d’ ‘\& WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

FEPORTYD TO; Summit Midstream LP par November.13, 2013

Altn: Harold Rhodes

1101 Fourth Sfreet SE, Sufte 201 1t progzet wo: 13-700

Stanley, ND 58784 Waldng Gont: SUmmit Midstream LP
Welder Name___Cody Nichiolson Clock Mo, Stamp No. __CN
Type of Welder Welding Performartce Gertification
Welding Procedure Specification No. _WP-1 Rav. Date September 9, 2013
Process Type: ' _SMAW - Manual without hackiug.
Mean Temperaiure: 28%10 357 F
Weather Conditions: Muostly clear & Sunny
Time of Day/Welding Time: 80010 1000, 2. Haours - Inchudes colting & fitting
Voltage/Amperage. 22 t0 28 volts / 80 e 150 amps
Welding Machine Type/Size: Lincoln SA 200
Weld Type/Position: Butt Weli / 80 - 45° fixed
Filer Motal/Group Number; Rool Buad = EB010/1_ Filler & Gap = £E/010 /1
Reinforcement Size/Welding Direction: up to 128" £ Downhitl
Plpe Type and Grads: JASTM A106 Grade B AP 5l
Wall Thickness/Outside Diamster. 0.322" 8.625" OD
Qualified Thickness/Outside Diarneter Range: 0.188" 10 0.750" / 2,375" o 12.750"
e VSUA.WSPECTONGO AccopatevesOOYe

TENSILE TESTS (5.5.2)
1 2 3 4
Coupon stenclied Not perfonned .

Criginal specimen dimensions (in.)

Orlginal specimen area (in.)

Maximurn load {lbs)

Tensile Strength {psi)

Fracture focation

... Procedure _X_ Qualiying test _X _Qualified
X Welder ___Line test ... Disqualified
Maximun Tensile nfa Minbrawr tensile _nfa Average Tensile _nia
Remarks on tenslile-strength test:
1. .nda
2,
3.
4

Romarks on bend test:

1. Face Bend - Salisfactory
2. _Boot Bend - Safisfaciony
3. _Face Bend - Salsfaclory
4. oot Rend - Saftsfactory

Remarka oh nlek-break test:
1

Wa, Ihe griad, cerlify Ihal the s i (s recnrd aregivecNnd it walds were prepared asul asted (0 accordance with the retiraments of paragraph 5.6 & 5 8 of APLSlandard 1304 Teonllath

E.:huon Novermber 2005 Wistding of Ripelipes and Rolatod ¥y ,r"._ .
Test Witnessad by ret Jeannnlts- hl el RSB RINaA Date Movember7, 2013

Weld Tests Peré o ﬁon Ing _ETi Project No. 13-700




'WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

REPORTEDTOX Summit Midstream LP pate: Novembar 13, 2013
At Harold Rhodes
1101 Fourth Strest SE, Sulte 201 enrrosEet so: 13-700
Stanlay, ND 58784 Weldng Conte Summit Midstream LP
Welder Mame___Cody Nicholson Clock No. Stamp No. _CN___
Type of Welder Welder Performance Cerfification
Welding Procedure Specification No. _WP-1 Rev. Dals _Sepfember 9, 2013
Procass Type: _SMAW - Manuai without backing
Mean Temperature: 2540 35°F
Woeather Conditions: Mostly Claar
Time of DayfWelding Time; A0 10 1230, 2% Hours < ngludes entting S fitting
VoltagefAmparage: 223028 volls £ 80 {0 1580 amps,
Welding Machine Type/Size: Lincoln.SA 200
Weld TypelPosttion:
Filler MetatiGroup Number: Raont Bead = FGO1N/1, Eiller & Cap = £7010 /1
Reinforcement SizefWelding Direction: o 465 L Downill
Pipe Type and Grade: ASTM ALOG.Grada B, APL A1
Wail Thickness/Ouiside Diameter; 0.322° 8 628" t0 6.625" QL
Clualified Thickness/Outside Diameter Range: 0.188" 10 Q. 700" { 2. 375" to 12, 750"
_VISUAL INSPECTION (6.4) Acceptable YES or NO Yoy
TENSILE TESTS (5.56.2)
1 2 3 4
Coupon stenciled
Qudginal specimen dimenglons (In.)
{|_Original spaclmer acaa (in.)
Maxinum foad (lbs)
Tenslle Strength (psi)
Fraciure location
.. Procedure & Qualifying lest _&_Qualifled
X Welder __Lins test __ Disquallfied
Maximum Tensile _nfg Minimum tenslle _nia Average Tensile _nia
Remarks on fensile-strength test:
1. nia
2.
3.
4,
Remarks on hend test;
1. _nla
2,
3.
4,
Remarks on nlek-broak test:
1. _Nisk-breal - 1 Throat - Satisfactory
2. _Nigebreak - 2 Face - Salisfactory
3. _Nick-break - 3 Thioat ~ Satisfaclory
4. HNigk-bragk - 4 Face ~ Satisfactory
We, lhe undersianed, certily Ut the stalommonts In tiio recorde; nd thet wolds were prepared and lested Inaccordanca with tho requiroinents of paragraph 5.6 & 5.8 of AP) Standard 1104 Twenllath
Edifign, Fovamber 2005 Weyltfkg oF. Plpellnes und Rﬂ!elﬂ f
Test Wilnesaed by B ks Date Novem_bar? 20123
Weld Tests Pe action In¢  ET! Project No. _13-700




WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

REPORTED YO Sumimit Midsiream LP oate: November 13, 2013
Atm: Harold Rhodes
1101 Fourth Street SE, Suite 201 en PaouReT Ho: 13-700
Stanley, N 58784 . Waiging Gonts UMt Midstream LP
Welder Name __ Cody Nicholson Clock Mo, Stamp No. _CN
Type of Welder Welding Performance Certification
Welding Procedure Specification No, _WP-2 Rev. Date Septembar 8, 2013
Frocess Type: SMAW - Manual withotit backing
Mean Temperature; 2640 480 F
Weather Conditions: Mostly cloar & Sunny
Time of DayWelding Time: 123010 1300, ¥ Hour - includes cutling & fitting
VollagefAmperage: 22 to 28 yolfs / 80 to 150 amipg
Welding Machine Type/Sire: Lincoln SA 200
Weld TypelPosition: Butl Weld 7 6G - 46" fixed
Filler Metal/Group Number: Root Bead = EBD10(1, Filler & Cap = E7010 /1
Reinforcement Skze/Welding Direction: Jpin. 3480 Downhill
Pipe Type and Grade: ASTM AL06 Grade 8, APL AL
Wall Thickness/Outside Diameter; 0.145"/ 1.900" QL
Qualified Thickness/Qutside Diameter Range: Less than 0,188" {under 2.375" 0D
_VISUAL INSPECTION (6.4) Acceplable YES ot NO Yag ‘ 7
TENSILE TESTS (5.6.2)
1 2 " 3 4
Coupon stenciled Not performed
Original specimen dimenslons (in.)
Orginal specimen area {in}
Maximum load {ihs)
Tensile Strengih (psi)
Fractre location l[
Procedure _X_Qualifylng test X CQualified
,_5__ Weider . Line test . Disqualified
Maximum Tensile_nfa Mindmun tensile__nia Average Tensile _ nia
Remarks on tensile-strength test:
1. 4
2,
3,
4,
Remarks oo bend test:
1 - actory
2,
3
4,
Remarks on nick-break test:
1. .bllck-braak - Satisfactory
2.
3.
4,
Wa, lhe undersigned, cestity thai the stalemants tn (his racqrdafe ‘- rect and lhai\':'alds & prepared end tealed ] irdarsewilh the requil s of paragraph 8.8 8 5.8 of AP! Standard 104 Twentieth
Bultlon, November 2008 Welding of pre!lues antt Ru! Fopi ik R
Test Witnessed by, Bre ipe : Date November 7, 2043
Wald Tesi:%rmed by _ETLES g & lnsp ectidn Inc ETI Projest No. _13-700
o ﬁ'HYR E :
by L , e NN




WELDER. or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

QA

REFORTER T0: Surmil Midstream P vare: November 13, 2013
Atin: Harold Rhodes
1101 Fourth Street SE, Suite 201 v PROsEGT No: 1 3-700
Stanley, ND 68784 weding come. SUMIMIL Midsiream LP
Welder Name___Cody Wright Clock No. Stamp No. _CW
Type of Welder Welding Performance Certification
Welding Procedure Specification No, _WP-1 Rev. Date _September 9, 2013
Procass Type: SMAW - Manual Lsuﬁb.asﬁhack!na
Mean Temperaturg; 25° 0 35  F :
Weather Conditions: . Miostly clear & Sunny.
Time of Day/Wslding Time: 0B00 $0.1000,2 Houts - includes cutting & filing
Voltage/Amperage; 22 to 28 yolis / 80 to 150 amps
Welding Machine Type/Size: Lingain §A 200
Weld Type/Pasition: Bult Weld / 8G - 45° fixed
Filler Matal/Group Number: Root Baad = EB010M, Filler & Cap = E7010 11
Reinforcement SizefWelding Direction: " )
Pipe Type and Grade: ASTM AINA Grade B, APLEI
Wall Thickness/Outside Diameter: 0.922% 8 625" oD
LQualified Thickness/Outside Diameter Range; 0,188" {0 0,750" 1 2, 376" to 12.750"
e iSUAL INSPECTION (6.4) Acceptable YES or NO Yes _ .
TENSILE TESTS (5.6.2) N
1 l 2 3 4
Cdupon stenclied Not periormned "
Qriginal specimen dimensions (in.}
Orlpinal specimen afea (in.) !!
Maximum foad fbs)
Tensile Strangth {psi)
Fracture lotation
. Procedura L Qualifying test _X_Quatifisd
X Welder . Line test . Bisgualifled
Maximum Tensils _nfa Minimum tensile _nfa Avarage Tensila __nfa
Remarks on tensile-strength test:
1. .hfa
2,
3.
4,
Remarks on band test:
1. Face Bend - Satisfagtory
2. BootBend - Sptisfactory
3. . Eace Bend - Salisfactory
4. _BootBend - Saflstactory
Remarks on nick-bréak test
1. Nick-hreak - Satisfactory
2. MNigk-hreak - Satisfactory
3. _Nick-hreak . Salisfactory
4, _Nioks| - 144
Wa, e undersianed, carlily that the slalernants in Bifs tecord arg Ddan nd thatwalds ware prepasad andiasted lanca with thesequl tsof paragreph 9.6 & 5.0 01 AP Standard 1104 Twanllelh
Editlon, November 2005 Wolding of Pipolinas and Rulated [ 43
Test Witnessed by Brett Jeannotie - -_:-, = ;‘ as 1A Bate November 7, 2043
Weld Tests Porfa | Ewer Testing'dl 1 efection Ing  ETI Project No, 13-700




WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

REPORTED TO: Summit Midstream LP oxi: November 13, 2013
Ann: Harold Rhodes
1101 Fourth Street SE, Suite 201 gTipHouEeT No: 13-700
Slanley, ND 58784 wetding seme: SUNMIMIL Midstream LP
Welder Name___ Cody Wriaht Clock No, Stamp No, __CW
Type of Welder Weldar Performance Certification
Welding Procedure Specification No.  WP-1 Rev. Date _September g, 2013
Process Type: SMAW - Manual without backing
Mean Temperature: 25%t0 3R F
Weather Conditions: Mosily Glear
- Time of Day/Welding Time: A000 t0 1230, 2% Hours - includes cubting & fiking.
VollagefAmperage:
Welding Machine Type/Size: dincain SA 200
Weld Type/Positlon: Branch Weld nipple down
Filler Metal/Group Nurbor; .Root Bead = E6010/, Filler & Cap.= E7010./1
Reinforcement Size/Welding Direction: Jpto 180 L Downbill
Pipe Type and Grade: ASTM A8 Grade B, APILB!
Wall Thickness/Oulside Diameater: 0.322% 8.625" fo 5,625° OD
Quaiifled Thickness/Outside Diameter Range: 0188 to 0,750" £ 2,376 to 12.750°

VISUAL INSPECGTION (6.4) Actepiable YES of NO

TENSILE TESTS (5.6.2)
i 2 3 4

Coupon stenclled

Qriginal specimen dimensions (in.}

Original specinen area (in.)

Maxinium load (fbs) "

Tengtle Strehgth {psi)

Fraciura iocation

___Procedure _X_Qualifying test X Qualified
X Welder _... Line test .. Dlsqualified
Maximum Tenslle _nfa Minlmem tensite _n/a Average Tenslle _nfa
Remarks on tensHe-strength test:
1. nla

N

Remarks on bend test:
nfa

cmarks on nick-hreak fest:
Mick-break - 1 Throat - Satisfactory
. Nick-bresk - 2 Face - Satlsfactory
3. _Niol-break - 3 Throat - Satisfactory
4. _Nick-break - 4 Face - Sallsfactory

1
2
3.
4.
R
1

g 'a 25 OA Date November 7, 2043
| & thRpection Ing_ ETI Project No. 13700




WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

REPORYEL TO; Summit Midstream LP oare November 13, 2013
Atn; Hareld Rhodes
1101 Fourth Street SE, Suite 201 i erosect vo: 13-700
Stanley, ND 58784 welting cont: Sumimit Midstream LP
Welder Name___Cody Wright Clock No. Stamp No, _ CW
Typa of Welder Welding Parformance Certn‘“ cafion
Weldlng Procedure Specification No, _WP-2 Rev, Date_Seplember 9, 2013
Process Type: SMAW.- Manual without basking
‘Mean Temparature: 25° 10 35 F
Weather Conditions: Maatly clebr & Sunny
Time of DayfyWelding Time: 2230 to 1300 %% Hour - nciudes.cutting, . itling
Vollage/Amperage: 22 10,28 volts { 80 1o 150 amps
Welding Machine Type/Size: Lincoin SA 200
Wald Type/Position: Butt Weld / 6G - 45° fixed ,
Filler Metal/Group Number: Root Bead = E6010/1, Fillor & Cap = E7010 1
Reinforcement SizeAWelding Direction: up to U8 ] Downhill
Pipe Type and Grade: ASTM AIGE Grade B..APLA
Wal Thickness/Oulside Diameter: 0.145"/.1.000" OD
Qualified Thickness/Outside Diameter Range; JLess than 0.188" 7 under 2.375" OD
7 VISUAL INSPECTION (6.4) Accegtab[e YES orNO Yos —
TENSILE TESTS (5.6.2)
9 2 3 4
GCoupon stencilad Mot performed
Original speciman dimensions {in.}
Original specimen area (in.)
Maximum load {fhs)
Tensile Strength (psi)
Fracture location
. Procedure _X_ Qualifying test _X_Qualified
X Welder ___Linetest ___ Disgualified
Maximum Tensile_nfa Minfmium tensils_nfa Average Tansile __nla
Rerarks on tenslie-sfrength test:
1. /8
2.
3.
4,
Rernarks on bend {est
1. - f tory -
2,
3.
4.
Remarks on nlck-break test:
. & - fony
2.
3.
4.

We, the undetsigned, cetlily thal the slatoments in Infsrecard are cp iyt thakwalds veere nrepared and tested inaccordancevilintha renramante of parsgraph 6.6 8 5.0 oF AR Standaed 1104 Twentioth
Editlop, Novembar 2005 Weldirg of Pipatines and Relaled Fa __ iffas
Test Wilnessed by Brett Jeapnoti A

Date November 7, 2013




2// WELDER, or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

REPORTED TO: Summit Midsiream LP pare: November 13, 2013

Attr: Harold Rhodes

1101 Fourih Street SE, Sulte 201 sneroect ve: 3700

Stanlgy, ND 58784 Walding Contn Summit Midstream LP
Welder Name__ Jason Mellinger Clock No. Stamp No. _JM
Type of Welder Welding Performance Certification
Welding Procedure Specification No. _WP-1 Rev, Date_September 8. 2013
Process Type: - SMAW - Mafnial without backing
Mean Temperature: 268%10 3% F
Weather Canditions: Mostly clear & Sunny

Time of Day/Welding Time.

Vollage/Amperage:

Waelding Machine Type/Sizo:
Weld Type/Position:

Filler Metal/Group Number:

Reinforcemant SizefWelding Direclion:

Pipe Type and Grade:

Wall Thickness/Outside Diameter:

Quatificd Thickness/Quiside Diameter Range:

0800 to 1000,.2 Haurs - includes cufting & fitting

22 to 28 volts / 8010 150 amps

Lincoln SA 200

Butt Weld / 60 - 458° fixad:

“Root Bead = E6010/1. Filter & Cap = £7010 /1

Jp to 480 Dowahill
ASTM.AAOR Grade B, APLAL
(.322") 8.626" QD

0,188" {0 0.750" / 2.375" 10 12.760"

VISUAL INSPECTION (6.4) Acceptable YES or NO Yes

TENSILE TESTS (6.6.2)

1

2 3 4

Coupon stenclled Not performed

Qulginal spechmen dimensions (in.}

Qriginal specimen area (in.)

Maximurn load (Jbs)

Tensile Strangth (psi)

‘Fraciure location

... Procadure

X% _Weldar

Maximum Tensile _nfa
Retarks on tensile-strangti fest:

i. nfa

X Qualifying test
___Linp test
Mintrun tensile _nfa

_X_ Qualified
. Risqualified
Average Tensile _nfa

2,
3
4

Remarks on bend test:
= fory

2

. BootBend - Saflsfactory
3. _Face Bend. - Satisfaciory

4. Bgol Bewd - Saiisfaciory

Remarks on nick-break test:

E%E

4., Migk- Ly

1

ts of paragraph 5.0 & 5.0 of APl Standard 1104 Twentieth

by




WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

Suramii Midstream LP

atin: Harold Rhodes

1101 Fourth Street SE, Suite 201
Stanley, ND 68784

REPDRTEDTO:

pare: November 13, 2013

rrterodeet No: 13-700
waiteg coniz SUMMIL Midstream LP

Welder Name___Jason Mellinger

Clock No, Stamp No, _ JM

Type of Welder Welder Performance Cetlification

Date _Seplember 9, 2013

Rev,

Welding Procedure Spagification No. _WP-1

Process Type:

Mean Temperature;
Weather Conditions:

Time of DayfWelding Time:

Voltage/Amperagé:

Welding Machine Type/Size:
Woeld Type/Position:

Filtar Metat/Group Number;

Reinforcement SlzefWelding Directton:

Pipe Type and Grade:

Wall Thickness/Oulside Diameter:

Quaalified Thickness/Quiside Diameter Range:

Ing

25° {0 35° £

Jsnstly Clear

1

-

22 10 28 volts £ Blito 150 amps

Lincoln SA 200

Branch Weld nipple down
.Root Bead = Ee010/1, Fiter & Cap = E7Q10 4

L &

R Grade A, APLSL

ASTM A10
.322"1 8,625" 10 6.625" Q0

(188" 10.0.7580" [ 2,375" {0 12,750"

VISUAL INSPECTION (6.)AccetabeEarN0 =3 _ I

TENSILE TESTS (5.6.2)

1

Goupon stenciled

Orlglnal specimen dimensions {in.)

Orlginal specimen area {in.)

Maximum foad (Ibs)

Tenslte Strength {psi)

Fracturs location

___Procedure
X_Welder
Maximum Tengile _n/a
Remarks on tengite.strength test:
1. _nla

_X_ Qualifying test
Lins test

Minimum tenslle _nfa__ .

_X_ Qualified
___ Disqualified
Averaga Tensile _pfa__,

2

3.

4,

‘Remarks on bend test;
1. nfa

2.

3

4.

Remarks on nick-hreak test:

1. _Nick-break - 1 Throat - Safisfactory
2. _Nick-break - 2 Face - Satisfactory
3. _Nick-break - 3 Throat -~ Satisfactory
4, Nich-break - 4 Face - Salisfactory

Wo, tha Untessignad, cerfdy thal thorstatements in this record ape

4 ool thalwelds wera prepared and fosted in asoordanca with fhe requirements of parageaph 6,6 & 5.8 of AP Sfandard 1104 Twantielhy

Weld Tesls Perfofned by




WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

REPORTED TO: Summit Midstream LP oare MNovember 13, 2013

Atin; Harold Rhodes

1101 Fourih Street SE, Suile 201 e prRoueet oy §3-700

Stanley, ND 58784 wetding conte: Summit Midstream LP
Welder Name___Jason Mellinger Clock No. Stamp Mo. _JM
Type of Welder Welding Performance Cerlificalion
Welding Procedure Specification No. _WP-2 Rev. Date September 9, 2013
Process Type: SMAW - Manuat withaut backing
Mean Temperature: 28%10 35 F
Weather Conditions: Mosily clear & Sunny
Time of Day/Welding Time: JA23050.1300. 1. Hour - inclndes cutting & fitiing
Valtage/Amperage: 22 to 28 volts /_80 1o 150 amps
Welding Machine Type/Size: Lincoln §A 200
Weld Type/Position: Butt Weld / 6G - 45° fixed
Filler MetallGroup Number: Roat Bead = EGG10/1, Filler & Cap = E7010 /1
Relnforcement SizefVelding Direclion: “
Pipa Type and Grade: . ASTM A106 Grade B, AP 5
Wall Thickness/Outside Diameter: 0.145" 1.900" QD)
{Qualified Thickness/Qutside Diamster Range: Less than 0,188" {under 2.375" QD

VISUAL INSPECTION {8.4) Acceplable YES ot NO Yes |l
TENSILE TESTS (5.6.2)
) 2 3 4
Coupen stenclled ot performed

Original specimen dimensions {in.)

Origleal specimen area {in.)

| Maxdmum Joad {ibs)

Tenslle Strength {psi)

Eracture location

. Procedura _% .. Qualilylng test _X_ Quatifisd
X Welder e 0 test ___Disqualified
Maximumn Tensife__nfa Minimum tensile_ nfa Average Tensile__nfa

Remarks on tensile-strength test:
nfa

Ral Sl

Ramarks on bend test;

1. _Rosl Beod.-_Salisfactory
2,

3
4.

Remarks on nlck-break test:
1. MNick-break - Satisfaglory

2,
3.
4

We e undersigne, cearlily thnt the stalements in this recorgiaféoorrect and that wetds were propated and tested Inaceerdance with the requirements of paragraph 5.6 & 580l API Standard 1104 Twenlizth

i+
Test Witnesgnd by, Broli Jeannolle - Ghib ourcas QA Dale November 7, 2013
R Tdting ¥




K H

/ WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD
REPORTEDTO; Summit Midstream LP oate Novembsr 13, 2013
Ain: Harold Rhodes
1401 Fourth Street SE, Suite 204 en proseer vo: 13-700
Staniey, ND 58784 wielting comte Summil Midstream LP
Welder Name__ Kevin Heer Clock No. ___ Stamp No. _KH
Type of Welder Welding Performance Certification
Welding Procedure Specification No. _WP-1 Rev, pate September 8, 2013
Process Type: SMAW - Manual without hacking
Mean Temperature; 268810 35 F
Weather Gonditions: A Jostly cleac & Sunoy
Time of Day/\Welding Tima: NA00.40.1000, 2_Hours - includes satting & Giting
Voltage/Amperage: 2210 28 volls / 80 to 150 amps
Waelding Machine Type/Size: _Lincoln SA 200
Weld Typefiosition: Bull Weld / 6G - 45° fixed
Fifler MetaliGroup Number: Raof Bend = E6010{1, Filler & Cap = 7010 /1
Relnforcemont Size/Welding Direction: yp 0 /R Dowishill
Pipe Typs and Grade: ASTHAINE Cirade B AP B
Wall Thicknass/Outside Diameter: 0.322" 8.625" QD -
Qualified Thickness/Qutside Diameter Rangs: 0.188" to 0,750" / 2.378" to 12.750"
VISUAL INSPEGTION (6.4) Acceptable YEG or NO Yee N—
TENSILE TESTS {65.6.2)
1 2 3 4
Coupon stenciled Mot performed
Qriginal speclmen dimensions (in.)
Original specimen area {in.}
Maxirmum load {tbs)
Tensile Strangth {psh
Fracture jocation 1
__ Progedure _X_ Qualifying test _X_ Qualified
X Welder ___Line test ___Disqualified
Maximum Tensile _nfa Minimurn tenslle _n/a Average Tensile  nfa
Remarks on tensile-strangth lest:
1. _na
2.
3:
4.
Remarks on bend test:
1. _Eage.Bend. Satlsfaciory
2. . Root Bend - Satlsfalory
3. _Face Bond- Salisfactory
4. _Rant Bend - Satisfactory
Remarks on nick-break test:
1. Nick:braak - Satisfactory
2. Nigk-break - Satisfactary
3. . Mick-break . Satlsfgclory,
4. . Nick-break - Safisfaclon:
Wa, the undarslgned, carily that (o Rlalemants inihis racon reect-and (atwaldswere propanet and tastad i acuordante willtiha requirements of paragraph 5.6&3.8 ol AP Slenda¢d 1104 Twentieth
Edifion. November 2085 Welding of Pipolines and Relalad f-daililidy. .
3) iRdeourcas QA Date Movember 7, 2013

Tegt Witnessod by Brett Jeannotie -

by




WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

AEPORTED TO: Summit Midstream L P pare: Nowvember 13, 2013

Alte; Harold Rhodes

1101 Fourth Street SE, Suile 201 R prOsECT N 13-700

Stanley, NI 58784 wetding cent: SUMMIt Midstream LP
Welder Name___Kevin Heer Clock Mo, Stamp No. __KH

Type of Welder Welder Performance Certification

Rav, Date _September 9, 2013

Welding Procedure Specification No. _WP-1

Process Type:

Mean Temperature:
Woaather Conditfons:

Time of Day/Welding Time:

Voltage/Ampsrage:

Welding Machine Type/Size:
Waeld Type/Positon:

Filler Metal/Group Number:

Reinforcement SizefWelding Direction:
Pipe Type and Grade:
Whall Thickness/Outside Diameter:

Qualtifled Thickness/Outside Diameter Range:

- ithout backing

258 3RO

Mostly Claar,

000 $6.1230,.2% Hours - includes.cubling & fitting

L2028 volis £ A0 {o 150 amps

Lincoln.SA 200

Branch Weld nipple down

Boot Bead = F6010, Filler & Cap = E7010 /1

nhilt
CARTM ATOS Grade B, APESL
0.322% 8.675" t0. 6.625" QD

0.188" o Q. 750" { 2.375" o 12,750

VISUAL INSPECTION (6.4) Acce

table YES or NO Yes

|

TENSILE TESTS (5.8.2)

i 2

Gouporn stenciled

Original specimen dimensions {in.}

Original specimen area {in.)

Maximum load (s}

Tanslle Slrength (psi)

‘Fragiure location

Procetiire

Z, Welder

Maximum Tensfle _nfa

Remarks on tansife-strength fest:
1. _nia

_ X Qualifying test
_Line test
Mirimum fensile _n/a

_X_ Qualifled
. Disgualified
Average Tensile _nfa

2.
3
4

Remarks on berd test:
na

1

2,
3.
4

Hemarks on nicl-break test:

1. _Nick-break - 1 Throat - Satisfactory

2. _Nick-break - 2 Face - Salisfactory

3. _Nich-braak ~ 3 Throat ~ Safisfaclory

4. Mick-break « 4 Face - Satlsfactory

We, theundersigned, cortify that the talements [n this re
dittan, Nnvnmber 2008 Wrlding of Plpelines amsd R

f '-3': s
At

camrect and thal welds wora prepured and tasted in accprdanca vith tho requiraments of paragraph 5,8 & 8.8 of API Slondard 1104 Twenliolh

sources QA Date November 7, 2013

hi Inspection Inc  ETi Project No. _13-700




WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

REPORTED.TO: Summit Midstream L P oate: November 13, 2013

Attn: Harold Rhodes

1101 Fourih Slrest SE, Suile 201 511 prosgey 1e; 13-700

Stanley, ND 58784 Weldng conv: SUMmMit Midstream LP
Welder Name__Kevin Heer Clock No. Stamp No. _ KH
Type of Welder Wealding Performance Certification
Welding Procedure Specification No. | WP-2 Rev, Date _September 9, 2013
Process Type: SMAW - Manyal withoul backing
Mean Temperalure: 26%to 38°F
Weather Conditions: Mpstly clear & Sunny
Time of Day/Welding Time: .123010.1300, % Hour - ingludas cutling & fitfing
Voltage/Amperage: 22 to 28 volts /B0 fo 150 amps
Welding Machine Type/Size; Lincoln SA 200
Weld Type/Posgition; Butt Weld / 86 - 44° fixed

Fliler MetaliGroup Number:

Reinforcemeant Size/Welding Directlon:

Pipe Type and Grade;

Wall Thickness/Quiside Diameter:

Qualified Thlckness/Outside Diameter Range:

Root Bead = E6010/1, Flller & Cap = E70H0D M

1 l

B, APLAL

ASTM AR Grade
0.145Y 1.900" 0D

Less than 0.188" {under 2.375" OD

-

VISUAL INSPECTION (6.4) Acceplable YES or NO Ye

TENSILE T%STS {6.6.2)

i

2 3

Coupon stenclied Nol perfermet

Qriginal specimen dimansions (in.}

Orlginat spacimen area {in.)

fMaximurn load ()

Tensile Strongth {psi)

Fraciuee location

__ Procedure
A Walder

Maoximum Tensile_n/a __
Remarks on tansile-strongth fest:

1. _nfa

_X_Qualilylng test
Liné test
Minimum tensile_nfa

_&_Qualified
__._ Disqualifiod
Average Tonsile

nig

2,

3,

4

Remarks on bend test:
1. _Ropt Benil - Safisfactony

2.

3

4

Remarks on nick-braak tesi:
1. Mick:-break .. Satisfaciony

2.

3.

4.

We, ko undersigned, cortify thal the slatomen!s inthig eecord ar

Edilion, November 2006 Welding of Pipelines ond Rololud dnifilig \r
Test Wilnessed by Bialt Jaannoite Chi 9 ﬂ J K8 e QA

il & Ins

eries] snd 1hdl weldb wate preparad and tested [0 nechnfincewllhils reguirdinents of pacegraph 5.0 8 5.0 0T AR Standard 1104 Twontisih

Date November 7, 2013
ectlon Inc  ETiProject No, 13-700 _
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WELDER or WELDING GPERATOR COUPON QUALIFICATION TEST RECORD

(&
3%

REPORTER T0: Summil Midstream LP oare: November 13, 2043
At Havold Rhodes
1101 Fourth Sireet SE, Suite 201 ETiPRoVEST No: 13-T00
Stanley, ND 58784 Waliing Contr; SUPMit Midstrear LP
Welder Name___Juan Gaza Clock No. Stamp No. __JG
Type of Welder Welding Performance Cettification
Welding Procedure Specification No. _WP-1 Rev. Pate Seplember 8, 2013
Process Type: SMAW - Maoual without backing
Mean Temperature: 268940 35° F
Weather Conditions: Maostly cloar & Sinny
Time of Day/Welding Time: 800 16,1000, 2 Hoyrs -Includes cutting & ftting. ..
Voltage/Amperage: 22 {0 28 volts { B0 to 150 amps
Walding Machine TypelSize: Lincoln SA 200
Weld Type/Position: Bult Weld / 83 - 45" fixed
Flilar Metal/Group Number: Root Bead = EG01044, Filler & Gap = E7010 {1
Reinforcement SizefWelding Direction: ! j
Pipe Type and Grade: ARTM A108 Grade B, AP 6
Wall Thickness/Quiside Diameter: ' 0322 8.625" 0D
Qualifled Thickness/Outside Dismeter Range: 0.188" lo 0,750 [ 2,378" to 12.750°
VISUAL INSPEGTION (G.4) Accaptable YES or NO Yes
TENSILE TESTS (5.6.2)
1 2 3 4
Goupon stancled Not performed
Original specimen dimensions {in.)
Original speclm_en area (in.)
Maximum load {Ibs}
Tenslie Strength {psh)
Fracture location
__._Procedure _X _ Quallying test _X_ Qualified
X Welder ___Line test __ Disquafified
Maximum Tenslle _nla Minimun tensile _n/a Average Tensile _n/fa
Remarks on tensile-sfrength test:
1. .08
2
3
4,

Remarks on hend tesi:
1.

Date November 7. 2013

__ ETI Project No. _13-700

Tast Witnessed by Brett Jeannolte - Chippews e;,

wier Tasting &
\ r-:

Weld“rests;r/fpﬁned by _EF Ex
by / L
B /,a

A




WELDER or WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

REPORYED 70; Summit Midstream LP pate. Novembar 13, 2013
Alie: Flarold Rhodes
1101 Fourth Sieet SE, Suite 201 &1 preveet Koy 13-700
Stanley, ND 58784 Walding Gente: Snmit Midstream LP
Welder Name___Juan Garza ' Clock No. StampNo. _JdG_
Type of Welder Welding Performance Cerfification
Welding Procedure Specification No. _WP-2 Rev. - Date_September 9, 2013
Process Type: SMAW - Manual without backing
Mean Temperature: 26%10 35°F
Weather Conditions; Mostly clear & Sunny
Time of Day/Welding Time: .123010,1300, % Hour - includas guiting & fitting
Voltage/Amperage: 22 10 28 voits { 801o 150 amps
Welding Machine Type/Size: Lincoln SA 200
Weld TypefPosition: Butl Weld / 6G - 45° fixed
Filler MetalfGroup Number: “Root Bead = E&010/1. Filler & Cap = E7010 /1
Reinforcement SizefiWelding Direction: ip to 1AL Downhilil
Pipe Type and Grade: LASTM ANG Grade 8 AP S
Wall Thickness/Cuiside Diameter: 0.145" 1.900" OD
Qualified Thickness/Quiside Diameter Range: Less than 0.188" { under 2.376" OD
i ISUAL INSPEGTION {8.4) Acca 1abe YES or NO 4
TENSILE TESTS (5.6.2)
1 2 3 4
Coupon stenciled Mot performed
Qriginal specimen dimensfons (in.}
Original specimen area (in.)
Maximum load {lbs)
Tenslie Stength (psh)
Fraclure location
, . Procedure X Qualifying test _X_Qualified
_X_Welder ___ Line test ___ Disqualified
Maximum Tensile_nfa Minimum lensile_nfa verage Tenslle  nia
Remarks on tensile-strangth tost!
1. _hig
2.
&
4.
Remarks on band test:
i - tory
2
3
4,
Romarks on nick-break test:
; ~Nick-break - Safisfactory
3

4.

Wa, the Lindessigned, critify the the statemanls inthis record are aivhthat waldsware prepaced and tesled In actordance vith the requirements of paregraph 5.0 8 5.8 0T AP) Slandard 1104 Twontielh
Edilion, Novembar 2005 Wakiing of Pinelines and Relatod Faclitser f o

Tesl Witnesaed by frett Jeannotke - C aspUrchs _Date November 7, 2043
L=
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WELDER OR WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

PEPORTED TO: LoenBro oare: April 8, 2013
atn: Cody Fryberger
408 14™ Street SW et pRoJEST B 13-213
Great Falls, MT 52404 Welding Gonir: o

Wealder Nama_i ] Clock No. ___8528 Stamp No.
Type of Welder Welder Performance
Welding Procedure Specification No. _Bridger PL = EQ52V Rav._ 0 Date_ 02/G5 Ray 1.0
Process Type: SMAW - Manual without backing
Mean Temperature; 35°F
Waesther Conditions: Cloudy
Time of Day/Weiding Tima: 0900 to 1100, 2_Hours - includes fitting & cutting
Voltage/Amperage: 22 to 30 voits /85 {o 145 amps
Welding Machine Type/Size: Lincoln Clagsic 300 B
Weld Type/Position: Buft Weld 766 - 46 fixed
Filler MetaliGroup Number; Root Bead = EG010M, Filler & Cap = E7010M1
- Reinforcement SizefWelding Direction: up fo 1/8" / Downhill .
Pipe Type and Grade: AP] 5L/ASTM AB3 Grade B
Wall Thickness/Gutside Diameter: 0.2507/12. 750"
Qualifled Thickness/Outside Diameter Range: D 188" to 0.750" { 2,375" to 12.750"
VISUAL INSPECTION (8.4) Accapiable YES or NO Yas _
TENSILE TESTS (5.6.2) _
i 2 3 4
Coupen stenciled nia
Origlnat specimen dimensions (in.)
‘Qrigina! spegimen area (in.}
Maximurn Ioad (Ibs)
Tensila Strength {psi)
Fracture location
Procedure _¥_Qualifying test _X_Qualified
X Welder __line test ___ Disguatifiad
Maximum Tensile _n/a Mininiur tensile _n/a Average Tensilg _nfa

Remarks on fensile-strength testf:
nia

N

Remarks on bend test:

1. Face Bend - 1 Satisfactory
2. Root Bend -3 Satisfaclory
3. _Faca Bend- 5 Sgtisfactory
4, _Root Bend '—.7 Satisfactory

Remarks oft nick-break test

2 Nm{_g-g §k~4 Satsgfgdarv
ctory

3. _Nick-break - 6 Sglisfg
4 Nick-break - 8 Satisfactory

W, the undersigned, centify lhat tha statamenis ki this record are comrect,
Twenlieth Edilion, Novernbar 2005 Welding of Pipslines end Relnted Fard

Test Witnessed by Alan Mahrer, - ET] Ewar Testlnq ﬁf .
3id Tests Pe ,Jmeﬂ” by _ETI Ewar Test

o L




WELDER OR WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

FEPORTED TG; LoanBro oare: April 8, 2013
A Cody Fryberger
408 14% Street SW en proseet oz 13-213
(Great Falls, MT 58444 Walding Conir:
Clock Mo, __8528 Stamp No.
Type of Walder Welder Performance
Welding Procedure Specification No, Bridger PL = EQS2F Rev. _0 pate_ 02/05 Rev 1.0
Procass Type: SMAW - Manual without baclking
Mean Temperature: 35°F
Weather Conditions: Cloudy
Time of DayWalding Time: 1100 to 1400, 2% Hours - includas cutting & fitting
Voltage/Amparage: 22 to 29 volls [ 85 to 145 amps
Welding Machine Type/Size: Lincoln SA 200
Weld Type/Position: Branch Weld nipple down
Filler Metal/Group Number: Root Bead = £E6010/1, Filler & Cap = E70101
Reinforcemenit Size/Welding Direction: up to 1/8" / Downhilt
Pipe Type and Grade, AP 5LIASTM A53 Grade B
Wall Thickness/Culside Diameter: 0.260°12.760" to 12.750"
Qualifiad Thickness/Oulside Diameter Range: 0.188" to 0.750"7 2.375" in 12.750"
VISU INSEi (64) Acce tab!e YES ar NO Yes ___
TENSILE TESTS (5.6.2)
1 2 3 4
Coupon stencifed nla
Jriginal specimen dimensions (in.}
Original specimen arsa {in.)
Maximium load (ibs}
Tensile Strength {psi}
Fracture location
___ Procadure _X Qualifying test _X_ Qualified
_X_Walder " Line test ___ Disqualified
Maxirnum Tensile _nfa Minimum tensile _n/a Avarage Tenslte _nfa

Remarks on tensile-strength fest:
1, _Not performed

2
3.
4

Remarks on bend test:
1. _Not parformed

2.

3.
4,

Ramarks on nick-break test:

1. _Niek-bre: k- oat_« Sal: actorv
2. _Niek-br Fa isfag
3. _Nigk- br_eak 3 hroa "
4. _Mick-break - 4 Facs - Sattsfactorv

Wae, the undersignad, ceslify that the statements in this record ara cojpe,
'm'anuu{h Editirs, Movamber 2045 Wuld\ng of Pipetines and ﬂa! fiif

._ aldTWed by
by //Kzf:‘{{kﬁf :
LT

% lhaLwelrss wete prepared and lestes in atoordance with the requirsments of paragraph 5.6 and/or 5.8 of API Standaid 1104

hection Ine  Date _Agril 4, 2013
Betion lnc_ ETi Project No. _13-213
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== WILLISTON BASIN

ki INTERSTATE PIPELINE COMPANY

Tdlary of Rencurgss Grou, ine

Welding Process:
Qualifying Code:
Test Pipe Material Grade:

Test Pipe Dia. and W.T..
Pipe Grade Qualified:

Pipe Dia./W.T Qualified:

Weld Joinf Design and Parameters:

Filler Metak:

Electrical Characteristics:
Position of Weld Sample:
Direction of Welding:
Welding Technique:

Number of Welders:

Time Lapse Between Passes:

Type of Line-up Clamp:

Removal of Line-Up Clamp:
Method of Weld Clet

Preheat Temperatures:
Post-heat Temperaiure:
Speed of Travel:

Shield Gas:

UN# 52222112 AND UN#42222112 ANDUN# 82222112

PIPE WELDING PROCEDURE: SMAW4

2-12" X46-X60 Butt Weld
Shielded Metal Arc

Shlelded Metal Arc Butt Weld

AF’! ‘5104 Seventeenth Edltion
APESLX-XGO

12 3/4" C.D. X 0 190" W T. ( REQUAL]FiCAT!ON on 0. 250"W
T.

API 5LX X—46 )(-52 &X~GO

2 3/8“ through 12 3/4" O, D and 0. 188“ through 0 750" W T.

Refel to appiicable sketch Page 2

AWS 57010 G on ali passes OR EGO'EU root and 57010 on all
remammg passes.

Dsrect Current Reverse Po[anty

Horizontal (SG) FiXED

Vertlcal Down

StrmgerNV gave
____,...._.4' N MR Ry iy —?

Orie or Two

5 Min. Max. Between Root and Hot Pase; Remaining passes

within 24 hours

External/lntemai

Aiter 50% of Root Pass Completed wrth Exiemai Aﬁer 100%
Wil "1ternal

Power Grmdmg and Power Brushmg

None requ;red' t0 40 degrees F. Bolow 40 degreos, 150 degree
minimum.

None requared

Refer to Page 2

None requlred

PAGE: 1

REVISED: 3/25/04

REVISED BY: Welding Standards Committes
ADOPTED: 01/03/03
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WILLISTGN BASIN

JNTERSTATE PIPELINE GOMPAN

=

CGUALIFICATION FOR WELD PROCEDURE:  BUTT

' piaidiory of
QUALIFICATION FOR WELD PROCEDURE: BRANCH

re‘h""‘w Utre Xk

“Hiyeider Tiie:

( Walders Cempan:?forlD Mumber Afgff /f:ycf [ A A / a/ir ﬂ &

bescription of Qualifieation: y.)'e !a’p I
Welding Procass: 414 et 4

Date: 5“ /7 é{’gﬂf’ Z

Remarks:

Tocation of Welding:
Avg Temp: gﬁ ¢
Welding Machine Type/Size: / tut BELns o dﬁﬂ £
o - WeathepConglifioris; © . o ._éj"g e v o ~ -
Materlal Used o Qualify Welder: X 3 o2
Dismeter: L3298
Wall thickness:  ,_Z&27
COUPON LOCATION SEE QUALIFYING WELD PROCEDURE PAGE 2.
Cuealification by section 6 API-1104 (Radiography)
YE&ES D NO D If yes report must be ettached.
Ciualifeation by gacian 3 APL1 184 {Dasime![vea i
TﬁNSILE STRENG‘?HTE&T . LA g e b s
Tast Specimen No, ___{Failure Flpe Faflure Weld Spechmen Wit |Specimen THiciness Spacimen Area _[Pound Pul Tensite Strenalk
(o X - 97D | 247 [02B950 |y7sk | 78828
: o XK . 12,005 4. 2095 | RAF G205t IR 5724 N2 3, HH T e
| L msnn'rsarmn NICI BREAK TEST i _
oot o Side e, Face?rSit.leﬁend Nick Break ) Coe
Spectimen No. L’lesu!ﬁa Specimenio. _ [Respits Speclmen Ne. Results . _iSpeclmen No. Hesults
Root 1 D& Face-1 S NickBreak1 | 0K
Raot2 o1~ Faca-2 o ¥ Nick Break 2 | &1 % .
Branch4 | €&
Branch -2 L1~
Branth-3 | &%~
prench-4__ | 2 1%
Welderfs D{ Quaiified '_jnfsimanﬁed
- .,._H“H,Ia!ﬁtelion.ﬁif:%oﬁawmgg per AR 1104 Welder Qualification.. oo o 2= e eremecptg o e et . SR e A .
L -

h -] Y~ L5

Gualification Explration Date:

Approved

Date_ 5™/ e OB/ &

FAGE:
REVISED:
REVISED BY:
ADOPTED:




WELDER OR WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

 REPORTEDTC: LoenBro | mys January 28, 20113
At Cody Fryberger
409 14" Street SW Eneroseerno: 13-057
Great Falls, MT 58404 ] Welding Gonle
Welder Maime__ Stephen Kembel Clock Mo, __£486 Stamp Mo.
Type of Welder Welder Performance
Wesilding Procedure Specification Ne. __API-SMA2 [7010] Rev. _0 Date Oclober 22, 2012
Process Type: SIMAWY - Manual without backing
Wean Tempearature: 15%.25°F
Weather Conditions: Mostly Clear
Time of Day/Welding Time: 0830 to 1100, 2% Hours - includses coffing & fifting
Voltage/Amperage: 22 to 32 volts { 105 to 140 amps
Welding Machine Type/Size: Litigoln 200
Weld Type/Position: Buif Weld = 8 - 45° fived
Filtet MetalfGroup Mumber: EB010/1 = Root, EF310M » Hot Pass, Filler & Cap (2:-5)
Reirforcement Size/Welding Directich: up to 1/8"/ Downhill
Pipe Type and Grade: APL 5L X42 [ X52_- 68 ksi
Wall Thickness/Outside Diameler: 0.3765"M2. 760" to 12.760"
Qualified Thickness/Quiside Diameter Range: 0.188" t0 0.750" /2. 378" t0 12, 750"
. VISUAL INSPECTION (6.4) Acceptable YES or NO Yes
TENSILE TESTS §6.6.3)
1 2 | 3 2
{ Coupon stenciled : not performead !l
1 oviginal specimen dimensions (in.) e I
[ Qrigingl specimen grea (i), . e ~
Meximarm load (be)
Tensile Strength {Hsh
Fracture logation
_____ Procadure X Qualifying 1est X Qualified
_X Weldet __linefest __ Disqualbfied -
Maximum Tensile NMinum tensile Average Tensile

Remarks on fenslle-strength test and Macro Efch tesi:
1. _None parfortied

EaR SN

Remarks on bend test:
1. ._Face Bend - 2 = Satisfactory

2. _Root Bend - 4 = Salisfactory

3. Face Bang - 6= Satisfactory _

4. _Face Bend - 8 =Satisfactory

Remarks on nicklreal fest:
1. _Nickdhrealk - 1= Satisfactory

2. Mick-break - 3 * Satistactory

3. Mick-break - 5 = Satisfactory

4, Niglk-break - ¥ == Satisfactory

‘i, the untarsignad, cerdify thal tha stefements in his record sre comuct endthatwelds 8
avembar 20085 Welding of Pipelines and Refaled Facllities. e
.ast Wiinessad by Alan Mehrer, - ETI] Ewsr Testing & I SpEgne.

leld Tests Perfgsméd by _ ET| Ewier Testing B.4fiSne u'.m

@ prepared and tasted in accordanca with the requiremeats of Appendix B of AP Standard 1104 Twentieth Edition,

Date _Japuagry 25, 2013
ETl Project No. _13-081
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WELDER OR WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

REPGRTED TO: l.oenBro e January 28, 2013
Atn: Gogly Fryberger
408 14" Street SV e provecto; 13-0571
Great Falls, MT 59404 Weiding Contrs
Welder Mame__ Stephen Kembel Clock Mo, 8496 Stamp No.
Type of Welder Waldar Performance _
Welding Procedure Specification No. _API-SMA-2 [7010] Rev. G Date Oclober 22, 2012
Procéss Type: _SMAW - Manual wittiout backing
Mean Temperature: 18°-28°F
Weather Cosditions: Mosily Clear
Time of Day/Welding Time: 128010 4630, 4 Hours - includes. cutfing £ fitting
Voltage/Amperage; 1410 28 vélfs / 10510 {45 amps .
Welding Machine Type/Size: Lincoln 200
Weld Type/Position: Branch Weld = Nipple Down

Fillar MetaliGroup Number:

Reinforcement Stze/Welding Direction:

Pipe Type and Grade:

Wall Thickness/Outside Diameter:

Qualified Thickness/Owiside Dismeter Range:

EBOA0/] = Root, E7010H =

up to 4/8" / Downhill

Hot Pass, Fillar & Cap {2-5)

APL 8l X42.1X52 - 66 lsi

0.250"/12, 760" to 12. 750"

0.188" 0 0.750" /2 875" 10 12.750"

VISUAL INSPECTION (B.4) Acceptable YES or NO es _ . _ | {
TENSILE TESTS (5.6.2)
T 2 ' 3 4
Coupon stenciled not performed
_Originel specimen dimensions (in.) .
Original specimsn area (in) ____ e e } S . S
Maximum Joad (ibs) "
{§_Tenstle Sirength (psi) "
Fracturs ipoation ”
o Proceduie _X__Qualifying test K Qualified
_X_ Welder o, IR tEsSE ... Disqualified
Maximum Tensile Minimum tensile___ Average Tenstie

Remarks on isnsie-strength test-and Macro Eich tesh:
1. nong

2. nong

3. hone

4, nong

Rematks on bend fesf:
1. _notperformed

2. _notperformed

3. _nof performed

4. _notperformed

Remari(s on nick-break tost:
Misk-braak - 1 = Satisfactory

2 “Nick-brezk - 2 = “Satlsiactory

3. _Nick-hreak ~ 3 = Sallstaciory

4. _Niclk-broai - 4 = Safisfaciory.

W, theundersigned, sertify thatthe stateraents in this record are comect and that vze{ds weto prepared and bested in acoordance with the réquiremients of Appendiz B of ARI Standard 1104 Twentinth Edition,

vamber 2005 Welding of Pipslines apd Refaled Faollifies.

Date _Jannary 25,2013

15t Withessed by Atan Mehrer, - ETI Ewar ‘restmq & ln AA@;

&ld Tasts Parfasfed by
oy = {,‘;

AHEW, Inc _ ETI Project No. _13-051




WELDER OR WELDING OPERATOR COUPON QUALIFICATION TEST RECORD

(‘ IRTED FO; LoenBro . pa7e January 28, 2013
: aan: Cody Fryberger
{0 409 14" Sirest BW enrrosEeTio 13-051
; ’ Great FE”S MT 58404 Weiding Contr
Clock No. __8486 Stamp No.
Tyne of Welder Weslder Performance
Welding Procedure Specification No. __APL-SMA-2 {7010] Rev. _ D Date_Qetober 22, 2012
Process Type: SMAW - Manual without backing
Mean Temperature: 15°. 269 F
Weather Conditians: Mostly Clear
Time of Day/Welding Time: 0830 to_1100. 2 Hours - ingludes cuttirie & Ating
Yoltage/Amperage: 22 0 32 voits [ 105 10 140 amps
Welding Machine Type/Size: Lincoln 200
Weld Type/Pasition: Butt Weld = 6 - 457 fixed
Filier Metal/Group Number: E6010/1 = Root, E7010/1 = Hot Pags, Fillar & Cap (2-5)
Reinforcement Size/Welding Direction: up fo 1/8" { Downhill
Pipe Type and Grade: AP 5L X42 { X52 - 66 ksi
Wall Thickness/Qutside Diameter: 0.375"12.750" {0 12.750"
CQualifiad Thickness/Outside Diameter Range: 0.188" to 0.750% / 2.375" to 12.750"

VISUAL. INSPECTION (6.4) Acceptable YES or NO _Yes

TENSILE TESTS {5.6.2)
1 2 3 4
( ~oupen stenciled not performed |
_|1_Original specimen dimensions (in.)
{ ﬂinal specimen area {in.) !
Maximum load (bs)
Tenziie Strenglh {psi) E
Fraclure location E
___ Procedure _X_ Qualifying test _A_ Qualified E
X Welder ___Linetest ___Disqualifiad i
Maximum Tensile Minimurm tensita_______ Average Tensile |

Remaris on tansile-strength test and Macro Etch test:
1. _Nons pedorned

LS

Remarks o band test:

1. _Face Bend - 2 = Satisfactory
2. _Roof Bend - 4 = Satisiactory
3. Face Band - 6 = Satisfactory
4, Face Bend - 8.= Safisfactory

Hemarks on nick-break test:

1. _Nick-break - 1 = Satisfactory
2, Nick-break - 3 = Safisfactory
3.  Nick-break - § = Satisfaclory
4, _RNicl-break - T = Satisfactory

W, Iha undarsigned, ety that e stalements in this recard ars cormest s that svalds vage prepared and fested in accordanca with tha raquiremants of Appendix B of AP Standard 1104 Tw E wentielt Edilian,
Novemhar 20055 Walding of Pipslinzs and Relafed Facdilies. sn/ \
TAst Witnessed by Alan Mehrer, - ET! Ewer Tasting & !n Date _January 25, 2013

(1 Tests Pedformed by _ET] Ewer Testiiy g nacge%i* e ETI Project No. _13-051
{ / e /,»*?’” r’i:j"” »‘9&’ DR \
ra — d/ [R

Y5 2_993

o
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WELDER OR WELDIRG OPFERATOR COUPON QUALIFICATION TEST RECORD

ORTED T3; LoenBro oare: January 28, 2013
A Cody Fryberger
408 14" Street SW ex PrRosECTRO: 13-0571
Great Falls, MT 59404 Welding Conlr;
Welder Name_ USTERREDR i Clock No. __ 6486 Stamp No.
Type of Welder Welder Performance
Woelding Procedure Speclfication No. _APLSMA-2 [7010] Rev. _0 Dats October 222012
Process Type: SMAW - Manual witheut backing
Mean Temperatura: 1689-25°F
Waather Conditions: Mosfly Clear
Time of Day/Welding Time: 1230 ic 1630, 4 Hours - inicludes gubting & fitting
Voltage/Amparage: 14 o 28 volts / 105 tp 145 amns
Welding Machine Type/Size; Lincoin 200
Weld Type/Position: Branch Weld = Nipple Down ]
Fitler Metal/Group Number: E£6010/ = Root, E7010/i = Hot Pass, Filler & Cap (2-5)
Reinforcement Size/Welding Direction: up to 1/8" / Downhill
Pipe Type and Grade: AP 5L X42 | X52 - 68 ksi
Wall Thickness/Outside Diameter: 0,250"/12.750" 10 12.75Q"
Qualified Thickness/Outside Diameter Range: 0. 188" ko 0.760" / 2.375" to 12.750"
VISUAL INSPECTION (6.) ceptab]e YES or NO Yes
TENSILE TESTS (5.6.2)
i 2 3 4
“oupon stenciled not performed
L. <riginal specimen dimersfons (in.)
Jriginal specimen area (in.)
Maximum lnad (fbs)
Tenslle Strength {psl)
Fracture location
__Procedure X Qualifying test X Qualifisd
_X_Welder __. Line test ___ Disqualified
Maximum Tensile Mirimum tensile Average Tensile
Remarks on tensile-strength test and Macro Etch test;
1. none
2. none
3. hone
4. none

Remarks on beond test:
1. _not perormed
2. _not perfermed
3. _not pedormed
4, potf performed

Hemarks on nick-break test:

1. _Nick-break - 1 = Salisfactory
2. _Nigk-braak - 2 = Satisfactory
3. _Nick-break - 3 = Salisfactory
4, _Nick-break - 4 = Sgtisfactary

We, the undersigned, canify that ihe sisterents Inthis record are carmect angd lhai welds were propared and lasled lnaccordance with the requiremients of Appandix B of AP Stendard 1104 Twantiath Edition,
hMovambar 2005 Wezoing of Pipatines and Refated Facifities.
Tast Wite i by Alan Mehrer, - ETI Ewer Testin &lg oryne Date _January 25, 2013
‘ b fa ¥ R
( Tests Eggmed by _ETI Ewerjeﬁmqjén_*:s%%g fne _ ETIProject No. _13-051
” e A £

/7!‘-"{ ) £4pey \

.,

g0 08 A
Loy o




—. BEARPaw

BT

- EMNERGY
WELDING PROCEDURE AND WELDER QUALIFICATION
WS 7-10-78 (2-98) (7-835) :
COUPON TEST REPORT
Welder's ID Maik Test Localion and Spreag No.
At Big Counfry Yard, Williston, ND
TEST CONDITIONS AND RESULTS
Test1 Tekt 2 Tewts
Weld Type Bt Brandit el Lap Fdlet
Pipe Nominal Outsite Dianeter in Inches 1670D x 0.250 wt WA NIA
Cenferling of Pine Avks 263, 66, or 66 B N/A WA
Fips Specification and Grade APISL X80 NiA NIA
AWS Electrods Eiller Matal lentifioation E-6016 and E-7010 N& (7.
Welding Provordom Sperffication No. ORMWP-1 WA HA
WIST TYPE OF DESTRUCTIVE TEST ARD RESULTS
FB=Face Bend, RB=Roat Band, NB=Nick WA,
Braak, SB=Side Band, ACC=Acceplsd A
Resulfs, REJ=Rejecied Resulfs, Substifuts
Tensite Sirangth Tests with Nizk Breals NA
Welder Qualified XI] Weldor Diequaliod 1]
Thisaa‘éﬁ&ethezbmw&der{ifﬂrewaderisﬂnaﬁﬁed)mmﬂanﬂaeBearPawFfpeEuméeetﬁdEﬁa!ﬁrﬁedmﬁefoﬂmﬁg:
A .
Walding Procass Welding Equipment Wakiing
Efoitrode Caakification
SRAW Dinwfﬁnn
&
NTﬁst Semi AP Travel
Mznual [Automatie] Fliker
( Shielded |  Gas Sub- | LS 1 mm | femeto @ | Mesmt M, | Smgle
. Mestal Melal | merged Arp } 1B Gore {E8) Goup [ 4 T  (Ses
Jopi0e A | Welding o I C T T Nember UG I Down | dismeters, | Addiional
-; wekiing | Welding | mamy Grawy | Weding sfiwal | Limiations
N (EMAW) | {eMaw) {FCAW} thickness, Below)
and alf
pirsdions,
X X 1&2 X X
ADDITIONAL LIMTTATIONS FOR SINGLE QUALIFIGATION
. Fipe
Toot | |-Quisie Diameterinciios | Wall Thickness lnches | Gentarline of Pipa (AXiS) Position Bot! Wold Fillet Weld
Number " N . 8
R kTl ggg =2 Pih 1815 ,:_-11?35.{5 =750 Al Vatzatn’zi Hn‘ggtx Al éz;m Fhaud Roled } Manexn} | Auitrotic Bt[%mgz lg.ilalgi
Pesitions Bl ae.-u_;_g
X X X X 4
Welding Inspeator’s Name {Pleasa Prind) Wi . s Signature Date that the Welder was tasted
Danny Newman N [N sz, A20/2012
WEILDER QUAL INCATION BASED ON RDT TEST OF PRODUCTION OR TEST EUTTWalh
: Bipe & Test Wald Do
i ameter Wal Thickness 7 and Grada iy Procadure heation No.
ioe A Pipe Spedification Wekding Specifvation . d] TestWeld X
18" 0.25(1 wt APISE X80 ORMWP-{ Preduction
yvp TeC Report N, X-Ray Fim NoJ's,
X Radiographic Testing {RT) Stephen Kembel
NDT Mathod Uitrasonic Repart No. Utirzsonic Data file name or No, (& appicatia)
[ Uttrasonic Testing (UT)
[ Welder Gualied X Wolder Dqualfied [ .
3r. Welding Inspectors Name (Piease Pring) Sr, Weilding Inspecioss Signstue Dol e 3
Danny Newman ‘E‘:‘b SN 412012012
Exafriafta WA
"cf'\ speciors Nama (Fiease Prom) Chief Inspecior s Sgnawne Date Job Na_
—.(
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WELDING PROCEDURE AND WELDER QUALIFICATION

WS 7-10-78 (2-88) (7-98E}
COUPON TEST REPORT
Vielders 1D Mgk, Test Location ang Spread No.
At Big Country Yard, Williston, ND
TEST GONDITIONS AND RESULTS ~
Test 1 Test2 Test3
Wald Type Bt Brapch Fillet ap Filet
Pire Nomind! OutsTde Dismeler i Inctes 12700 » 0.256 wi N4 WA
Cenfedine of Pipe Axis 265, 56, or 66 6G NA NA
Pine Specifisation ard Grade APISL X-52 NiA NIA
ANS Elegtrode Filler Meta! ldenification E-6010-and E-7(H0 NA N/A
-}_Walding Procedure Specificafion No. ORMOWFZA NA WA
LYSTTYPE OF DESTRUGTIVE TEST AND RESULTS
#B=Face Bend, RE=Root Berd, Ns=mck A
Brask, §B=Sida Bend, ACCAceepted A
Results, RE=Rejocted Resulle. Subslifute
Tonsile Strength Tests with Nick Breaks WA
Welder Qualified X[ Weldey Disqualiiied [ 1
This ceriifies the ahove welder (if the Walder & Cluaiifed) to weld on the Bear Paw Pipeline Frojedt facifitles Emited in the fallowing:
- WELDING
Walding Process Welding Equipment Weiding
2 1roe Qualification
SMAW Birectl g on
Teost Semd AP Trayel
Shielded Gas Suiz- Tomgsten Flux ™y " Metal Multipe, Singls
Metal Melal | memged A Arc Core () Group all {See
LA L A Welding | o0 LA o Number { Up | Down| diameters, | Additional.. .
Welding | Welding [SAW) (GTAE%Q Wekding altwall Linitations
{SMAW) | {CHAW) {FCAW) m. Below)
il
X X 182 X X
ADDITORAL [T TATIONS FOR SINGLE QUALEICATION
Pipa
Test | Outstde Diameter Inches Vall Thickaess inches Ceanfertine of Pipe (Axis) Position Buit Weld Filiet Weld
Nomber <BFE | PRAITE 129275 M { <1875 | =48/5 | =756 All Verticat | Hoimrdal | Alt Fpe Fieed Rofad | Mol | Audewnatis | Brenchr Lap
=275 =75 2G &5 Axig Welding [ Weikking Pkt Filist
PosHons Bewel Bevej
X X X X X
Welding Inspecior’s lame_(Flease Prim) W lnspectm’s Signature Date that fe Welder was tesfed
Danny Newmnan N\ /2012012
WELDER QUALIFICAITON BASED ON DY 1EST OFPMDUGHOH ORIEST BUTTWELD
— Plpe & Test Weld Data
Fipe Diameter Wall Thickress Pipe Spetification and Grade | Welding Pracevture Spediication 0.
Production Wold []  TestWeld X
12 0250 wt APLHL %52 ORMWE-A
Radiograpiic Repart No. R-Rey Fibn No.s
X Radiographic Testing (RY} Stephen Kembel
KOT Method Ultrasonic Report No. Ullrazsanic Data e nams ot Mo. {if appicanic)
O Ultrasonic Testing (UT)
Welder Qualified X Welder Disqualified L], _
Er. Welding Inspecior's Name (Please Prinl) Sr. Welding Inspeciir's Signature Date Report No,
Danny Newrrian \ N e, 47202012 A
[ Tinspéclors Name (Flease Pr Chiet nspeciors Signatie Date Job No.




