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QUALIFIED FOR:
BASE METAL (TYPICAL): AIS1 4130 “TO" P1-GROUP1
PROCESS(ES): SMAW WELD TYPE(S): MANUAL
POSITION(S): ' ALL.
FILLER METAL(S): E8010G , E10018-D2
BASE METAL THICKNESS RANGE(S) QUALIFIED: 0625" TO 674"
PROCEDURAL DETAILS: PREHEAT = 400F MINIMUM
PWHT = 1225F (+/-) 25F
(1 HOUR PER INCH) _
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WEEDIEROEEDIRE! SEECIRIGATICRINES S

Company Name: RJV GAS FIELD SERVICES LTD. By: DALE LANIUK
Welding Proc. Spec. No.: RJV106 Date:  23-SEPT-94 PQR(s): RIV106(PQR)
Revision No.: Rev.1l Date: 06-Feb.-02

Welding Process(es): SMAW Type(s): MANUAL

{Automatic, Manual, Machine, or Semi-Aule.)

JOINTS: (QW-402) N
(ASME TOINT DESIGNS

Joint Design GROOVE, FILLET, REPAIR

For Joint Details: See attached sheet.

Backing {Yes}) X {No) X

Backing Material Type WELD METAL WWHERE APPLICABLE

{Refer o beth basking ond retainsrs)
NO RETAINERS
Nonfusing Metal

Y] etal [ ]
D Nonmetallic ‘:I Other

K—- 60 degrees _/

Sketches, Production Drawings, Weld Symbols or Written Description
shoutid ehow the general arangement of the parts {o be welded. Where

spplicabla, the root spacing and the details of the weld groove may be

y

16" - 1/8"

specified.
{Af the option of the Manufacturer, skelches may ba altached to ilustrate
Joint design, weld layers and bead sequence, e.g. for nolch foughness

procedures, for multiple process procedures, elc.)

116" - 1/8" — e /|\

BASE METALS: (QW-403)

P - No. UNASSIGNED Group No. AISI 4130 “TO" P -No. Pt Group No. 1
OR
Specification type and grade
to Specification type and grade
OR
Chem, Analysis and Mech. Prop.
to Chem. Analysis and Mech. Prop.
Thickness Range:
Base Metal ............ Grocve .06258" TO .674" Fitlet ALL
" Pipe Dia. Range ......Groove ALL Fillet ALL
Other No single pass to exceed 1/2".
FILLER METALS: (QW-404)
Spec. No. (SFA} 51 5.5
AWS No. (Class) E8010G E10018-D2
F - No. F3 F4
A-No. A1 Al
Size of Filler Metal 3/32", 1/8" 3/32", 118", 5132"
Weld Metal
Thickness:
Groove .250" Max. 424" Max,
Fillet ALL ALL
Electrode Flux (Class) NA NA
Flux Trade Name NA NA
Consumable Insert NA NA
Other NA NA




WELD PROCEDURE NO.: RJVI06 __ REV: PG:

POSITIONS: (QW-405) POSTWELD HEAT TREATMENT: (QW-407)
Position(s) of Group ALL POSITIONS Temp. Range 1225F (+/-) 26F
Weld Progression: Up UPHILL Down Time Range 1 HR PER INCH MINIMUM
[Position(s) of Fillet ALL PCSITIONS Other
PREHEAT: (QW-406) GAS: (QW-408)
Minimum Preheat Temp. 400F % Compaosition
Gas(es) Mixture | Flow Rate
Maximum Interpass Temp. 650F Shielding NA NA NA
Preheat Maintenance ALLOW TO COOL AS REQUIRE Trailing NA NA NA
(MIIN. 400F) Backing NA NA |NA -
Continuous / special heating should be recorded where applicable. Other NA

ELECTRICAL CHARACTERISTICS: (QW-409)

Current: AC and DC DC Polarity REVERSE
Amps {Range) 40 - 220 Volts (Range) 17 - 30
{Ampere and volt ranges should be recorded for each eleciroda size,
position, thickagss, ste. This information may be listed in tabular form Max Heat Input = 1.689 kJ/mm
similar to that shown below.}
Tungsten Electrode Size and Type NA
(Pure Tungsten, 2% Thariated, etc.)
Mode of Metal Transfer for GMAW NA
{Spray Arc, Short Circuiting Arg, etc.}
Electrode Wire Feed Speed Range NA

TECHNIQUE: (QwW-410)

String or Weave Bead BOTH
Crifice or Gas Cup Size NA
Initial and Interpass Cleaning (Brushing, Grinding, Chipping)

GRINDING, BRUSHING, CHIPPING

Method of Back Gouging AIR ARC GOUGING OR GRINDING TO SOUND METAL
Oscillation NA

Contact Tube to Work Distance NA

Multipass or Single Pass (per side} MULTIPASS

Multiple or Single Electrodes SINGLE

Travel Speed {Range) (1-14 IPM}

Peening NO PEENING ALLOWED

Cther

| Glirrent | Mol Traval Sgead Heal Input
| Biamster || Polary ][ Range ]| Rangs || Range (IPM) (ki)

EG010 332" DCRP 40-120 | 17-30 2-8 IPM 1.063 kJ/mm
E6010 1/8" DCRP 80-150 | 17-30 2-10 IPM 1.063 kJimm
2-REM SMAW | E7018-1 332" DCRP | 40-120 | 17-30 2-8 IPM 1.063 kdimm
2-REM SMAW | E7018-1 1/8" DCRP 80-160 | 17-30 2-10 IPM 1.134  kJimm

2 -REM SMAW | E7018-1 5/32" DCRP |140-220| 17-30 2-14 IPM 1114  kdimm




PROCEDURE QUALIFICATION RECORD (PQR)

PG: 3

e — e ————
Company Name: RJV GAS FIELD SERVICES LTD.

Procedure Qualification Record No.: RJV106{PQR) Date: 23-SEPT-94
WPS No.: RJV106

Welding Process(es). SMAW

TYPE(S): (Manwal, Autematic, Machine, or Ssmi-Auto.) MANUAL

JOINTS: (QW-402)

Coupon Thickness = 337" = 60 degrees >
Root Opening = 118"
Land Thickness = 332"

Groove Dasign of the First Coupon

(For combination qualification, the deposit weld metal thickness will be recorded for each filler metal or process used.)

BASE METALS: (QW-403) POSTWELD HEAT TREATMENT: (QW-407)
Material Spec. AISI 4130 TO SA106-gr.B Temperature 1225F (+/-) 25F
Type and Grade Time 1 HR SOAK MINIMUM
P-No. AISI4130 "TO" P-No. P1-Gr1 Other
Thickness of Test Coupon 337
Diameter of Test Coupon 4.50" OD
Carbon Equivalent NA GAS: (QW-408)
Heat Number NA % Composition
Other No single pass exceed 1/2" Gas(es) Mixture | Flow Rate
Shielding NA NA NA
FILLER METAL: (QW-404) Trailing NA NA |NA
SFA Spec. 51 5.5 Backing NA NA NA
" AWS Class. E8010G E10018-D2

F - No. F3 Fa ELECTRICAL CHARACTERISTICS: (QW-409)
A - No. A1l A11 Current DC
Filler Metal Size 118" 3i32",1/8",5/32" Polarity REVERSE
Other Amps SEE PAGE 5 Volts SEE PAGE 6
Thickness of Tungsten Electrode Size NA

Weld Metal 25" 212" Other NA
POSITION: {QW-405) TECHNIQUE: (QW-410)
Position of Groove 1G Travel Speed 2-10 IPM
Weld Progression {Uphill, Downhill) UPHILL String or Weave Bead STRING
Other Oscillation NA

Multipass or Single Pass (per side) MULTIPASS
" PREHEAT: (QW-406) Multiple or Single Electrodes SINGLE

Preheat Temperature 400F MINIMUM Other
Interpass Temperature 650F MAXIMUM

Other ALLOW TO COOL AS REQUIRED




PROCEDURE QUALIFICATION RECORD (PQR) NO.:  RJV106(PQR)

— TENSILE TEST: (QW-150) et o
Width Thickness Area Ultimate Ultimate Unit Type and Location
| Specimen No. (in) {in} {sq.in.) Total Load (lb) Stress (psi) of Failure
1 0.740 0.324 0.240 19,000 79,200 Ductile in parent A106
2 0.743 0.209 0.230 18,400 80,100 Ductile in parent A106

GUIDED BEND TESTS: (QW-180)

L Type and Figure No. Results
| 2 Face Bends Both passed.
2 Root Bends Both passed.

TOUGHNESS TESTS: (QW-170)
Notch Notch Test | Impact Lateral Expansion Drop Weight

Specimen No, Location || Type Temperature Values % Shear | Mils Break No Break

Satisfactory Results: Yes No Penetration: Yes No

Macro - Results:

I
FILLET - WELD TEST: (QW-180)

OTHER TESTS
Type(s) of Test(s): Hardness Survey - See attached report #94-09-2178
Deposit Analysis:
Other
Welder's Name: Mark Reithmeyer Clock No. W11550 Stamp No.
Test Conducted by: CANSPEC GROUP INC. Laboratory Test No. 94-08-2178

; /) A

Gilles Perreault, R.E.T.
Manager, Laboratory Services

Manufacturer: RJV GAS FIELD SERVICES LFD~—no-_

S
y: o /,/G_

Date: SEP 26 193
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ll PROCEDURE QUALIFICATION RECORDWELD DATA = PG
I PAR No.: RIV106(PQR) Date: SEPT 22/94
] ~— WELDDATA
~ Flilar Matal Gurrant C Melt || Travel Speed Heal Inpul
| Laver(s) || erocess || cioss | Dlametar][ Polatity [ Range || Range Rungs (I
1 SMAW | E8010-G | 1/8" DCRP | 95110 | 19-26 2-4 IPM T 1.689 kJimm
2 SMAW |E10018-D 118" DCRP | 110120 | 20-25 7-9 IPM 0.787  kJimm
FILL/CAP SMAW |E10018-D | 5/32' DCRP | 185-195 | 22-29 6.9 1PN 1.484 kJimm
Comments:
—
. 2

[ Witness by:

Name of Withess
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MATERIALS ENGINEERING AND TESTING

HARDNESS TEST REPORT

CUSTOMER: RJV Gas Field Services Ltd. PURCHASE ORDER NO.: N/A
ADDRESS: 4901 - 47 Street, Vegreville, AB DATE TESTED: September 23, 1994
ATTENTION: Dale Laniuk CAMNSPEC JOB NO.: 94-09-2178

MATERIAL DESCRIPTION: Weld Procedure RJV-106
4" OD STD Welded Pipe, PWHT at 1225°F for 1 hour
ASME SA106 Grade B to AISI 4130

---------
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2 Y GILLES PERREAULT, R.E.T.
MANAGER, LABORATORY SERVICES

CANSPEC GROUP INC.

7450 - 18 STREET, EDMONTON, ALBERTA, CANADA TEP 1NS o TELEPHONE (403) 440-2131 » FAX (403) 440-1167
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MATERIALS ENGINFERING AND TESTING

HARDNESS TEST REPORT

CUSTOMER: RJV Gas Field Services Lid. PURCHASE ORDER NO.: N/A
ADDRESS: 4901 - 47 Street, Vegreville, AB DATE TESTED: September 23, 1984
ATTENTION: Dale Laniuk CANSPEC JOB NO.: 94-09-2178

MATERIAL DESCRIPTION: Weld Procedure RJV-106
4" OD STD Welded Pipe, PWHT at 1225°F for 1 hour

ASME SA106 Grade B to AISI 4130

1 4 7 10 13
<__ 2 5 8 11 14<>
3 6 9 12 15
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MANAGER, LABORATORY SEHVICES

CANSPEC GROUP INC.

7450 - 18 STREET, EDMONTON, ALBERTA, CANADA TGP tNB » TELEPHONE (403) 440-2131 » FAX (403) 4401167




