
) 1 GTAW ER316L | 3/32" 75-85 10-12 50mm 1.5mm | 30600
-y 2 GTAW ER316L 332" 75 -85 i0-12 T6mm 1.5mm | 20400 3p° /
N
3 SMAW E316L 332" 80 - 90 19-22 89mm 25mm | 33942 ' '7
J, 4 | SMAW | EsteL | /32| 80-90 19-22 8omm | 3.0mm | 33942 I
s | smaw | EsteL | a/a> | so-e0 | 42-22 | 10imm | cap | 20700 ¥ P £3144.
\ 1 ER 3L
=
Hmm
BASE METALS (QW - 403) SOSTWELDHEAT TREATMENT(QW - 407)
AATERIALSPEC. SAS12 TEMPERATURE _ N/A
} TYPEOR GRADE _316L. TIME .
. 8 toP-No._ 8 OTHER
|4.. ___jcnsss_oF TESTCOUPON _ 8.5mm
 BIAMETEROF TESTCOUPON __104mm
?THER AS (QW - 408)
8 GAS MIXTURE FLOW RATE
_ SHIELDING Argon 99.9% 12 cfh.
TILLERMETALS (QW- 404) TRAILING N/A
-I5FA SPEGIFICATION 5.9 5.4 BACKING Argon 99.9% 15 cfh.
AWS CLASSIFICATION ER316L E316L
INELDMETALANS. A - No. 8 8 CURRENT_Direct __:
[ZEOFFILLERMETAL __3/32" 332" POLARITY __GTAW- Straight SMAW - Reverse
OTHER AMPS, 75 -850 voirts 10 '__2_2
i TUNGSTENELECTRODESIZE  _1/8" (3.2mm)
5 OTHER
DEPOSITEDWELDMETAL _3mm 5.5mm
oS IoNQW- 405) oG TECHNIQUEQW - 410)
WELDPROG GROOV T - TRAVEL SPEED 2" to 5" per minute
" OTHE RESSIONUP ORDOWNHILL) _Uphil STRINGORWEAVE BEAD . String & Weave
3 R OSGILLATION 1.5mm past each side of hevel
I MULTIPASSOR SINGLEPASS (PERSIDE) _Mulli
1 SINGLEOR MULTIPLEELECTRODES _Single
. 'REHEAT (QW - 408} OTHER
i PREHEATTEMP. 100'F
RPASSTEMP. 400'F
{ER
|




QW - 483 (back)
PQR No.

TENSILETEST (QW - 150)

L ‘leEmo. WIDTH THIGKNESS AREA ULTIMATETOTAL ULTIMATEUNIT | TYPEOF FAILURE
! 5 0.740 In. 0,328 in. 0.241 sq.in. 228001 93 300 psi Ductile/Parent
6 - 0,7501n. 0.320in. 0.240 sq.in. 223501b 93 100 psi Ductiie/Parent
|
GUIDEDBEND TESTS (QW - 160)
TYPE AND FIGURENC, RESULT
Face hend# 2 Pass
r Face bend# 4 frass
Root bend # 1 Fass
Root bend# 3 Pass
-
TOUGHNESSTEST (QW- 170)
'}'ESTTEMPERATURE
[ JOTCHTYPE
| ;ECIMEN\!O NOTCGHLOGATION IMPAGTTEST
L ’ JOULES FOOT/ Lb.
{ E‘-_r/}
F
¥
[
2 FILLET-WELDTEST (QW - 180) .
RESULTSSATISFAGTORY  YES NO PENETRATIONNTOPARENTMETA.. YES NO
ACRO RESULTS '
- OTHERTESTS
ZLDER'SNAME Mike FHlyndman STAMPNO. W-4359
TESTSCONDUCTELBY: Alfor Metallurgical Company Lid. LaB TESTNG.,  # 95-516

Ve certify that the statements in this record are correct and that the test weldswere prepared, weldedand tested
cordance with the requirements of Section IX or the ASME Code.

bATE_ September20, 1995
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ALFOR METALLURGICAL COMPANY LTD.

CONSULTING ENGINEERS FILE $95-516

POR #RJIV-109

i

i Ltd. :
eld Service Ltd September 20, 1995

RJIV Gas Fi

4901 - 47 Street

Vegreville, Alberta TOC 1C3

METAL TEST REPORT

Material Description: ASME S5A-312, Grade TP316L; NPS4 X 0.337" W.T. pipe; GIEW
Root + SMAW Fill & Cap; as-welded condition.

Specimen Type: Reduced-section ténsile, as per Figure QW-462.1(b) of the ASME
Code; guided face and root bend, as per Figure QW-462.3{(a) of
the ASME Code.

Results: Sample 5 Sample 6
Width: 0.740 in. 0.750 in.
Thickness: 0.326 in, 0.320 in.
Area: 0.241 sg. in. 0.240 sg. in.
Ultimate Load: 22 500 1b 22 350 1b
Ultimate Tensile Strengths 93 300 psi 93 100 psi
Fracture Character: Ductile Ductile
Fracture T.Dcationﬁ Parent Parent

Guided face bend samples 2 and 4: Pass Tests;
Guided root bend samples 1 and 3: Pass Tests.

6035 - 88 STREET, EDMONTON, ALBERTA T6E 5T4

PHONE (403) 465-0562




