4_ WELDER OF% WELDING OPERATOR COUPON QUALIFICATION TEST RECORD
{

£ TIEPORTEDTO: LoanBro i oare; October 24, 2012
(I Aw: Cody Fryberger
406 14" Streat SW &n PROJECT oy 12-576
Great F‘c‘lﬂS MT 59404 Welding Conts;
Welder Name__! NIcHa T Clock No. __8456 Stamp No.
"Type of Welder Weldmg Prcce lure Qualification
Welding Procadura Specification No. __ AP1.SMA-2 [7010] Rev, _Q Date_Qctober 22, 2012
Process Type: SMAW - Mamual without backing
Maan Temperature: 45 F
Waeather Conditions: Mostly Clear
Time of Day/Welding Time: 0830 i 1100, 23 Hours - mglugeg culling & fifling
Voltage/Amperage: 32 to 32 volis /108 to 140 ampe
Walding Machine Typa/Size: Lincoin Gustom 260
Wald Type/Position: Butt Wald = 5G - Fixed Horizontally
‘Filler Metal/Group Numbear: E8010/1_ = Root, E7010/1 = Hot Pags, Flller-& Can (2-6
‘Reinforcement SizefWelding Divection: up fo 1/8"/ Downhill
Plpe Type and Grade: ASTM A 108 Gizda B
Wall Thickness/Outside Diameter: 0.280" 6.625"
Gralified Thickness/Outside Diameter Range: 0,188" {0 0,750" 7 2.375" 16 12.750"
e, . VISUAL INSPECTION {(6.4) Acceptable YES or NO Yas
TENBILE TESTS {6.6.2)
1 2 3 4
{ Coupon stencifed CN-1 CHN-§
. ” Qriginal specimen timansions-fin.) - ‘ <l - 40080272 _ 0088 %0204 . _H
{
: Original specitnen arga {in.) 0.274 0.201
Maximem load (ths) 22,800 24,000
Tensile Strength (psi) 82,600 82,500
Praciure location Base Metal Basa Matal
_¥_ Procgdure _X_ Quallfylng test _X_ Quatified
___Welder __ Linetest . Disquaiified
Maximun Tensile_$2.500 Minlrum lensile 82,800 Average Tenslie 82,500

Remarks on tensile-strength fest and Macta Etch test:
1. _GN-1 = Salisfactory
2. CN-6 = Salisfactory
3,
4,

Romarks on bend tost!

4. _Face Bend - 2 = Safisfactory,
2. _Root Bend - 4 = Satisfaclory
3, _Face Band - 7 = Saflsfactoty
4. “Root bend - § = Satisiactoy

Remarlts onl nilek-break fest:
1. _Mick-lrgak - 3 = Sallsfactory
2. _Nick-break - 5 = Satisfactory

3. “Nick-hreak - 8 = Satisiactory
4, _Nick-bragk_ - 10 = Satisfactory

N, the undardigned, ceify Ihal heslatemanta In ks mmrdaracmwd andihal walis were srapatat andiesied In secorfenca withihs fequlrements of Appenaix B of APt Standard 1104 Twantiath Fditian,

Novembar 2005 Walding of Pipoiingy and Related Fasilifes.
Tast Witnassed hy_Larsy B Ewar, CWI - A2 Date _Oclober 22, 2612
Loboratory No. _12-578

— TW&% by _ET| Ewer 34 20
{ pd S T

* . Btz
NP




WELDING PROCEDURE SPECIFICATION RECORD B0, APL-SMA-2 [7G10]

REHORTED TG l.oenBro oate Ootober 24, 20012
Atla: Cody Fryberger
408 14" Street SW eri proJect o+ 12-576
Groat Falls, MT 589404 Welding Canie
Wealding of: Carbon Stes! Plpe & Fiffings
" Proceas Type: SAW - Manual without backing
Matarial: AP BL X42 - X82

Diameter and Wall Thickness:
Joint Design:

Flller Metal and NMurmber of Beads:
Elactrical or Flame Characteristios:
Position:

Direction of Welding:

Number of Weldera:

Tine lapse betwasn passes:

Type and Removal of Line-up Glamp:
Cleaning and/or Grinding:

Prehoat

Shielding gas and flow rate:

Post/Strass Relief

Speed of Traval;

Plasme gas compasition/llow rate:
Plasma gas orflice size:

Sketches and tabulations attached:

Tegted by Lary R Ewagﬁl Ewar Testmg &

6,825" x 0.280
Buit Weld and Branch Comnecilon

E7D10 = All Passes Bead, Hot Pass, Fillar & Cap

DG Reverss

_Butt Weld = 56-Fixad Horz & Branch=Mipple down {Multip! wgga{:ﬂcahon}
“Downhill

Singte

0.8 to 2,0 minutes
Ploe Stands or as requirad

Power Brushing & Grinding

A;nb!ent iz below 50° F preheat from botlem of plpe to remove moisture
nfa

not reguired

4 to 14 ipm

nig

n/a .
norfe

Wekler: SEaT R,

Welding Supervisor, _Cody Frybarger - LeenBro

Approved:
Adopted: Chi&f Enpinsen
[35° a 5” -0")]
\ [ iR A8y .
_____ 1
I’liB" (& 1116"]
Use Gag and Land as heeded for-proper Fii-Up
Sequence of weld passes
ELEGTRODE 8178 AND MUMBER OF BEADS
Bead Number Eleatrode Size Voltags Amparage ard Spesd
and Typa Polarity Iprn
i W% or sz BEYOM0 18 t0 22 80 to 130 Gloiz
2 through 4 1% ormazr E7Q10 20 to 24 115 10 160 Gloio
b+ grsot orangt B7010 20 to 28 1345 to 190 4i08




WELDER 0% WELDING OPER&TOR COUPON QUALIFICATION THST RECORD

" REFORTED TO: LoenBro oate: Qeloher 24, 2012
Atne Cody Fryberger
408 14" Street SW enpaodeorio: 12-570
Great Falls, MT 59404 Waldiag Conlry
Welder Name_BRon DISar Clock No. ___8488 Stamp No,
Type of Walder Welding Perfcrmance Qualification
Weldlng Procedurs Spacification No. _ AP[-8MA-2 [7010] Rev. _G Dale_Qctober 22, 2012
Process Type: _BMAW - Manuel without hacking
Mean Temperature: 457
Waather Conditlons: Mosihy Claar
Time of Day/Welding Time: 0830 to 1100, 2% Hours - inoludes culting & fitting
Vollage/Ampsrage. 22 to 32 volis [ {06t 1402
Waelding Maching Typs/Slze: Lincoln Custom 250
Weld Type/Posiiiort: Bult Weld = 656 - Fixed Hnrizantally
Filter MetalfGroup Number: "EBCMO0M = Root, E7010M1 = Hot Pass, Filler & Gan (2-5)
Rainforcemant Size/Walding Direction: up fo 1/8" / Downhill
Pipe Type and Grade: ASTM A 106 Grade B
Wall Thicknese/Cuiside Diameler: 0.260" 6.625"
Qualified Thickness/Outside Diameter Range: 0,188" 10 0.750" / 2.375" o 12.750]
VISUAL INSPECTION (6.4) Acceptabls YES or NO Yes
TENSILE TESTS (8.6.2)
1 2 3 4
Coupon stencilad Gil-1 CN-6
- Orlginal specimen-dimansions (In.) . - 1.008x 0272 . 0.089.x0.204 | .
Orlginat specimen ares (in.} 0.274 0.281
Magitaum Joad {Ibs} 225800 24,000
Tanslle Strength (psi) ' 82,600 82 BOG
Fractum location Base Molai Baso Metal
... Procacure & Gualifylng test X Qualifled
_¥X_ Welder e test __ Disqualified
Meximum Tenslle 82,500 Minimum lensils 82,560 Avarage Tenglle 82,500

Remarks on tensile-strengih tost and Wacro Eteh test:
1. _CN-1= Salisfactory
2.  CN-8 = Sailsfactory
3.
4,

Ratnarks an bond test:

i. _Fage Bend - 2 = Satisfactaty
2. _Hoof Bend - 4 = Satlsfactory
3, "Fate Band - 1 = Gatisfactary
4. Root Bend - 8 = Sabisfactary

Remarks on nlck-break test:

1, _hlick-breal - 3 = Satlsfactory
2. Nick-break - 5 = Sausiactory 4
3, Nick-break - § = Salisfaclory
4, _Nick-break - 10 = Satistactory

Wa, theundorsigned, esdify thatiha stalememisin s yocoed dre cameckeld {hatwalda wara prapared end tesiad in tecordanca withihe sequiremarils ofAppandix B of AP) Standard 1104 Twentieth Editon,

Hovamibar 2003 Welding of Fipelings end Relalad Facities.

Test Witnessed by,_Leoy R Bwer, CW| - ETH Eys j;_- 4 Inspection ine Dele , Qglebar 22, 2012

Weld Tests Perigirtied by E‘!:LEwer;ffé‘ tlcm Ing___ Labomatory No. _12-676




WELDER OR WELDING OPERATOR COUPON QUALIFICKTION TEST RECORD

LosnBro
At Cody Fryberger
408 145 Strent SW

REPORTED TO:

pare: April 8, 2013

e proecT g 13-213

Greal Falls, MT 59404 Welding Canlrz
Welder Name ééﬁ'ﬁgg'slﬁicrﬁ;iovl_‘g_ Clock No. __8485 Stamp Mo,
Type of Welder &f Parformance
Waelding Procedure Speciﬁcaﬁon No. _Bridger PL = EQ52Y Rev. 0 Data__02/05 Rev 1.0
Process Type: SMAW - Manual withouf backing
Maan Temperature: antF
Waather Gondifions: Cloudy
Time of Day/Welding Time: 0800 to 11002 Hours - Includes fiting & cuiting
Voliage/Amperage: 22 to 30 volis { 85 Io 145 amps
Walding Machine Type/Size: Lincoin Custom 250
Weld Type/Posttion: Bufl Weld { 6G - 45" lizad

Filler Metal/Graup Mumber:

Reinforcemeant SlzefWelding Direction;

Pipe Type and Grade:

Wall Thicknass/Outside Diameter:

Qualified ThicknessiQutside Diamefer Range:

Roof Bead = E601071, Filler & Cap = E70H0/1

up to 178" / Downhill

AP! GL/ASTM AB3 Grade B
0.250"12.750"

(. 188" to 0.760" / 2.375" o 12.760"

VISUAL INSPEGTION (64) Accepiabo YES orNO Yoy

TENSILE TESTS (5.6.2)

1

2 3 , 4

Coupan stenciled o/

Qitginal speclimen dimenslons (in.)

Drigingi specimen area (In.)

Medmum load (lbs)

Tansile Strength (psi)

Fraciure location

__ Procedura
X Welder
Masdmum Tensils _afa

Remarks on tensile-strengih test:
1. _fa

_X_ Qualliying fest X, Qualifisd
__Lins test __ Discqualiffed
Nilnimum tensile _n/a Average Tensile _nfa

Pl S

Remarks on bend test:
1, _Face Bend - { Saisfactory

%. RootBend -3 Sallsfactiory

3. _Face Bend - B Salistactory

4, Root Beng - 7 Satisfactory

Remarks on nick-braalk fest:
1. _Nick-break ~ 2. Salisfaclory

2. Mick-hreak -4 Sallsfaciory

3, _Nick-braak -6 Salisfactory

4, _Nick-braak - 8 Satlsfactory

We, ihe undopsignad, colly ihal (he statamens in thle redprod
Twanllath Editien, Novamber 2005 Waln‘fnu of Prpol hEanhd Facilitios,

s %arract and tal wolds wofe praparetf and (ested in gecrdanca vdh the raquicements of paragtagh 5.6 andlor 5.4 of AP Standard 1104




RECORD OF WELDER QUALIFICATION TEST (WPQ)
{see QW-301, Sectlon I¥, ASME Bolor and Pressute Vessel Code)

Welder's Name: GELOTINEN Stasap No. CN
Welding Process(es) Used: SMAW Type: MANUAL
WPS No: 001 '
Bage Materlal(s) Welded: A-53 GR-B Thickness: .343
Manual of Semiautomatic Variables fox Each Process (QW-350) Actual Values Range Qualified
Backing (metal, weld metal, both sides welded, etc,(QW-402)
ASMBE P-No. To ASME P-Ne. (QW-403) P1/PL P1-P1t, P34, P4X
OPlate (X) Pipe (enter diameter of pipe) 2 1” — unlimited
Fiiler Metal SFA#: 5.1/5.5 Classification (QW-404) E6010/5701.0/E7018
Filler Metal F-No, 3&4 4 AND LOWER
Congumable Insert for GTAW or PAW N/A,
Welding deposit thickness J125/.218 4861436
Welding Position (1G, 5G, ete.) (QW-405) G ALL
Progression (uphill or downhilf) ROOT & HOT FILL AND CAF UPHILL
BGOWNHILL
Backing Gas (QW-408) NIA N/A
GMAW/FCAW Transfer Mode (QW-405) N/A N/A
GTAW Welding Curvent Type/Polarity . N/A NiA
L GUIDED BEND TEST RESULTS
) QW-462.2 (SIDE) [ (30 QW-462.3 (A) (TRANS, R&F) | ('QW-462.3 (B) (LONG. R&T)
#1 Pace Bend ACCEPTABLE #3 Root Bend ACCEPTABLY
TH#rFaceBend - - - | ACCEPTABLE - - #4.Root Bend | ACCEPTABLE
Visual Inspection Resalts-Fusion; ACCEPTABLE Penetration: ACCEPTABLE
Fillet Weld Fractire Test: NfA Length and Percent of Defects: N/A
Macro Test Function; N/A | Fillet Leg Size: N/A | Concavity/Conyexity: N/A

Radiographia Test Results (QW-304,305): N/A

Radiographic Test Conducted By: /A

Mechanical Test Conducted By: Jon Léach

Welding Test Monitored By: Jon Leach

We certify that the statements in this record are cortect and that the test coupons were prepared, welded, and
tested in accordaiice with the requivements of Section IX code

Organization: LO-N-BRO ENTERPRISES
By: Date: 9/18/12




