=g NATIONAL ENERGY
VY COUIPMENT INC.

Date: Jun/25/2018

Prepared for: Loren Rutherford Branch: Moncton
Sample Description: Weld Coupons - 5052 Welder ID Number: 5301
Standard/Specification: ASME IX: QW-160 Guided Bend Test
Test Results
Visual
Examination of
Sample ID Weld Location |Bend Test |Comments
1G Pass Face Pass
2G Pass Pass
3G Pass Pass
4G Pass Pass
1G Pass Root Pass
2G Pass Pass
3G Pass Pass
4G Pass Pass

Test Findings
Coupons passed bend test for all positions.

Recommendations
No recommendations needed.

‘;A_'._T-’?,_.;.—‘_” %—v
Test Preformed By: P

Scott Gira

Test Date: Jun/25/2018
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Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019 Page 1 of 1

Revision: 0

Locen Riodher foid
A Be -/
SO52 -432

Welders Name:
WPS Used:
Base Metal:

Actual Values

Welding process

(o A

Type of Welder Sevnd ﬂu;"c?
Plate or Pipe (?\4 L.

Base Metal $o52 - 32
Filler Meta! Spee ,Qw,s 5 /0

Filler Metal Class

AR 5356

Filler Metal ﬁ(umi A hn

Consumable Insert

Filler Type

(drer

Position /Progression

Flad (1QY)/7UH

Imert Gas Used

44,44 ‘e I

Voltage 2 2.5
Amperage ﬂAﬂLm
Transfer Mode S oo b&- Ce
Welder Polarity (‘Df ‘rR’D

Cleaning Type

LOQ\‘(.’/ ’BT(A,CL

Welder and Welding Supervisor are responsible for the test coupons being
aceordanee with requirements of Section IX of the ASME Code,

Welding Supervisor: __\) @Ce ' Lu '(-ﬁs

Location: = - “

Visual Examination of Complete Weld:

Type of Test; _ Béined
Code; A€’“6 11X

A e: TX

Mechanical Test Preformed by: S'(C* ﬁL ﬁ-,c‘ﬂ\

N(/;é, i mm‘Dej

Code:

Location: ;

S 30/

Identification Number:
Test Coupon:
Thickness:

L4
Y !

Range Values

G AL
Sern Auu‘*@
Ple e
S052 ~H 32
Als S 70
£R 5356

L vat e m

L{)\‘r&
Fud (ig) /suH
Qa4 %o N
LA-A5
220 -R6D
Sg)c'cgu\ Q&'C,
DCRP
Wite 'E‘YWS\/L

prepared and welded in

Signature: {///L/@%L

Results of Bend Test

fass

Root m@
Result: (Y
Yisual Examination ¢f Complete Weld: )
Type of T \A Rootjor Fage

Pc»;sﬁ’

Result;

Signature:

We certify that the statement in the record is correet and that the test coupons were tested in aecordance with the

requirements of Section [X of ASME Code,

A o\(\,/ 5 / 1.0L8
sl

Date:
Name:

Organization:
Signature:

\3ch o o




NATIONAL ENERGY
EQUIPMENT INC.

Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019 Page 1 of 1

Revision: 0

Welders Name: _AMML_

WPS Used: A-NBY -1
Base Metal: SO 82~ 3L

Actual Values

Welding process

am i

Type of Welder

gewu' A\‘—'\/LO

Plate or Pipe

Plete

Base Metal Sp52 ~H 32

Filler Metal Spec /41«1/5 - 570

Filler Metal Class ER 5356

Filler Metal Al miiins oo

Consumable Insert

Filler Type

Wice

Position /Progression L_Lor" 2 0wt <\ (QG}/ UH

Inert Gas Used

94,49 %% [Ie

Voltage

24

St

Amperage

Transfer Mode

é@\"‘&iu\ \/—Lr(,
DccR®

Welder Polarity

Cleaning Type N ¢

A

Identification Number:
Test Coupon;
Thickness:

SR/
a3,

il

Y

Range Values

amaw
ét’wt«' ‘Au;‘ro
Plady
So52 - H 32
Au)s- 510
£R-5356

ﬂ/%mt A2

O ir e
Hociroutal CQG)/ UH
99. 99 % Hr
X /-2d
ROY ~ P20
4@&*4;{_ Pcm.
DcR®P
(Ware Bech

Welder and Welding Supervisor are responsible for the test coupons being prepared and welded in
accordance with requirements of Section IN of the ASME Code.

Signature:

Welding Supervisor: ’DQ_V‘C\L Lodes
E1~

Location:

Results of Bend Test

Visual Examination of Complete Weld:

Prnss

Type of’l‘cst; %@r\ » Root 0rllce )
Code: Aﬂvle“ X Result: 155
Visual Examination of Complete Weld: {)ﬁSﬁ

Type of Test: __{5¢ ootlor Face
Code: _ASINE I X Result: Vaf‘fg

Signature:

We certify that the statement in the record is correct and that the test coupons were tested in accordance with the
requirements of Section IX of ASME Code.

Mechanical Test Preformed by: oo ﬁL /';u\("f-
Location: : _NEE_ f}\)i"\ﬂLPCil)

Date: JV\V\/LfS/‘ZOlg Organization: I

Name: __C%h(‘ é’l l«//s.

Signature:




NATIONAL ENERGY
EGRITIPAMENT INC.

Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019 Page 1 of 1 | Revision: 0
Welders Name: Larcn /A),_‘ ~,qu 2 -/-\o P/;Q Identification Number: 5_3 o/
WPS Used: A-mRBlyr-1 Test Coupon: 24
Base Metal: o532 ~ (1372 Thickness: S !’
Actual Values Range Values

Welding process 2l A G M A
Type of Welder Sem(‘ ﬂu?lo (E pa ﬂ 14/4'\9

Plate or Pipe /plal.g Plate
Base Metal 57959 -4 32 &o 45 2 - /,/} Z
Filler Metal Spee ,40)6 5/0 /4&,/5 /0

Filler Metal Class E£R 52 +&7 LR 535¢

Filler Metal

ﬂ/um:‘num ﬂ/lrtmfﬂwm

Consumable Insert

Filler Type LU e [

Position  /Progression Ve‘. Y ole (3 (,‘\)/ UH Ue rifc/(.f’, (3 CL\ / UH
Inert Gas Used 14.449 0/@ A, r 94 .4 9 0/0 (Anr
Voltage 22:7 IQ L= 2¢

Amperage ﬁc‘_‘/\_‘a (85 -dos5

Transfer Mode 6@ N Afrg S sa o }/‘LTC

Welder Polarity ;«DC :({’D D UC R 1}

Cleaning Type Lo ke Broe bl Wovre. BDrug b

Welder and Welding Supervisor are responsible for the test coupons being prepared and welded in
accordance with requirements of Section IX of the ASME Code,

Welding Supervisor: ,])QTQ |t Lq ‘L~€§ Signature:

Location: /VEE/ - %’I 574-'9r¢ /Ljé

Results of Bend Test

Visual Examinatign of Complete Weld: F&SS
Type of Test: A% Root or {gee
Code: ACM@’ S Result:  {x4S
Visual Examination of Complete Weld: ,Eagg‘
Type MTC% Bepd (Root or Fécc
Code: ME X Result: e g<s

AY 0»—-
Mechanical Test Preformed by: 5& Cﬁ[ &«7_6\ Signature: W

Location: ; ﬂ\,)(;/é/ Winng pé:\

We certify that the statement in the record is correct and that the test coupons were tested in aceordance with the
requirements of Section IX of ASME Code.

Date: J/A(A/Z {/‘ZO (& (ﬁc‘?ﬂa(‘ _ Pefyl AL M‘L+
Name: %ﬂi’é/y// o = -




Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019 Page 1 of 1 | Revision: 0
Welders Name: Zare-q ?\? M,ar f rgﬂ Identification Number: {3 o/
WPS Used: A-mpe- Test Coupon:
Base Metal: SO 5 R - K 3&? Thickness: /"

Actual Values

oM A
SQ\/VL: Q.w-lro
Plete
SOSA- H 32
Aus- 5/0
£RA 535 4

(cemne

Welding process

Type of Welder

Plate or Pipe

Base Metal

Filler Metal Spec

Filler Metal Class

Filler Metal

Consumable Insert

Filler Type ()\) ire
Position  /Progression Oue(wﬂot /L{ c{\/ UH
Inert Gas Used 44.4 4 &/0 ﬂ_ ~
Voltage (Qc'l
/44 %‘@

guﬁ Clneq
DCRPD
(e Browsh

Amperage

Transfer Mode

Aec

Welder Polarity

Cleaning Type

Range Values

Ce Wk ()

Qewm. Ao

Plale

5052 - /32

Auls- 5 /0

£R 5356

lq/nm/ﬂcf Prard

L«)\rﬁ

Duoerhesl (48 UH
99.99 % Ar

225

oo - 280

§@ E G l/)cl‘&

DCRD

Wite Druch

Welder and Welding Supervisor are responsible for the test coupons being prepared and welded in
I I g pre|

accordance with requirements of Section IX of the ASME Code.

Welding Supervisor: ;\g\_.g&: (_qd,LS

E—\“‘ Lﬂ&

Signature:

Location:
Results of Bend Test
Visual Examinatipn of, Complete Weld: P‘»{S
Type of Test: nNe Root or Caee’”/
Code: Aﬁ[‘/u,' Ix Result; oGS
Visual Examination of Complete Weld: f[(‘x )

Type of Test; __Bend @L}l)
Code: Agf"\f;’ X Result:

Signature: ﬁ;{m

Mechanical Test Preformed by: G(C{'IL C‘:l:ﬁL
- -, .
NEE W innpe)

Location: :

r Face

Puss

We certily that the statement in the record is correct and that the test coupons were tested in accordance with the

requirements of Section IX of ASME Code.

Date: RJi/\-lr'\ /26/2,0(?)

Name: v ) fER/ ST

()rg,dnlmtmn /\x’k‘(

e Caaipmont
o b =






