=g NATIONAL ENERGY
VY COUIPMENT INC.

Date: JUN/25/2018

Prepared for: Michael Cross Branch: Dartmouth
Sample Description: Coupons - 5052 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




23 NATIONAL ENERGY
FE COUIPMENT INC.

Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019

Page 1 of 1

Revision: 1

Welders Name: Michael Cross

WPS Used: A-MBF-1

Base Metal: 5052

Actual Values

Wel(ling process GMAW

Type of Welder Semi Auto
Plate or Pipe Plate

Base Metal 5052

Fitler Metal Spec AWS 5.10
Filler Metal Class ER5356

Filler Metal Aluminum
Consumable [nsert

Filler Type Wire

Position/ Progression  Flat 1G/ Uphill
Inert Gas Used 99.99% Argon
Voltage 232.0
Amperage Auto

Transfer Mode Spray Arc
Welder Polarity DCRP
Cleaning Type Wire Brush

Identification Number: 6421
Test Coupon: ¢
Thickness: ¥4

Range Values
GMAW
Semi Auto
Plate
5052
AWS 5.10
ER5356

Aluminum

Wire

Flat 1G/ Uphili
99.99% Argon
22-25

230-260

Spray Arc
DCRP

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: ﬁ/ép; g ZIQGJJ

Dartmouth Shop

Location:

Sigwwj

Results of Bend Test

Visual Examinatign of, Complete Weld:
Type of Test: J\An
Code: ,ﬂ@[\/\(’f .

Ix
Visual Examin?éieo)n of Complete Weld:
Type of Test: ¥ \é

Code: MN.E X

Mechanical Test Preformed by: §as("€' G:-"-k
Location: : NZ€ hJ tn(\ﬁ({)c%

g
Root oucFace,)
Result: v $S

R

S s
Result: )

Signature: %M

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

requirements of Section X of ASME Code.

Date: i’w\\ /26//8

Name: Zanyar Farhadi

Signature:

. = — i
Organization: EJ‘%-‘(WC‘«‘&-\ (jﬂefﬂ‘é kfﬂu?ﬂ'\v‘-+
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ﬁ NATIONAL ENERGY

5 EQUIPMENT INC. Welding Performance Qualification (WPQ)

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

Welders Name: Michael Cross
WPS Used: A-MBH-1
Base Metal: 5052

Identification Number; 6421
Test Coupon: 28
Thickness: 14"

Actual Values

Range Values

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

Base Metal 5052 5052
Filler Metal Spec AWS 5.10 AWS 5.10
Filler Metal Class ER5356 ER5356
Fitter Metal Aluminum Aluminum
Consumable Insert

Filler Type Wire Wire

Position/ Progression

Inert Gas Used

Horizontal 2G/ Uphill

99.99% Argon

Horizontal 2G/ Uphill
99.99% Argon

Voltage 250 21-24
Amperage Auto 205-220
Transfer Mode Spray Arc Spray Arc
Welder Polarity DCRP DCRP
Cleaning Type Wire Brush Wire Brush

Welding Supervisor: QJL%‘J" b\)R’J

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. //
Signature: QM_ .

Results of Bend Test_)
Visual Examinatign of Complete Weld: {'ag‘é

Type of Test: f;é){ : Root o
Code: __ASIAE 1TX Result: é%{;ﬁ
foss

@Dﬂ?or Face
Result: P&j{g

Signature: W’LJ

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: JLW\/Z6 //8

focation: Dartmouth Shop

Visual Examination of Complete Weld:
Type of Test; z «‘L
Code: POIME TX

Mechanical Test Prgformed by: S(’a{'é 674.\(&
Location: : VEE N}V\f\;@f&)

Organization: (,J(.A.i ¢éuh._\ 6@@33 66!;}&?(%\_{

Name: Zamyar Earhadi Signature:
‘ e
1Jo 198y Burg - su oImIaq aABMIN|Y



= EQUIPMENT INC.

|
NATIONAL ENERGY |
ﬁ 4 | Welding Performance Qualification (WPQ)

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

Welders Name: Michael Cross
WPS Used; A-mBv-1
Base Metal: 5052

Identification Number: 5421
Test Coupon: 36
Thickness: 14"

Actual Values

Position/ Progression

Inert Gas Used

Range Values

Vertical 3G/ Uphill

Welding process GMAW GMAW
Type of Welder Semi Auto Semi Auto
Plate or Pipe Plate Plate
Base Metal 5052 5052
Filler Metal Spec AWS 5.10 AWS 5.10
Filler Metal Class ER5356 ER5356
Filler Metal Aluminum Aluminum

| Consumable Insert

. Filler Type Wire Wire

99.99% Argon

Vertical 3G/ Uphill

99.99% Argon

Voltage 7230 21-24
Amperage Auto 185-205

' 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. )
Y

4

<
< {]

Welding Supervisor: £ > z
Dartmouth Shop

Signature:

lLocation:

Results of Bend Test

i Visual Examinatign of Complete Weld: P@S‘)

: Type of Test: Ee-\c(, Root oFace/

j Code: _ASME TY Result: w44
Visual Examination ofé—Complete Weld: pf\é 5
Type of Test; ogtoor Fac
Code: ASL\/L& I Result: ﬁa.,/§

Signature: W\/

Mechanical Wt Prefermed by: 5((')1“(’ é?t(ég
EE (Dindfec
L)

Location: :

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.

pate:_Jon / Z{A 8

PoName Zanyar Farhadi

Organization: é\)t\‘h@l\&( b(’\e\'jﬂ G&LL&QVV\&V{{—

Signatire: @—




2 NATIONAL ENERGY
FTE FOUIPMENT INC.

Welding Performance Qualification (WPQ)

Form Number:NEE-FRM-019

Page 1 of 1

Revision: 1

Wetders Name: Michael Cross

WPS Used: A-MBO-1

Base Metal: 5052

Welding process
Type of Welder
Plate or Pipe
Base Metal

Filler Metal Spec
Filler Metal Class
Filler Metal

Consumable Insert

Filler Type

Position/ Progression
Inert Gas Used
Voltage

Amperage

Transfer Mode
Welder Polarity

Cleaning Type

Actual Values

GMAW

Semi Auto

Plate

5052

AWS 5.10

ER5356

Aluminum

Wire

Overhead 4G/ Uphill

99.99% Argon

L0

Auto

Spray Arc

DCRP

Wire Brush

Location:

Type of T
| Code:

Identification Number: 6421
Test Coupon: 46
Thickness: 14

Range Values
GMAW
Semi Auto
Plate
5052
AWS 5.10
ER5356

Aluminum

Wire

Overhead 4G/ Uphill
99.99% Argon
21-24

200-220

Spray Arc

DCRP

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: Q)’l\)@/"l //\QQ VKQ

Dartmouth Shop

Signature: ~ VA7) .

Results of Bend Test

Visual Examinatiog of fomplete Weld:

f\i%w’ TX

Pa_§§

VYisual Examina 'on of
Type of
Code:

e

Vechanical Test Preformed by: §C‘OILL é«“(;ﬁu
AspreE TK

Location: :

requirements of Section 1X of ASME Code.

Jinag /25//9

Zanyar Farhadi

Date:

Name:

Signature:

Root or@) L
Resulit: 5D
omplete Weld: S

00 g

r Fac
Result: §>C\{§

Signature: m

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

Organization: i&/‘lx‘h&f"d-\ é”{\,e(ﬂ% @VKI‘DW"Q{/C(’






