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PMENT !NC Date:

NATIONAL ENERGY
1 7 | EOUI ’

Prepared for: Serge Vienneau Branch: Moncton
Sample Description: Weld Test Coupons Welder ID Number: 5302
Standard/Specification: ASME 1X: QW-160 Guided Bend Test
Test Results

© Visual
_ |Examination of

Weld ‘l‘Locavtio~n‘

Bend Test |Comments

1G X Face PASS
2G X PASS
3G X PASS
4G X PASS
1G X Root PASS
2G X PASS
3G X PASS
4G X PASS

Test Findings

All positions passed bend test.

Recommendations

No recommendations needed.

Test Preformed By:

Test Date:

Scott Gira

APR/02/2018




NATICONAL

EQUIPMENT INC.

ENERGY”

Welding Performance Qualification (WPQ)

Form Number;NEE-FRM-018 Page 1 of 1 | Revision: 0
Welders Name: ﬁercp €. V(e‘ A0 LA Identification Number: 6‘3 o4
WIS Used: A~ M5B W L Test Coupon: R~
Base Metal: Lol T Thickness: o ¥

Actual Values

Range Values

Welding process

CoMLA LY

G MUA (W)

Type of Welder

66 ' A‘IA..—LO

Com:  Acko

Plate or Pipe

Plake

Plete

Basc Metal

boo( T L

bobl TL

Filler Metal Spee

Auws 5, (o

Aws 5./0

Filler Metal Class

LR SIS &

Fitler Metal

/Q‘Iu,m"l/t of Lt

Consumable Insert

Filler Type

Wire

Position / Progression

Fleod B! Qx/UJ:l

Inert Gas Used

44,44 %l b

Voltage

A Y

Amperage

auto

Transfer Mode

Welder Polarity

6‘@&0\,% /‘\N'c.,

DL R P

Cleaning Type

(Wice Briws I

£ER 5356

/Z}/u,mf A eg g1

(/')\‘v"-P
Eut 1 G/
44.99 Y% Ar
RAL-25

2%~ 260

q%&cwl L\Ur...
DCRY
Cixe

:‘3(\&5(&_

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

Welding Supervisor:

Dete lc

e

Location:

MNEE\- Mouckou

L

Visual Examinatjon of Complete Weld:

Type of Test:
Code: __Aé X

Results of Bend

0

Signaturc:

Test

Pss

Visual Examinat
Type of Test:

ion of :';fomplc(c Weld:

Code:

ME TX

Mechanieal Test Preformed by: éﬁo‘f('. G(;@\

Rood Ar Face

Result: asS

—
Signature:

~ “
Location: : /\)66/ ina {RER
s \J
We certify that the statement in the record is correct and that the test coupons were tested in accordance with the

requirements of Seetion IX of ASME

Date: AO(;\ Z /?—-O Ig

Code.

A ris Lovd

Name;

Signatur

o
-

@

Organization:

M&kaawﬁkghmmwF
G ety L 7 2B

CH s

o g




il NATTONAL ENERGY”
B8 EGIUHIPAENT FNC.

Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019 Page 1 of 1 | Revision: 0
Welders Name; Y Identifieation Number: ‘%' 3 o2,
O — .
WPS Used: B4 -2 Test Coupon: o
Base Metal: bobi__Th Thickness: Yy "

Actual Values

Welding process

QM AL

Range Vahlues

G D

Type of Welder

Cems W Lo

Plate or Pipe

?(Cu‘\"f

Base Metal

bobl Tl

Filler Metal Spee

Aws 8./

Filler Metal Class

ER $3 5

FFiller Metal ﬁ{ ¢ et s

Consumable Insert

Fitler Type

Position/ Progression L/, 1m0 g de [ @9‘_4/(]/#
44,44 %

Inert Gas Used
Valtage
Amperage
Transfer Mode

Welder Polarvity

(/] re

Ac

2.5

&wnlo

Ar o

S@r@q‘

DCR.P

Cleaning Type

(Jire Roewa b

gé’«m; fd‘w(h:?
R lecte
boe! T¢
AWs &,/2
£R 5356

/ur“ﬂ'fdaﬁ 7

&S re
/:@r‘«'aom&@/ 47571/0/'/
Aa.94 % A
22 ~25
AL5 - 230
Sotan Mec
DR D

W ite Bruak

Welder and Welding Supervisor are responsible for the test coupons being prepared and welded in

accordance with requirements of Seetion IX of the ASME Code.

Welding Supervisor: L

M
MKE\ -~ Mod&k@w\ MB

Location:

Signature:

Results of Bend 'l‘cst?

Visual Examination of Complete Weld:
Type of Test; y\g

Code: %MEIY\

Visual Examination of Complete Weld:
Type of Test:

Code: IASMb

Mechauical Test Preformed by: éco{"P G‘IW&
Neg, | mk()&s

Location: :

Root ()I‘(“'lcﬁ’

Result: &56
Bgs

ool or Face
Result:

Signature: ggg=="

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,

Date: AD(\\ Z/ZO

Umns CQV’J\\I

Name:

Ovganization; M‘xﬁ-&(\-&l Ewch @A@W

Signature:




NATIONAL ENERGY”
EQIIPAMIEINT INC.

Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019 Page 1 of 1 | Revision: 0
Welders Name: {&.réf U; 2 AL Al Tdentification Number: 5.3 22
WPS Used: A~ MAY ~ Test Coupon: 3&
Base Metal: (nf)(ol 76 Thickness: T

Actual Values

Welding process

aMh )

Type of Welder

gﬁm‘\ ; {‘\'w‘x@

Plate or Pipe
Base Metal

Filler Metal Spec
Fitler Metal Class

P leche

bob |

Tl

AWS 5 /o

£R S356

Range Values

G M A
Cewm' Poto
Plate
o6l 76
AWS S.co
£KR 5356

Filler Metal #/@fj’iz'ﬂ% sat

ﬁ/um/num

Consumable Insert

Filler Type wl' ~e
Uerticle. 3 RANH
qq.494 %o A¢
2Y
auda

6 9"6‘:4\
DCRP
(iee. (B Yews h

drrp
Veekicle. 3GV

9 a4 0/0 A'{'

22~ 25

g0 =2

Position / Progression

Inert Gas Used

Yoliage

Amperage

Transfer Mode Ce

¢
DR
(A):J'{ ?)Vm.s o

Welder Polavity

Cleaning Type

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

Welding Supervisor: ﬂeT*ﬁk (-vu;l-ti’ﬁ
AORET - Mon bow  HNBR

Signature:

Location:
Results of Bend Test

Visual Examination of Complete Weld: @’\6‘5

Type of Test: %é Root o%‘-p

Code: ASW\ Results 0\56

Visual Examinatign of Gomplete Weld: @DPCLSS

Type of Test: . r Fae

Code: Result: po\§5

El Z)
Mechanical Test Preformed by: SL‘D Gnco. Signature: . i J
Location: : z any\@w
7 V)

We certify that the statement in the record is correct and that the test coupons werve tested in accordance with the
Y

requirements of Scction IX of ASME Code.
ka

Date: Ab(;l. L/Zd(g

Organization: M’LJOV\&_\ g e
VeWing Gerddly, e

Signature:

Name:




' NATIONA L. ENERGY”
EQXIIPAAIEINT INCC. Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019 Page 1 of 1 | Revision: 0

Welders Name: S},r HL \);‘ Corfl e © G LA Tdentifieation Number: § 3 <o Z_
WPS Used: H~MBO -2 Test Coupony Q
RBase Metal: O G| Thickness: Yo

Actual Values Range Values
Welding process LM AW & m A w
Type of Welder 66 “ ‘Au,-Lc: S@ via. | Au.;\ro
Plate or Pipe Riote ? (ete
Base Metal é 06| 606
Filler Metal Spec AWS £, /D AWs s, /0
Filler Metal Class EFR $35¢ FRSS35E

Filler Metal /7/"‘(?‘1(';4(,44 “ /wm [ atit gt
Consumable Insert
Filler Type LA ce e e

Position / Progression ), W oa d Y Gy {! ik . _Doey L\.m/)& (“{:G\/Ulf
Inert Gas Used 24, 494 a/a (,kr 4, {4 p/c:.’ ZL('
Voltage 4 22~-34

Amperage P _ ,,?/7 -2 25

Transfer Mode 6@39 l\qm‘ ‘&[‘ < g Q ta,% ﬁ\rc_

Welder Polarity D CRP 'D CRP

i -~
Cleaning Type (‘v'){ Ce 36 S o M&.ﬁ_

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

Welding Supervisor: 2 Yere (£ 4;4 j/gj Signature:

Location: AUEEZ. = MOAC)I@“M /Uﬁ

Results of Bend Test

Visual Examinatjon of Complete Weld: P&S

Type of Test: éuz\’\A Root or @

Code: __ASIVE 5L Result: “SS

Visual Examination of ??omplc(c Weld: q{f;ss

Type of Test: ool Fae

Code: __ ASIWE. TY Result: cpméﬁ
Mechanical Test Preformed by: éco'H' &c\rk Signature: Y

Location: ; N%’f (/\)EIU[\:\.PE—OI)

We eertify that the statement in the vecord is correct and that the test coupons were tested in accordance with the
requirements of Section 1X of ASME Code,

Date: A{)(\\ 2 /ZO Lg Organization:

Name: r(:’/{/'/J' ﬁfﬁ//) Signature:

e e
e

P






