=g NATIONAL ENERGY
VY COUIPMENT INC.

Date: JUN/25/2018

Prepared for: Michael Cross Branch: Dartmouth
Sample Description: Coupons - 6061 Welder ID Number: 6421
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
All positions passed bend test.

Recommendations
No recommendations needed.

;;E:?@;;’_'—’ %
Test Preformed By: =

Scott Gira

Test Date: JUN/25/2018




ﬁ NATIONAL ENERGY

EGQUIPMENT INC. Welding Performance Qualification (WPQ)

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

Welders Name: Michael Cross
WPS Used: A.MBF),
Base Metal; 6061

Identification Number: 6421
Test Coupon: 16
Thickness: 14

Actual Values Range Values

Welding process GMAW GMAW

Type of Welder Semi Auto Semi Auto
Plate or Pipe Plate Plate

Base Metal 6061 6061

Filler Metal Spec AWS 5.10 AWS 5.10
Filler Metal Class ER5356 ER5356

Filler Metal Aluminum Aluminum
Consumable Insert

Filler Type Wire Wire

Position/ Progression  Flat 1G/ Uphill Flat 1G/ Uphill
Inert Gas Used 99.99% Argon 99.99% Argon
Voltage 24,7 22-25
Amperage Auto 230-260
Transfer Mode Spray Arc Spray Arc
Welder Polarity DCRP DCRP
Cleaning Type Wire Brush Wire Brush

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: ;Z]ﬂ 2 ”(Aj{/} /\(/

Dartmouth Shop

Signature:

Location:

Results of Bend Test

Visual Examination of Complete Weld: f‘ibgé

Type of T;TQ: Bend Root orFace’
Code: ME T Result: 25
Visual Examinﬂ&:)-’n of, Complete Weld: C’jg‘aéﬁ

Type of Tgst: _¥%0r Root’or Face
Code: /8641{(; T Result: <5

Signature:

=

Mechanical Test Preformed by: 5(,5'(% éf(w.
Location: : _INEE W ianides
N~

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: JL\V\ /Zé/lg

Name:  Zanyar Farhadi

r | = -{—
Organization: ot LC‘«Wg Gﬂt’f;ﬁ:’& K@L-qﬂfw’\

Signature:




ZJ NATIONAL ENERGY
FE FOUIPMENT INC.

Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019

Page 1 of 1

Revision: 1

i

Welders Name: Michael Cross

WPS Used; A-MBHY.

Base Metal: 6061

Actual Values

Identification Number: 6421
Test Coupon: 26
Thickness: /¢

Range Values

Welding process GMAW GMAW

Type of Welder Semi Auto Semi Auto
Plate or Pipe Plate Plate

Base Metal 6061 6061

Filler Metal Spec AWS 5.10 AWS 5.10
Filler Metal Class ER5356 ER5356

Filler Metal Aluminum Aluminum
Consumable Insert

Filler Type Wire Wire

Position/ Progression.  Horizontal 2G/ Uphill Horizontal 2G/ Uphill
Inert Gas Used 99.99% Argon 99.99% Argon
Voltage 2_/ p 26 22-25
Amperage Auto 215-230
Transfer Mode Spray Arc Spray Arc
Welder Polarity . DCRP DCRP
Cleaning Type Wire Brush Wire Brush

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:

Location:

Dartmouth Shop

}

Signature:

Results of Bend Test ..

Visual Examinatio\n of Eomplete Weld: ' a&i
Type of Test: _ FONC Root or%}
Code: 'A‘)(\’l(? IX Result: )
Visual Examination offomplete Weld: PCLS';

Type of Test: __3enC @)ﬁor Face
Code: ASivE 1LY Result: fegs

Mechanical Test Preformed by: SCC’# Q‘G\.

Location: :

Signature:

Ne€e  iJinn ig)eii;

We certify that the statement in the record is correct and that the test coupons were tested in accordance with the
requirements of Section 1X of ASME Code.

Date: Ji/kéf\/zg/ [g

Name: Zay\yar Farhadi

e "
Organization: {‘vcti’(;c ew..t (jdﬁ( L] go’it‘i)‘v‘@l“'_
JJ & 1

Signature: @—




58 NATIONAL ENERGY
P& COUIPMENT INC.

Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019

Page 1 of 1

Revision: 1

Welders Name: Michael Cross

WPS Used: A-MBvy,

Base Metal: 6081

Actual Values

Identification Number; 6421
Test Coupon: 36
Thickness: 14

Range Values

Welding process GMAW GMAW
Type of Welder Semi Auto Semi Auto
Plate or Pipe Plate Plate

Base Metal 6061 6061
Filler Metal Spec AWS 5.10 AWS 5.10
Filler Metal Class ~ ER5356 ER5356
Filler Metal Aluminum Aluminum
Consumable Insert

Filler Type Wire Wire

Position/ Progression

Inert Gas Used

Vertical 3G/ Uphili

99.99% Argon

Vertical 3G/ Uphil}
99.99% Argon

Voltage 744 22-25
Amperage Auto 190-210
Transfer Mode Spray Arc Spray Arc
Welder Polarity DCRP DCRP
Cleaning Type Wire Brush Wire Brush

. Name: Zanyar Farhadi

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

requirements of Section 1X of the ASME Code. /j
Signature: ; D’M/; & -

<
Welding Supervisor: ; ral)ef i I/\jﬁ Mﬂ
Results of Bend Test

Loeation: Dartmouth Shop

Visual Examination o\fé:omp!cte Weld: Qx§§
Type of Test: __ Rong Root ¢ a’cwe%‘ ,
Code: _ ASIRE™ T Result: )
Visual Examinatiérg{jomplete Weld: Q&ﬁé
Type of Test: _ r Face
Code: __ASME X Result:

Mechanical Test Preformed by: f(c‘/"i é)" Ten Signature:

Location: : JUEE K 'i(\(\l@tif}

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

Date: JV‘V\/Zé//Q

Organization: N&‘L Cw\&( 6}){(33 thgz&&'\‘{‘

Signature: %




S0 NATIONAL ENERGY
& LOUIPMENT INC.

Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019

Page 1 of 1

Revision: 1

Welders Name: Michael Cross

WPS Used: A-MBO-L

Basc Metal: 6081

Actual Values

Welding process GMAW

Type of Welder Semi Auto
Plate or Pipe Plate

Base Metal 6061

Filler Metal Spec AWS 5,10
Filler Metal Class ER5356

Filler Metal Aluminum
Consumable Insert

Filler Type Wire

Position/ Progression  Overhead 4G/ Uphill
Inert Gas Used 99.99% Argon
Voltage DAL
Amperage Auto

Transfer Mode Spray Arc
Welder Polarity DCRP

Cleaning Type Wire Brush

Identification Number: 6421
Test Coupon: 46
Thickness: 14

Range Values

GMAW

Semi Auto
Plate

6061
AWS 5.10
ER5356

Aluminum

Wire

Overhead 4G/ Uphill
99.99% Argon
22-25

215-225

Spray Arc

DCRP

_V_\/ire Brush

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: g&é/\‘ (/jﬁbmﬂ

Dartmouth Shop

Location:

Signature: W//

Results of Bend Test

Yisual Examinatign oiComplete Weld:
Type of Test: 2

Code: ME TV

Visual Examination of Eomplete Weld:
Type of Test: N

Code: __ AGME TX

Vechanical Test Preformed by: é[cﬁL ét &y
3| " . 3
Location: : é\)éﬁ/ HN g}cz)

ass

Root @
Result: <S5

fes s

ngm)or Face

-

Result: PC*»S é

Signature: W

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: \\\M’\/Zé//g

Name:  Zanyar Farhadi

-
Organization: ﬁﬂs\L;auJ 5}’1@(3% &;ELL\@MIL-!'

Signature:






