. THE M, W, KELLOGG COMPAMNY
A Division of Pullman Incoroarated
Piping Fabrication
" Williamsport, Pa,

17701

o B G R 2

Weld Procedure Code Mo. 18/16
Spec, No, PSeK|=F5-SMAW=20G=50
Date 3/28/6%

Revision Uates 2719770, e/11/71,

Retyped 7/25/77,

Retyped 12/3/73

REV,

& ~/6"6

¥/3/,/72

&/397 72

PROCEDURE SPECIFICATION FOR:
stainless steel pioing,

cover pass.
BASE METAL:

P=3 materials,

FILLER METAL:

The filler metal shall
conform to ASME Filler Meta! Specification

Austenitic
insert welding, GTAW
(root) and SMAW (weld-out), with optional GTAW

Number SFA=S5.8 for filler metal in Group

Number F=6., The chemical composition

The base metal shall conform
to the specifications for ASME, Section IX,

WELDING PROCESS:

The welding shall be done by

the GTAW insert root and SMAW weldout procecses
using manual equipment.
be used with the filler metal type listed on

The CTAW process may

Page 2 for intermittent -voids, lock-in holes

(peep toles) in the ring, mismatch in the root,
or optional cover pass.

If necessary, one

complete pass may be wzde while holding the
purge. GTAW welding shall be done using a non-
consumable electrode of 272 thoriasted tungsten,

EWTH-2,

BASE METAL THICK!‘S<

This procedure is

GAS FOR TORCH SHIELD:

I process).

' GAS FOR BACK-UP PURGE:

l (for GTAW process).

usiag filler metal type
be used with or without
3/22, or 1/%" diameter,
Pages 5 & 6

POSITION:
positions,

taired
hetv.cen passes

TACK WELDS FOR SET-UP:

FQR ALENE

of the weld deposit shall fall within the
limits of Weld Metal Analysis Number A-8,

Nominal composition

of argon, 99,995% minimum purity (for GTAW

Argon per Page 7

The GTAW process
listed on Page 2 may
back=up purge in 1/!

np

Test rer‘ rg

' o

PREMEAT: None Required
FOST HEZAT TREATMENT: None
} CASKING STRIP; None
i INTESFASS: 760° maximum, (May be maine

'y coplication of He~|refal:ze, water
as a coolant),

L LA

qualified to allow welding of material
thickness between 3/16'' and 1.4'',

PREPARAT!ON OF BASE MATER|AL:

The edges

or surfaces of the parts to be joiner by

welding may be prepared by plasma arc,

grinding, machining, or any combination of
methods to essentially form the geometry of
the weld shown on Page 2 and detailed on the

attached sketches and shall be cleaned of

2ll oil or grease and excessive amounts of

scale or rust,
ELECTRICAL CHARACTERISTICS:

he current

used shal) be DL G, larity
R!étrse larity

R Jdaﬂ*v

size of the welding tip and filler
chall be substantially as shoun on

APPEARANCE
inc current and
weld metal shall

OF WELDING LAYERS: The
manner of denositing
be such

f’ ‘raocsair! b PFZ welding

hg i qLejlﬁu h as electrode sizes, and
tages and currents for each electrode,

L

rocs,

Pece 2.
wel
the
that there skai)

Le practically no undarcutting 2n the side

walls of the welding

croove or the adjoi

base raterial, See lob specifications for
specific undercuttina limitations,

CLEANING: Al slag or Flux remaining on
any tead of weldlag 3hall ve remopvesd hefar
layirs cown the next cessive beal of
weldine,

EreCias ra¢icd oir e €
appsar of e surface 3f & esc of wmj
ina skall Le removed ghipp 6F *E[ %%

ne ‘ore senpsitin he ne *L.C20
;

VEWIYS: Shall! not exceeld two electrode
iterutors or the insice diameter of the cas
TANWEL SPEES iy 2!'«6'"" aer =in

F‘.";: 2 el yar 3
| e . Sy 241 .
| S
8708200198 870814
PDR FOIA
DEVINEBA-743  FPDR




.. A Division of Pullman Incorporated

Piping

. Williamsport, Pa.

Fabricaticn

17701

Weld Procedure Code No, 165/16
Spec, No, PBeK|=FE«SMAW=2(G=5C
pate _ 3-2B-2% i
Revision Dates _ 2«15~ =70 b=)l=71

2-9-73 Retyped: 7-20-73

Rev c~67¢ , b73/777 4

for tacking, f1114

or mizcrmateh

in :he roct eet-up,

| s
JOINT DETA!LS AND UELDING TECHNIQUES P
A 2Y
S6" Lo UNLES — Aty
1AL TNECEAELES L..-.—-)‘ L———h f"-—}"":‘)
CVER 3/4" vl
2NICII0SS
1" 4D 1Nt
FALL INICISESS
|d=rﬁ}
OVER 1" VALL
TUICINESS 'Y
A
"‘“’ “k.—
FOR SOCKETS ANDA
FILLETS
“ ﬁég i ‘*:ri.-¥£r;na-hv)
berong
Miowe
PASS NO, FILLER FlLlFR a TORCH SHIE
: E LD TUNGSTEN
AND METAL TYPE| METAL SIZEl AMPS VOLTY POLARITY & FLO RATE SIZE AND
PROCESS | OPTIONAL OPTIONAL RANCE (MIN,) FCLARITY
TACK ER 30 171 ¥2+120 B Straight [Argon 20 CFR [1/8 or 3/32
3/32 70-150( 7 /3~ 26 diameter
GTAW 1/8 100-190 straiaght
ROOT  |gg 308 Insert 1/8 or 3/32
1/8 X 3/32 | 45~ 40| /13- A¢ Straight |Argon 20 CFH | diameter
GTAW 1/8 X 6/52 straiaoht
BALANCE | E 308 3/32 L5-50 z
SHAW 1/8 70-11010 ,3.2¢ Reverse
5/32 90«14L0 /
3/16 |30-180‘
OPTIOMAL 1/16 3% i20( i 1/8 or 3/32
COVER PASY  ¢R308 3/32 70-150p *3°R¢ STRPAIGHT |ARGON 20 CFH | diameter
TAW 1/8 IOC-!QCV straigh
KOTE: 1/16", 3/32", or 1/8" £R 303 filler metsl may be used as necessary

ng inter—ittcnt voide, look-in holes (peep holes),

be rnade wvhile holdire the purpe.
For fillets and socket welds, delete the insert and root passes and

follow with the balance of passes.

If necessary, onc complete pacs may




71-238-02

THE K. W.KELLOGS COMPANY Page 3 of S~ *

Soeteister ot FULLMAN [NCORPORATCY
PIPIKG FABRICATION Proc. Code 15/16

RECOMMENDED FORM D=1 MANUFACTURER'S RECORD OF KELDING PROCEDURE,
QUALIFICATICN TESTS

§/2//77 4

Specification No. PReK|=FO«SMAW=20G ' _ . : Dete 3/28/68 Rev. Date 2/19/70
Veldiug Process ___GTAW § SMAW Manual or Machine _ Manual
Material Specification__A312 T30y % _ A312 Tse p.xe, 8 R,
Thickness (if pipe, diameter and wall rhicknzss) _E_’_S/B" Q, B. X .7'5“ Thk., - gL
Thickness Range this cese qualifies 3/16' to P i
Filler Metal Group No. F+ 7 (E-c/A5)* FLUX OK ATMOSPHERE
Welo Metal Analysis No. A= _7. (A-8)° Flux Tiade Neme o0 Composition et
Describe Fiiler Metal if not included in Table Q-11.2  loeit Gas Compusition 2
BeRNMEY g - AR Teade Name S**=*e Flow Rate _Z__O__C_E__’i_
For oxyacetylene welding=Scate if Filler Metal is sils  Is Backing Serip uscd? ____’_‘__O_Q! RN
icon or aluminum killed. Prehcat Temperature klnge__LO_oF HIQ'.__' Py el

WOLDING PROCEDURE Interpass Temperature Range . 3500F Max., &
Single oc Muliiple Pass ﬂﬂlﬂnl! Posthea: Trcarment None
Single or Mulaple Atc Bl s‘ﬂg_'ﬁ
Toaltion 2100t e AU LBl rarranafier D200, & Fipnu R & @ v 4 )

FOR INFORMATION ONLY

Filler Wire-Dismerse 3/32, 178, S/32 SELDING TECHNIQUES P
Trade Name __Chramend = Chromenar Joir_ ivinensions Q‘ccord with Shemt 2 of -

o
Type of Backing Argon Gas omp:”‘f""ovoh. /3 2% jnches pe

Focchand o Packhand il it eatai Current ) !‘oln;i

REDUCED SECTION TENSI T, W vG)
R TRl e '

4 AR ‘ht;u GJU-}A’l Characrer of P;Alu.c]

Specimen Mo, ; W™ i o e U Stress, psi and Location

30,600 86,200 Base Metal I

9,2/2 L754 | 469 l.}Sb. 31,200 88,000 Base Metal ]

— e

GUIDED BEND TESTS(Figs. Q-7.1, Q7.2, QN-7.1, QN+2.2, QN-7.3)

Tupe and Result v ore e, sl i
e R AR i 2
gezi' sent 180° = OK 574! Bent 180° = OK ——i
._Mgn?z'. Bent 180° = OK ‘SIBZ;,' Bent 180° - OK |
Results of Fillerweld Tests, Vig, (-0(¢) L is
Weldot's Nane . _Enarr WOl PRI i M...___BZ B8 1T USRS i SR e
Vho by vireue of these tests meets welder petformance tequitemants,
Trse Conduried by _....'.'!..Q.D‘_‘_ _B_i.c_h"d e WADAIA Iy O NC: ..Z!'?5'9 PR
R | ot -
Yo cure By that the statemernes in this c=cord nre coeeeet und that the test welde vere prep red, welded and
weated in 2ccodance with chie roquirements of Section 1N of e ASMLE Code.

Sienvd _The M, W, Kellogg Company

(Manv'sctwrer)

Diste ., _.~3/28/.68 RIS e BNy . ‘__E:__.{,__ﬁi.c_n_grds

(el td of tescr ~ee illuserative cely aad may be i dilied o0 confiam o th (vre cad ¢ t o tery
augired ( boo Peron s b Qo g ioble o) ung 6 AN antld it ee)
8% 3 L S ' al Al s Gl g Ao wbone sl 310

Paikavd s : ‘ ) Faies P i & TR i Sl S8 T R ‘. o

~of I
AW)

)



7135403 THE B.W. MELLOGE COWTARY Page 4 of 5~ *

4 0iviniee o PULLMAR INCOPPCERTED
PIPIKG FABRICATION Proc. Code No. 15/16

PCCOMMENDED IFORM Q-1 MANUFACTURER'S RECORD OF RELNING PROCEDURE
QUALIFICATION TLSTS

®/3//5> *
Specification No. ?S‘K"FS"SW'SG ¢ Date 3!28/68 Rev. D‘_t_e 2/1 0¢& 6/“/7‘
Velding Process GTAW & SMAW Manual or Machire __Manual

Material Specification __A312 o __A3 .of P=No. ___ 8 to I’-No. __8_ ¥
Thickacss (if pipe, diameter and wall thickness) _ -5/8" 0.0, x .Z'g" Thk,

Thickness Range this test qualifics 3/716" to '.E“ Tﬂ? P2 ~ kg

Filler Metal Group No. Fo2__ (Fo/ms )" FLUX OR ATMOSPHERE

Weld Vetal Analysis No. A« 7 (A '3_)__:_ Flux Trade Name ot Composition __ =eeeesw

Describe Filler Metal if not included in Table Q-i1.2  Inert Gas Composition 6_?__@0"!

o QN1 Seenne Trade Name ____""""%  Flow Race _20_CFH __

Fec oxyacerylene welding=Scate if Filler Metal i< vile  Is Backiag Sceip usea? _ None

icon or aluminum killed. Preheat Temperatuce Ran;-,c.___g_go F.___t_ﬂ_:_—f:_d‘ Seit s
WFELDING PROCEDURE Interpass Temperature Nange 0%F. max,

Single or Multiple Pase Miltiple . Postheat Treatmend None I
ng'e

Single or Muluiple Arc
Position of Groove ___Vertical (56) .o (See Pars. & Figs. Q-2 & Q-3, or QN=2 & QN-3)

(Flat, horizontal, vertical, or overkrud, of vertical, 0 4lc v v ther Wviard or dcarvard)

FOR INFORMATION ONLY
Filler Wie=Diamerer __3/32'" & 1/8" VELDING TECHNIQUFE S

-
Teade Name ___Chromenar and Chromend Joing Dimcnsios Accord with __ _ Sheet 2 of 5~
% - - ’
Type of Backing __Argon _Gas amps FE2//801(s 228" .0 ., jei nin.gheer. ] of S %

Forehand or Backhand moe.-- Current __DC . Polarity Straight (GTAW)
REDUCED SECTION TENSILE TEST (Figs. Q0 and QN<6) Reverse  (SMAW)
. . Dimensiocs VAImALS Ultimate Unic
Specimen No. Width |Thictness Area Lc?::;..:h. Stress, psi

9.571 753
9.5/2

Type ard
Figure Na.
Q¥7. Bent 180° 0K Q-7.1 )
. " 3 Bent 180 = OK

SB=1 SB=3

-7.| -
gﬁ:.z Bent 180° . ok gaza'
Nesults of Filletweld Tests, g, O-¢) e
Selder's Name ____H, Knarr Clock No. _ 82 _ Swanp No.“___e_t 7
S ho by virtee of these tests muets ~elder performance requiremends.

Tuest Conducted by . Frank Richards Labo.atory=Tcst No. ol _].‘..'_3.1':3...__......._._.

pet

Resul(

éeht 180° . 0K

Ve certify thot the sratements in this cccnrd 2re correct and that the 1est velds were prepared, weided and
twated ia accordance with the requirements ¢f Section IN of the A5V LY Cole,

Signed ... be...“:- .V:._'??' '09.9 __Cgmoa Y

n

(NMesluctiver)
Date 3/28/68 Dy .F' J' Richards b
(D re 1! of cevord of tertas aee lusnanuve only end riay be wodificd 1o conloemn 1o thes (vpe and asibee of (er e
t {\ thee ¢ oo Lecemmenaed Poem ‘;F':’, \ bbb (" 4 [ I APE TOR PRV OPPRPPINY ' & B



A Division of Pullman Incorporated Weld Procedure Cod;-No. _35716

Piping Fabrication i Spec. No. PReK|=F=SMAW=.(G~
. Williamsport, Peansylvania 17701 Date See Page 1

RS §/2/5> 4

BACKING GAS PURGE

This procedure is to be followed to assure that the oxygen content has been reduced to
a desir.:d degree of inertness (1% oxvgen or less),

(1) Oxygen ccntent of backing gas purge may be checked by any aeceptable type
of oxygen analyzer.

()) In lieu of an oxygen analyzer the following chart may be used:

28 //

/6/ z C "
4 -
(

26 |

| 24

s

1"‘\
=

| / W i
§22 }{ ‘ A.\H%L!‘
g g ' ) lv“l i
= | . h \l‘ i
- 20 lé %,"Q"h l ’
4 AL ! ! | !
o 18 B B P ,
ta o ),rl o Purge times were derived by testing
o 16 ’ , T FonEy B full size test specimens with dams spaced
e ' L& i 12" apart using Argon, with a 1/8" Bleed |
14 { L | .. Hole and a Beckman Oxygen Analyzer. Time
fo ¥ ey .l || .| recorded is that required to reduce 0,
12.750 | /| B R I 3 | | level below 0.5% on the 0, acalyzer.
T 17T T
10.7s50! | / ; § W Where distance between dams exceeds
| ( /{/j | ,"%’T ] BB 12", times shall be increased proportion-
L8285 1T T 7 I .11 R £
i | {/(,li ':"1___1 i ) TR b
sl & gt 11 Fo A Vol O 4 l
.86 /LA 1] 0 0 T N | u
g 300l £ X 1 111 14 0 I .
3.800 (7T 1T 1} R e " S NN N G
Pk L L 651 T R R
v 30 40 50 60 70

PURGE TIME - MINUTES

|
B B, D Apniirwy




A.al;istén of -PulIman Incorporated
Plping Fabrication
Willlamsport, Pa.

17701

Weld Procedure chc No., 92/93
Pl=0B=FLaSMAW-2G=50

Spec. No,

Date

Gl-67

Revision Dates 7/2/70

3/16/70

€/28773,

"/‘ 3,‘44
re

&= 2-774

-n

JOINT DETAILS AND WELDING TECHNIQUES

: “MINIIUM
/b | | WLETS
7%
s e_‘..,;u 4 ’
:"" r [ X 1 / '
el |
- g4 N Yweiego| | j 5 9:;?{::.
1 1 l . ! ]
|
. |
Hole thru header
may be drilled or
cut before or after
welding,
Eg;tuua'
g -« w1t € s ®

M0 .

mhm

size o
:Jﬁ‘o_‘l
|

THROAT

TVESAE
x ENCAL

P - Ll |

uf\'s/ \\ \-;41/

(et .

1-‘\-‘1

Fillets or socket may have 2«3 or more passes to meei the minimum | 1/4 T

reauirements,

PASS NO, {FILLER FILLER MAX, TORCH SHIELD | TUNGSTEN
AND METAL TYPE| METAL AMPS VOLTS POLARITY | & FLO RATE SIZE AND
PROCESS 0PTIONAL SIZE (MIN,) POLARITY
ALL £7015, 3/32 | 65=110 27
SMAW 16 or 18 1/8 100«165 31 Reverse - Shb
5/32 | 140-220 3
3/16 | 180-275 36
STAW ToF 1 7082 1/16 | 90-120 14 1/8 or 3/3:
1088 Wwroe! or «8 3/32 | 100-165 17 Straight | Argon 20 CFH | dicmeter
Optional 1/8 140=190 20 straiaht




71-38-03

AS WELDED

<

THE M. W _KELLOCGC COMPANY Page 3 of 9

CRINIIAY SH PULLMAN (MCORPORATED
PIPING FABRICATION Proc. Code 92/93

RECOMMENDED FORM Q-1 MANUFACTURER'S RECORD OF WELDING PROCEDURE
QUALIFICATION TESTS

Specification to. _(From Pl= 0B FlheSMAW=L=2() B L/b/67  Q-2-77 @

Velding Process SHAW Manual or Machine __Manual

Material Srcciﬁc:uouA"oas 0 A"OS‘B_ ‘of P«No. | to P-No. i

Thickness (it pipe, diameive and wall thickness) 3-:'3/8” 0.0, x .280" W, g

Thickness Range this test qualifies 1/16'" thru ,560"

Filler Metal Group No. Fe FLUX OR ATMOSPHERE

Weld Metal Analysis No, A+ | Flux Trade Name o Composition None

Desceibe Filler Mecal if not included in Table Q-11.2  Inert Gas Composition None

or QN-11.2 Trade Name ot Flow Rate ===

For oxyacctviene welding=State if Filler Metal is sil-  Is Backing Suip used?  No

icon or “duminum killed. Preheat Tempersture Range S50YF, Min,
VELDING PROCEDURE interpass Tempersture Range ... B

Single or Multiple Pass Multiple Postheat Trestment None

Single or Multiple Arc Single

Position of Groove 26 (See Pars. & Figs. Q-2 & Q-3, or QN-2 & QN-3)

(Flat, horizontel, vertical, or overnesd, il vertical, slate wheiher wpward or downward)

PR FOR INFORMATION ONLY
Filler Wire~Dismeter £ 45 4 VELDING TECHNIQUES
Trade Name Airco e Joing Dimensions Accord with STANOARD Acve (374 A
Type of Backing None amps €3°/50 vola A2-3¥ inches per min.___ ===
Focehand or Dackhand Current _9_-_9;_____ Polarity Reverse

REDUCED SECTION TENSILE TEST (Figs. Q-6 and QN-6)

) Dimensions Ulamate Ultimate Unit Character of Failure
Specimen No. Vidn |Thickness Area L;r.:l(::b. Sceess, psi and Location

3=2~] . 745 182 | .136 9,800

d
Figure No. Resule F"i‘:s:e.ao. Rasuls
Face Bend Face Bend
Q-7.2 passed at 180° Q=7.2 pPassed at 180°

Resulis of Filletweld Tests, Fig. Q:9(¢)
Yeldet's Name R, Lataha Clock No. ‘._6_ 3 i TS M EF

Yho by vittwe of these tests meets welder perlormance tequirements,

Test Conducted by TG TR P —— Laboratory~Test No. t1=35-3
per Fad, Richards

We certily that the statements in this record are correct and that the test welds were prepared, welded and

tested in accordance with the requirements of Section IX of the ASME Code.

Signed _THE MM, KELLOGG COMPANY

(Manweacy.onr)

Date L/L/67 Dy F.J. Richards

(Detail of tecord of tests are illustrative ealy and may be modificd (o conform (o the type and number of tescs

- —— ¢ o —

teqaried by the Code. Recommended Form Q-1 is available for purchase st ASME Headquarters.)
NOTY. Any essential variables in sddition 10 th s¢ sbove shall be recorded.

Poated in US.AL (11/00) This Foem is obtainable (rom the ASML, 3% E. A7¢h S, New Yorb N.Y, 10017




71+35-03

HEAT TREATED

PECCUMENDED FORY Q.1

Specification No.

THE M. W KELLOGC COMPANY

Page 4 of 9
Proc, Code 92/93

S RINIRtes P PULLMAR [ RCORPORATED
PIPING FABRICATION

Velding Process

Material Specilication A-IOG-

Thickness (if pipe, diameces and wall
Thickness Range this test qualifies

Filler Mecal Group No, [+

Weld Metal Analysis No. A- !

Describe Filler Meral if not included
or QN-11.2

For oxyacetylene welding=Stace if Filler Metal is sile

icon or aluminum killed,

on MANUTACTURNN'S NOCORD OF RCILDING raocLopunrn
QUALIFICATION TESTS ;
(From Pl=SMA-2G) ° Nae . 6/25/69  ©.p.,, 4
S MAW Manual or Mcchmc Manual
w0 A=106~C " of P+No. o P-No, __ - |
thickness) 10=3/4" 0. ﬁ ' 5; 8 W
3/16" thry 3307
FLUX OR ATMOSPILRE )
Fluz Teade Name or Composition hasnchiod
in Table Q-11.2  Inert Gas Composition ek
Trade Name aberton Flow Rate kb !
Is Backing Scrip used? NO ,'
Prehest Temperacure Range Fo Miti, |

WELDING PROCEDURE
Multiple

Single or Multiple Pass

Interpass Temperature Range ! 4. 4

Single or Muliiple Arc

Sinale

Posthest Treaumene | 100« 1200%F, w/3. hr, hold

Position of Groove

Horizontal 20 # »
(Plai. horisomai, vert T, o verheadl Ve TT Theines voona & Figs. O-2 & Q'3, or QN-2 & QN-3)

FOR INFORMATION ONLY

AT - . . g
Filler Wire~Diamecer .%‘.éi_'ﬁi_i_z__ VELDING TECHNIQUES i
Teade Name __Atom ARC 70 }om‘ Dimensio.s Accord with _STANDAR D A (3 7% ) :

Type of Backing None

‘ \
amps $3 225 volts A2 2¢ inches oar min. . S%® ; I

Forehand or Backhand

Camens . 0,C, Reverse

REDUCED SECTION TENSILE TEST (Figs. Q-6 and QN+G) |

Polarity |

W Dimensions e Uli.nate Unj i
Rposine. o, Widh [Thickness] "% | Jos! T AR B j!
n 3 ¢ \"', "'_ 4 b ) i« A 4 Y " ;
| SML 2w 788 | 9 Qo & 0 \J Broke in Weld !
| { . 1
| [ sMA2- 8 40,800 | 71,200 lbroke in Weld "
GUIDED BEND "ESTS(Figs. Q-7.1, @7.2, QN-7.1. QN-7.2, QN-7.3) !:
! F‘ri::c.;:. Result r‘ra:t:e'ﬁg. Resule ;'
| g |
} 3 % SB=1 Ay o . 58'3 o !
‘ ‘ Q=7,1 180 Ppessed 0-7.1 180" Passed ‘
‘ SB=2 & SB=4 0
‘ 0-7.1 180" Passed 0-7.1 180 Passed
|
Velder's Name R, Flick Clock No. __‘_‘_6___ s'an o No. RF

Who by virtue of these tests meers welder petformance requirements.

Teat Conducted by 1 HE M. W. KELLOGG (O,
per fods Richards

Ve certify thae the statements in this record are correct and that the test welds were prepared, welded end
tested in accordance with the requirements of Scction X of the ASME Code.

MLeG=17

Laboratory~Test No.

|
|
Results of Fillecweld Tescs, Fig. Q-9(¢) l
|

THE M,W, KELLOGG COMPANY

(Menwaciurer)

Signed

Onte 6/25/69 by fada

(Detasl of record of teses ace illustrative only and may be modilicd 1o conform to the type and number of tescn

Richards

requited by the Code. Recommended Form Q-1 is avadable for purchase st ASM Headquerters.)
NO11

Any essencial variables in addition (0 those ubove shall be tecorded.

Prnced in US.A, (11,'00) This Form s obcainable from the ASML, 349 L. 47¢h 8., New York, N.Y. 10017



71-38.08

THE M. ¥.KELLOGE CONPANY

S 0NNiRtan ar PULLMAR IRCORPORATED
PIPING FABRICATION

Page 5 of §

AS WELDED Proc. Code 92/93

RECOMMENDED FORM 0-1 MANUFACTURER'S RECORD OF WELDING PROCEDURE :
QUALIFICATION TESTS :

Specification No. (From P"OB'FL"SMV‘]")G) Date 7/2/20 9-2-22 4
Welding Process __SHAW Manusl or Machine __Manual i

Material Specification A=]06=8 o _A=106=«8 of P-No. ] to P-No. ]
Thickness (if pipe, diameter and wall thickness) | 2=3 /74" x Lo H/W -

3/16'" thry Z25¢” 4
FLUX OR ATMOSPHERE
Flux Trade Name or Composition None
Inerc Gas Composition _ None
Teade Narme e Flow Rate
Is Dacking Scrip used? _NO LA
Preheat Temperature R-ngc_J___G, o Mi n,
Interpass Temperature Range 20~ H/#4, <

Yhickness Nange uns test qualifies
Fillet Metal Grovn Neo. pol
Veld Metal Analysis No. A+ _|

Describe Filler Ml if not included in Table Q-11.2
or QN-11.2
For oxyacerylene welding~State if Filler Metal is sil-

icon or aluminum killed,
VELDING PROCEDURE

Single or Multiple P-ss Mult lp‘e Postheat Trestment None
Single or Multiple Arc Single
Position of Groove _ 5G up (See Pars. & Figs. Q-2 & Q-3, or QN-2 & QN-3)

(Flat, horiznr .o, vertical, o overhead, [ veriical, 8iais whether wword or downward)

w . o FOR INFORMATION ONLY
Fillet Wire=Diameter Ly /% './'{2 -
Teade Name __A72% ARC & po/§
Type of Backing None
Forehand or Backhand

WELDING TECIHNIQUES
Joing Dimensions Accord wich 374980 vt (374
amps 63°22€ volis X2 3Y inches per ailn, 20se

C“".ﬂ( D. c' Pol.'i(y RCVQ rse
REDUCED SECTION TENSILE TEST (Figs. Q-6 and QN-6) \

.)4

p Dimensions Ultimate v h
RPREHnes S, Width  |Thickness ki Lo";’“: re ‘. \ 3 acl. acon "
N \" Broke in Base |
C-935«1 757 «379 AR IGO0 K 76300 Metal
*& Broke in Dase
C=936«2 o7 22,6007 78,500 Meta!
VIDED BEND TESTS (Figs. Q-7.1, Q-7.2, QN-7.1, QN-7.2, QN-7.3)
Flaute Ne. Res ult Pl s, Resuls
Side Bend o Side Bend o
=71 Passed at 180 Q=7.1 Passed at 180
Side Bend ° Side Bend o
l__0=-7.1 Passed at 180 Q-7.1 Passed at 180
Resules of Filletweld Tests, Fig, Q9(¢c)
Welder's Name _H. Dunlap Clock No. 81 Scamp No, LK

¥ho by virtue of these tests meees welder performance requirements. |
Test Conducted by THE‘_ﬁ.‘UA KELLOGG €0, Laboratory=Test No, ML7=71
per . FaJd, Richards

Ve certify that the stacements in this record sre correct and that the test welds were prepared, welded and

tested in accordunce with die requitements of Section 1X of the ASME Code. ‘

THE MW, KELLOGG COMPANY

(Menweciwer)

Dure 2/2/70 py._F.J. RICHARDS

(Decail of record of tests ace illustentive only and may be modilicd to conforn 10 the type and number of tests

Signed

——

tequired by the Code. Recommended Form Q1 is available for purchase st ASME Headquarcers.)

NOTE: Any easendnl variables in addition 10 those above shall b recorded.

Prnied in U.S. AL (11/606) This Form is obuminnble feom che ASME, 345 F. 47 St., New Yock, N.Y. 10017



ik o THE M. W KELLOGG COMPANY foes § of 9
S HINIRtan as PULLMAR (RCORPORATED 4
HEAT TRCATED PIPING FABRICATION Proc, Code 92/93

RECOMYENDED 1FORM Q-1 MANUFACTURER'S RECORD OF WLELDING PROCEDURE
QUALIFICATION TESTS

Specification No. (FL(’)MV P"_SHA- _.)_._,__M Date _-_(»{22.{.(13__4 o ~7=-7) 4
Welding Process SH;‘H o Manus! ot Machine Manual
Material Specification A=1VUDeL o i‘ | rJ;)__"_C”_ of P-No. | L

Thickeess (il pipe, diameter and wall thickness) ‘r' q“"' O () X l"(/’jl‘ u]

Thichoness Kange thus test qualities __}/lﬁu thfu }-‘/L‘"
Filler Metal Geoup No. F+ & FLUX OR ATMOSPIERE

Weld Metal Analysis No. A- _l_ Flux Trade Name or Composition bt

Describe Filler Mctal if not included in Table Q-11.2 Inert Gas Composition ===

or QN-11.2 T:ade Name --- . Flow Rate ___ =

For oxyacetylene welding~Scace if Filler Mewal is sil-  Is Backing Strip used? no

icon o aluminum killed Prehest TC"\[)(‘(.I(U!C R"‘(' Lz_:— F ﬂjg .
VELDING PROCEDURI Interpass Temperacure Ranee L2571 A/ <
Single or Multiple Pass _Multiple Postheat Trearmene | 1009F«1200%F /3. Dl

Single o Muluiple Arc____ Slnr‘le L
Position u,.m,.,\wrtrcal 5C up (Sce Pars. & Vigs. Q-2 & Q-3, or QN-2 & QN-1)

(Flat, hortzontal, vertical, or overhesd, il veriical, 81818 whether Wwweard or downward)

: FOR INFORMATION ONLY
Filler Wire=Diameter ,'4.,,.& “gz f S VELDING TECHNIQULS
Tiade Name _ AtO" Arc 7018 Joint Dimensions Accord with _S7AVIMED Bé e (""/; v) a
Type of (uckmg __bp_nt‘ .m:sCi;ﬁZi-mh‘;RZ“?‘ inches per min._____ ===

Forchand or Backhand o A Current ____D_:_g_x_,___- Polarity _*B_SXCV'S ‘__3
REDUCED SECTION TENSILE TEST (Figs. Q-G and QN-06) '
v R
(nmcn\mns“ 1“'"';" Ch . F#l
Specimen No B r o R Area ‘.'" ( o?:a on i
" \ 4 *
w,sd(h Thickness | &‘ “’L b
’ \

_+757¢ 1%, [} ' B | : Broke in Weld | ]

Broke in Weld |

7.2, QN-7.1, ON+7.2, QN-7.3

Type and

)
Resule fl“._.l( No

. s&-a
0 Passed i __Q-‘ | B0 Passed

- e e et s et e <

1
{
|
1
H
|
I
1

0
0-7,1 180 Passed

B ————————————————— e e e et

Clock No

mance requirements

2 benenenme. LBDOTRtOYy =Test No

statements in this cord are correct and that the test welds were prepared

he requirement ection IX of the ASMLE Code

d —THE MW, KELLOGG COMPANY

(Manw » we




71-38.03

AS WELDED

For tack welds

Ponted in U.S.A. (11/60)

THE M. W KELLOCG COMPANY

O MINIRtes WP PULLMAR [ MCORPONATED
PIPING FABRICATION

RECOMMENDED FORM Q-1 MANUFACTURER'S RECORD OF WELDING PROCEDURE
QUALIFICATION TESTS

4 Pl-0B-Fb-CTAL~(E : AR
PR . g “6/reuers of2108 £y smuy 25 6115773 972y

Page 7 of 9
Proc, Code 92/43

Welding Peocess GTAW Manus! or Machine Manual ~
Mac-rial Specification _A" 106-8 o A=106-8 of P+-No. | tn P<No. __ |
Thickness (if pipe, diamecer and wall thickness) 2-}[8” 0.0, x 218 W .

Inickness nange tis tesc quatities _1/16' Thk, to max, / 3" 0.0.and Below

Filler Metal Group No. - _6 FLUX OR ATMOSPIHERE

Weld Metal Analysis No. A- ] Flux Trade Name or Composition sttt
Describe Filler Metal if noc included 1n Table Q-11.2  Inert Gas Composition Arqon
or QN-11.2 Trade Nam, et Flow Rate 20 to LO CFH

For oxyacetylene welding=Scate if Filler Metal is sil-  [s Backing Scrip used? No

Preheat Temperature Range__ S0°F, t‘,]p
Interpass Temperature Range ..'"

Postheat Treatment NOne

icon ot aluminum killed.
VELDING PROCEDURE
Single or Multiple Pass Multiple

Single or Multipie Arc Single
Position of Groove (See Pars. & Figs. Q-2 & Q-3, or QN-2 & QN-3)

(Flat, horizontal, verticul, or overhesd, il veriical, 818i® whether wwerd or downward)

gOR INFORMATION ONLY
Filler Wice=Diameter __3/32 and 1/ g
Trade Name _Linde 65 E705-2
Type of Backing _None
Forehand or Backhand

VELDING TECHNIQUES_ _ 0
Joirt Dimensions Accord with 373

amps wovolu‘.z;m inches per min.___‘_"_PM_
Current . DaCo _ Polarity Straight

REDUCED SECTION TENSILE TEST (Figs. Q-6 and QN-6)

A Dimensions Vitimate Ultimate Unit Characeer of Failure
Spocimen o, Vidth  [Thickness Sre Lc;:“:b. Stiess, psi and Location
! 190 | Rd, atitl
. ' B

ﬁ TESTS(Figs. Q-7.1, @7.2, QN-7.1, QN-7.2, QN-7.3)

Type and

Figute No. Resule Figute No. Result

Root=1 Satisfactory Face=| Satisfactory
b~

Root=1 Satisfactory Face=2 Satisfactory
Resolis of Filletweld Tests, Fig, Q-9(¢)
Velder's Name __ K, _lten Clock No. 1031 — Stamp No. K
Yho by vittue of these tesis meers welder performance requirements,
Test Conducted by . Magnaflux Testing Labs Laboratory=Test No. 57233-6-3

per R Hemmerlin

We certify that the statements in this record are correct and that the test welds were prepared, welded and

tested in nccordance with the requitements of Sectien 1X of the ASME Code.

Signed . THE M W, KELLOGG COMPANY

(Menwectwer)

Dete 6715/73 Dy H,A, Laforte

(Drecail of record of tests are illustrative only sad muy be modified 1o conform (o the re and number of tests

tequited by the Code. liecommended [orm Q-1 is availnlile for purchase at ASML Headquarters.)

NOYL: Avxv essenunl variables in addition to (hose abave shall Le recorded.

This Form is obainable from the ASMLE, 349 F. 47ch Si., New York, N.Y. 10017



1-3%-03

THE M. W _ KELLOCGC CO"P‘INY page 8 of 9
e etwinien et PULLMAR IRCONPORATED
AS WELDED 2 "".“ FARRICATION Proc., Code 92/93

RECOMMEANDED FORM Q-1 MANUFACTURER'S RECORD OF RELDING PROCEDURE

For tack welds QUALIFICATION TESTS

. Focehand or Backhand Cmm 0.C. Polarity Stfal

A PrLBFL-€TAU - cé/rvwm'o.. e 08 < fy .'Wl»-z:/“
Specification No. e
Velding Process GTAW Manual or Machine _Manual

Macerial Specification A= 106-8 w0 _A=106=8 of P-No. | to P-No. |
Thickness (it pipe, diameter and wall thickness) 6'5/8 BB N .280 wall -
Thickness Range this (est qualifies 1/16" to 560 W / 3'' IPS _and over

Filler Metal Group No. Fo § FLUX OR ATMOSPHERE
Yeld Mewal Analysis No. A- 1 Flux Trade Name or Composition atbrnd
Describe Filler Mecal if not included in Table Q-11.2  laert Gas Composition Arqon

or QN-11.2 Trade Name _ === Flow Rate 20 to 4O CFH

For oxyacetylene welding=Scate il Filler Metal is sil-  Is Backing Scrip used? NO

icon or aluminum killed. Prebeat Temperature Range EO—E '_1_;_0_. SR
VELDING PROCEDURE Interpass Temperature Range

Single or Muliiple Pass Multiple Posthest Treatment _NONE

Single or Multiple Arc Single

Position of Groove 6G (See Pars. & Figs. Q-2 & Q-3, or QN-2 & QN-3)

(Flat, borizontal, vertical, or overhesd, uf vertical, state whether wward or downwerd)

FOR INFORMATION ONLY
Filles Wite~Dismerer _3/32 and 1/8 : WELDING TECHNIQUES
Trade Name __Linde 65 £705=2 ]ouu Dimensions Accord with 37+
Type of Ba king __Nane ,25’_' 900!(: 17220 inches pes min.r L] b IPM

REDUCED SECTION TENSILE TEST (Figs. Q-6 and QN-6)\ 'I'\

6/15/73  9-2-274

2 E_ N
2 , Dimensions Ulumat W)i,m" 51"1 N | Chatectdr :
RSN 3. Width  |Thickness . o .: | % Sqe ‘T {“‘ﬁ M‘ Location
AR &% ; o
1 188 - R, jg!sbr 81100 PM
, ‘Q.188 2 ,0277261 2180 78500 PM
Minim ent ©0000
GUIDED BEND TESTS(Figs. Q-7.1, @7.2, QN-7.1, QN-7.2, QN-7.3)
T nd T d
}‘i::c.No. Resuls Fi:c:r.ao. Resule
Root=1 Satisfactory Face=| Satisfactory
Root=2 Satisfactory Face=2 satisfactory
Results of Filletweld Tests, Fig, Q-9(¢)
Welder's Name ____5‘ Iten Clock No. Stamp No.__‘_‘___________

$ho by virtue of these tesis meers welder petlormance requirements.

Test Conducted by Haanaflux Testing Labs  Laborscory~Test No. £7233-6=4
pre Re Hemmerlin

We certily that the statements in this record are correct and that the test welds were prepared, welded and

sested in accordance with the requirements of Section IX ef the ASME Code.

Signed THE M, W, KELLOGG CCMPANY

(Manwlaciwer)
Date 6/‘5‘/73 Dy M,A, LafForte

{(Deail of record of tests are illustaive only and may be modified to conform 10 the type and number of tests

requited by the Code. Recommended Form Q-1 is available for purchase ac ASME Headquarters.)

NOTL: Any essential variables o addition 10 th scabove shall be recorded,

Printed in U.S.A. (11/66) This Form is obcainable from the ASMLU, 345 [, 47th St., New York, N.Y. 12017

li
l
|
!

-

R



Page 8A of 9

Proc, Code 92/93

QW83 Procedure Qualification Record (PQR)

(See QW-201.2)

9-2-727 4

PROCEDURE QUALIFICATION RECORD NO. _2749 DATE __11-16-76 -

WPSNO._92/93 OPEN RUTT

WELDING PROCESSIES) _SMAW _________  TYPES __ MANUAL

(Manual, Automatic, Semi-Aut.)

BASE METALS (QW-03)
Material Spec, . AGLL .

Type or Grade __GRADE 70
. MR WSRO T TRl TGRS

ﬂﬂP Thickness ___1" PLATE
— —— - - Diameter N/A
Groove Design Used Ower ____N/A
FILLER METALS (QW-404) : T Qb Wﬂ ;' r\% Y !
Weld Metal Analysi , t‘? "‘%_m___._.__
id .

apcnfanuon j. 1

wcn UPHILL
( Uphm. Downhill)

Other N/A

AWS Classification E7018
Other N/A

PREHEAT (QW-406)

Preheat Temp. Nove e
Interpass Temp, __ 50 * m4x

POSTWLELD HEAT TREATMENT (QW-407) GAS (QW-406)

Temperature N/A. Type of Gas or Gases N/A‘

Time N/A Composition of Cas Mixrure . N/A
Other N/A Other N/A

ELECTRICAL CHARACTERISTICS (QW-409)

Current DC
Polancy REVERSE

Amps _OTHFR ___ Volus A7-2¢ "
3/32" « 65 TO 110 AMPS
Owher _1/8" = 100 TO 165 AMPS

TCECHNIQUE (QW-4 1M
String or Weave beag STRINGER ONLY

Oscillation .. ONE_ELECTRODE DIA _
Mulnipass or Single Pass _MULTT_ PASS
(per side)

Single or Multipie Electrodes __SINCLE
Travel Speed 170 7 I™




rage ¢p or v
Proc. Code 92/93

. QW-483 rocedur: Qualification Record (PQR) (Cont'd)
(See QW-201.2) :

TENSILE TEST (QW-150)

2 ULTIMATE | ULTIMATE |CHARACTER OF
SPECIMEN| IN, IN, IN4.[TOTAL LOAD |UNIT STRESS| FAILURE &

NO. |WIDTH |THICKNESS [AREA LB. PS LOCATICN
)| 1,02% 0,975 11 85,200 | 85,200 M
Bl 0] 1,00 1.2 | 83,000 69,200 PM

GUIDED BEND TESTS (QW-160)

TYPE AND TYPE AND

FIGURE NO. RESULT FIGURE NO. RESULT
3G SIDE | ACCEPTABLE | 3G SIDE | ACCEPTABLE
|__3G SIDE ACCEPTABLE - 3G SIDE | ACCEPTABLE

TOUGHNESS TESTS (QW-170) N/A "
i B
SPECIMEN | NOTCH [NOTCH | TEST | IMPACT £R » b gfor wEicHY L)
NO. [LOCATION| TYPE |TEMP.|VALMES saz:\a MIES BREAK [ND BREAK ‘gl
w NN 3 5 V\ A v >

.4 4 4 -4 3 & o
2N RN TR v

39, 3 [
R 4 %
» 3 & _‘

Type of Test _N/A

Deposit Analysis N/A s
Other N/A :
FILLETWELD TEST (QW-180)
Result = Satisfactory N/A Penctration into Patent Metal N/A
Yes, No Yes, No
Type snd Character of Failure N/A Macro~Results N/A
Welder's Name __B. BOONEK Clock No. 11Q§27_659ump No. _FZ.

Tests conducted by: __BRUCE WILIARD ____ Laboratory Test No. —2==
per: _ASME SECT 1Xi AWS D1, 1-76

We certily that the statements in this record are correct and that the test welds wers prepared, welded
and tested in accordance with the requirements of Section IX of the ASML Code.

signed _THE M.W. KELLOGG COMPANY

(Manulpetuyep)
Date NOVEMBER 16, 1976 aywmc{

(Detail of record of tests ate illustrative only sand may be modified to conlurm to the rype and nunr
ber of tests reyquired by the Code)

This Form obitainable from the Order Dept., ASME, 145 E. 47th st New Yorb N Y 10017

-t .




\

Page 8C of 9
Proc. Code 92/93

QW-4B3 Procedure Qualification Reewrd (PQR)
(See OW-201.2)

THE M.W. KELLOGG COMPANY
PROCEDURE QUALIFICATION RECORD ND. _2748

WPSNO. _92/93 OPFN BUTT
WELOING PROCESSIES) _SMAW

G=7-77 4
DATE _11-2-76

TYPES __MANUAL.
(Manual, Automatic, Semi-Aut.)

i

Groove Design Used

BASE METALS (QW«403)

Material Spee. ___AGL]

Thichnes 1" PLATE

Diameter “, A

P N.o. i DEEREET T | TIRNEAWD At

FILLER METALS (QW-04)

Weld Metal Amalysis A No.

rﬂsxpoﬂ" waof) = o

“‘f“ Posiion af Gapové _‘ﬁ._ﬁc._____

Size of Electrode 3/ = \‘I‘ l;rqvmn
Filler Metal : R (Uphill, Downhill)
ecllicatipn __S 3} ¥ Other N/A
A yghdiok _E7018 ' :
Oder N/A PREHEAT (QW406) « v us- -
Preheat Temp. ___ NoNVE @
Interpass Temp. 5 00" 474X g |
Other . T
POSTWELD HEAT TREATMENT (O'4407) GAS (QW-08)
Temperature N/A - Type of Gas or Gases N LA
Time N/A Composition of Gas Mixrture ___E.LA__.._.
Other N/A | Other N/A

ELECTRICAL CHARACTERISTICS (2 V «79)

Current DC.
Polarity REVERSE
Amps OTHER Voles _ A 7-37 4

3/32" -« 65 to 110 AMPS
Other _1/8" = 100 to 165 AMPS

TECHNIQUE (QW«410)
String or Weave Bead Jﬂ‘i‘]l
Oscillation TWQO_ELECTRODE DIA . "8 -
Multipass or Single Pass _MULTIPASS

(per mde)

Single or Multiple Electrodes _S ITNCLE

Travel Speed __ 1 _to 7 1PM

- 4

o;;.. N ot k \{

ﬁ* :& 3

:




Page 8D of 9
Proc. Code 92/93

\

\

. \
QW-483 Procedure Qualification Record (PQR) (Cont'd)
(See QW-201.2)

YENSILE TEST (QW-150)

ULTIMATE | ULTIMATE |[CHARACTER OF
SPECIMEN TOTAL LOAD [UNITSTRESS | FAILURE &
NO. DIA. | AREA N/A LB, PSi LOCATION
2G-1 L5011 19721 13500 68500 M
26G-2 J502 1 ,1979 13575 68600 m™
|_4G-1 L5021 ,1979 13650 69000 PM
| 4G-2 L5001 1963 13425 68400 MM

GUIDED BEND TESTS (QW-160)

TYPE AND TYPE AND
FIGURE NO. RESULT . FIGURE NO. RESULT

2G SIDE | ALL FOUR ACCEPTABLE 4G SIDE

| SPECIMEN | NOTCH

i NO. LOCATION K |NO BREAK

‘ t‘A
‘ K
: Type of Test N/A
Deposit Analysus N/A e
2 Other N/A
FILLET WELD TEST (QW-1R0)
Result = Sauslactory N/A Penetration into Parent Metal N/A
Yes, No Yes, No |
Type snd Character of Failure N/A Macro~Resules N/A |
s ! Welder's Name _R.  RCONE Clock No. __1105___ Stamo No. _FZ
| Tesws conducted by: __ M, JOYNER Laboratory Test No. 2748

| ; per: __ASME SECT. IX: AWS D1.1-76
We certifly that the statements in this record are correct and that the test welds were prenared, welded |
. : and tested in accordan.e with the tequitements of Secuon X of the ASME Code. ‘
|
|
\

: Signed THE M. W. KELLOGG COMPANY

(Manufzctugeriz 2
pee  NOVEMBER 9, 1976 - ;g Auce “Z"g:-([’“:/_

(Detail of record of tests are llustrative only and may be modified to conform to the type and nume
ber of tests required by the Code))

This Form obtainable from the Order Depe., ASME, 345 E, 47th St., New York, N. Y. 10017

§
\
\
:



Piabiend | : THE M. W._KELLOGE COMPANY Page 9 of 9
HEAT TREATED SOITIRIeE A1 PULLMAR (RCORPORATED Proc, Code 92/9%

PIPING FABRICATION

RECO\NF\DFD FOIN Q-1 MANUFACTURER'S RECORD OF WELDING PROCEDURE
For tack welds QUALIFICATION TESTS

A P08 FubTAL 46/ To M Uk O WP/ c8~Fy-Serta - _.,‘/_,-‘,
Specification No. ate

6/15/23 M el B

We!ding Process CTAW Maaual or Machine _Manual
Material Specification A=106~8 to A=106-8 of P-No. | to P+No. |
Thickness (f pipe, diameier and wall thickness) 6-5/8 Q. & & 280 W g
Thickness Range chis test qualifies 1/16'" to ,560 W / 3'' 1pg and Over
Filler Metal Group No. F- 6 FLUX OR ATMOSPHERE
Weld Metal Analysis No. A- \ Flux Teade Name or Composition —--
Describe Filler Mecal if not included in Table Q-11.2  Inert Gas Composition __Argon
or QN-11.2 Teade Name —-- Flow Rate 20 _to QLCFH
For oxyacetylene welding=~Scate if Filler Metal is sil-  Is Backing Scrip used? No
icon or sluminum killed. Preheat Temperature Range 50°F Min,
WELDING PROCEDURE Interpass Temperature Raoge . i
Single or Multiple Pass Multiple Postheat Trearmene_| 100” to 12607
Single or Multiple Arc Single %600 F, max, per hr, to 1175 F.. hold | hr, at
Pesition of Groove 66 (See Pars. & Figs. Q-2 & @3, or QN-2 & Qn-3) 1175°F,
(Flet, horizonial, vertical, o overhead, if vertical, siate whether wwerd or downward) cooled to 1000 F A/C
FOR INFORMATION ONLY
Filler Vire~Diamerer _}L}_Z[__Qnd l/8 WVELDING TECHNIQUES 0
Tiade Name Joint Dimensions Accord with 274
Type of Dacking __None ompsSS“‘sonlu 17=20 inch 1PM
Forehand o Backhand C\mem olnn“
REDUCED SECTION TENSILE TEST { whnl §£6
.’ i \ -
Tl e P ; T [
f o W Y ;
02778 [ 2160 | . 77800 PH
Rd. | .02806 | 2175 77500 PM
GUIDED BEND TESTS(Figs. Q-7.1, Q@-7.2, QN-7.1, QN-7.2, QN-7.3)

Type and Type and 1

Figure No. Resuls Fi:zu No. Result

Root=| Satisfactory Face=| Satisfactory

Root=2 Satisfactory Face=2 Satisfactory
Results of Filletweld Tests, Fir Q-0(¢)
Velder's Name K. Iten IR N o s RN M0, K
Vho by virtue of these tests meets welder performanees rcquirements.
Test Conducted by Maanaflux Testing Labs Laboratory=Test No. £7233-£-9

per R, Henmerlin

We certify that the statements in this record are cocrect and that the test welds were prepared, welded and
tested in accordance with the requirements of Section IX of the ASV . Tode,

Signed . THE MW, KELLOGG COMPANY

(Manwectwer)

Date 6/'5/73 By H,A, LaForte

(Detoii of record of tests are illustrative only and may be modilied to conform (o the type snd number of (ests

requited by the Code. Recommended Form Q-1 is available (or purchase st ASME Headquarters.)

NOTL: Any essential variables in addition 10 th sc sbove shall be recorded.

Puonied in US.AL (11,/06) This Form is obtainable from the ASML, 343 I, 47h Se., New Yoek, N.Y. 10017



THL M, W, KCLLOGG COMPANY

A Division of Pullman Incorporated
Piping Fabrication

Williamsport, Pa, 17701

Page 4 o' 12

weld Precadure Code No, 9/%9
Coec, No, Pl=0B-7li=SMAI-20G-N5
Pate 7/9/7"
RevisTon votes hetyped G227 7., 10710770
Retyped 12/2/75 pladolln et dl

PROCEDURE SPECIFICATION FOR: Carbon steel
piping, 6TAW (root), and SMAW (build=-up).

BASE METAL: The base metal shall conform
to the specifications for ASME, Section IX,
P-| materials,

FILLER METAL: The filler metal shall con-
form to ASHKE Filler Mctal Specifications Nume~
ber SFA=6,] and SFA=Gi%*for ferrous filler
metal In Group Number F-b and F-6,

The chemical composition of the weld depo-
sit shall fall within the limits of weld
metal Analysis Number A-l,

GAS FOR TORCH SHIELD: Nominal composition
of argon, 99,995% minimum purity (for GTAW
process) .,

FOR BACK-UP PURGE: Argon per Page 10 or no
purge per Qualification Test Records, Pages
7, 8, and 9,

BASE METAL THICKNESS: This procedure is
qualified to allow the welding of the fol-
lowing: A, With Purge, 3/16'" thru 3,624
in the as welded condition and 3/16"' thru
3.624" in the heat treated condition,

B, Without Purge, 3'" 00 and smaller in thicl4

nesses 1/16' thru the maximum to be welded
in the aswelded condition, 3'' IPS and over
in thicknesses 3/16" thru 2,624" in the as
welded condition, and 3'' IPS and over in
thickness 3/15" thru 3,624" in the heat
treated condition,

PREPARATION OF BASE MATERIAL: The edges
or surfaces of the parts to be joined by
welding shall be prepared by flame cutting,
plasma arc, grinding, machining. or any
combination of methods to essentially form
the geometry of the weld shownqop Page 2 as
detailed on the att tgai( and shall
be clean o‘.\\n 1 se,yscale or

h é‘mﬁﬁw&‘&mm RISTICS. The current

e DC GTAW ~= Straight Folarity

TACK WELDS FOR SET=-UP: h q K/‘“\' SHAY =« Reverse Polarity
using filler metal ll t
i | r

be used with gc in 1716,
3/32, or 1/%" N\ Te t reports are
Pages 7, 3, ald

POSITION: The welding may be done in all
p°5 it ;OT\S.

PREHEAT AND INTERPASS: S50° F minimum, 175°

JOINT WELDING PROCEDURE: The welding
technique, such as electrode sizes, and
voltages and currents for each e'ectrode,
size of the welding tip and filler rocs,
shall be substantially as shown on Page 2.

APPEARANCE OF WELDING LAYERS: The welds
ing current and manner of depcsiting the
weld metal shall be such that there shall

minimum for material that has a carbon content be practically no undercutting on the side

in excess of 0,30 and 1'' thickness,

POST WEAT TREATMENT: 1100°-1200° F 1 hour
per inch minimum (See job specifications for
cycle and thicknesses requiring post heat
treatment,

BACKING STRIP: None

TRAVEL SPEED: GTAW == 3'' = €' per min
SMAW == 1'' =« ' per min

WELDING PROCESS: The welding shall bae done
by the GTAY root and SIHAW weld-out prpcesser
uting manual equiprent, The GTAW ~rozess may

Le used in the filler metal type listed pn
Pave 2 for interwuittent voids or mismatch in
the root pass seteup, GCTAVY welding shall Le

done usinrg a nonconsumalbile electrode of 27
Thoriated Tungsten, EWTHe2,

walls of the welding groove or the adjoin-
ing base material, See job specifications
for specific undersutting limitations,

CLEANING: A1) slag or flux remaining on
any bead of welding shali be removed before
laying down the next successive bead of
welding,

DEFECTS: Any cracks or blow holes that
appecar on the surface of any Lead of
welding shall be removed by chipping,
grindina, or gouging before depositing the
next successive Lead of welding,

TH1S PROCEPURE 1S5 A RE«WRITC OF AND COlla

n':I‘ES: COCC :-‘Q. '\n' P‘-h-ro-‘),l".t-._"- i
Code Ko, ©0, PlekeFle5iAde20-53




tRE M, W, LELALVUU LV reun
A Division of Pullman Incorporated
Pin'ng Fabrication

Williamsport, Pa, 17701

reyo P .

LY

Weld Procedure (Code No.

8%/89

Spec, No, P1-0B-FLaSMA=2G and 50

pate 7/5/70

Revision vates: 10/16/70  ©/27773
G-7-72724 411 )¥

JOINT DETAILS AND WELDING TECHNIQUES

- b=
4 K2
PASS NO, FILLER FILLER HAK, TORCH SWIELD| TUWGSTEN
AND METAL TYPH METAL AMPS VOLTS POLARITY & FLO RATE SI1ZE AND
PROCESS OPTIONAL SI1ZE (MIN,) POLARITY
Tack & £705=2, 1716 50=120 14 Argon 1/8 or 3732
reot or «6 3/32 70=150 17 Straight 20 CFH Diameter
CIAY 1/8 1" 0=190 20 2 Straloht
Balance £7015, 3/32 | 65=110 27
SMAW 16, or 18 1/8 100=165 31 Reverse - -
§/32 1140-220 34
3/16  [180-275 36
HOTC: 1716, 3/32, or 1/8 € 708-2 or £ 708-0 bare filler metal roy e used as

applicable for intermi

ttent voids or mismoteh

in root

sCLl=up,
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. THE M. ¥ KELLOGC COMPANY Proc. Code 88/89
Cersies o0 PULLMAR (RCORPORATED y :

AS WELDED IR ING FABRICATION

Page 3 of 10

RECOMMENDED FORM Q-1 MANUFACTURER'S RECORD OF WELDING PROCEDURE
QUALIFICATION TESTS

Specificaiion No. _P)-0B =FU=SMAW=2G owe 279720, 9-7-22%
Velding Process __GTAV and SMAW __ _ __ Menual or Machine _Manual 4
Material Specification _A=10b=B w A=106=B - of P-Na. | to P-No. ___ |

Thickness (if pipe, diameter and wall chickness) 24 0,0, x 1,812' M/W

Thickness Range this test qualifies 316" thry 2850°°

|
|
Weld Metal Analysis No. A« ] Flux Trade Name or Composition - S I
|
|

Filler Mecal Group No. F- _4 _and F=6 FLUX OR ATMOSPHERE

Describe Filler Metal if not included in Table Q-11.2  Inert Gas Composition __Arqon

or QN-11.2 Trade Name se=eeweowe Flow Rete 20 CFH

For osyacctylene welding=Scate if Filler Metal is sil-  Is Backing Strip used? !

icon or aluminum killed. Preheat Temperature Range 50%F, Min, j

VELDING PROCEDURE Incerpass Temperature Range 90 F o Min,

Single or Multiple Pass Multiple Postheat Treamene_NONE !

Single |

Single or Multiple Arc
Position of Groove HorTzontal 2G (See Pars. & Figs. Q-2 & Q-3, or QN-2 & QN-3)

(Flat, horlzontel, vertical, ov overhead, uf vertical, siaie whether upward or downward)

« ¢ ., FORINFORMATION ONLY ' :
Fillee Wire~Diameter _gf VELDING TECHNIQUEN. : g
Teade Name A/¥0C 6" § Arem dec’ 708 4 Joing Dimensions Acogd TA4PA i (3/4°) |

Type of Backing AFgOﬂ
Fotehand or Backhand

s inghes p i
plaly? STRAIKT (eTAK)

i .6) a peveRse (smAw)

Ultimate Unit Character of Flilwej ‘
Load. Ib Stress, psi and Location :
. roke in Base !
L4 300! 80,000 Metal
Broke in Base ;
L6,800 83,100 etal !
GUIDED BEND TESTS(Figs. Q-7.1, Q-7.2, QN+7.1, QN-7.2, QN-7.3)
l;li':t:clsf. Resule s’a{‘.’.f.‘&ﬁ. Resule
(=SB« o C=SB=3 .
Q-7.1 180 Passed Q-7.! 180" Passed
C=5B=2 pe C=SB=4 "
Q~7.1 130" Passed Q=7.1 180 Passed
Resulis of Filletweld Tests, Fig, Q-9(¢)
Velder's Name O Thomas/F, Lyautey Clock No-_'_§9_/_‘2_°.___ Scamp NO-___E_K_/.ﬁR_.____..

Yho by victue of these tests meers weldee performance requirements.

Test Conducted by __ILE_ﬂJi._!;ELL.O_QQ_C_D_.__ Leboratory=Test No. HL7'63
per ~Fada R ichards

Ve certily that the statements in this record are correct and that the test welds were prepared, welded and

tested in accordaace with the requirements of Scction IX of the ASME Code.

THE MW, KELLOGG COMPANY

(Maaufectwer)

Signed

Date . 2£9/20 py__F.J, Richards

(Detuil of tecord of teses are illusteative only and may be modified 0 con(unn (o the type and number of tests

tequiced Ly the Code. Recommended Form Q-1 is available (or purchase at ASME Headquarters.)

NOTL: Any essential vanables in addicion to those above shall be tecorded,

Ponted in US.AL (11/66) This Form is obeainahle from the ASME, 345 E. 47h St., New York, N.Y, 10017




71-35-03
HEAT TREATED

THE E. X . KELLOGG COMPANY

O MIENINE AYPULLMAN (RCORPORATED
PIPIKG FABRICATION

Page 4 of 10
Proc, Code 88/89

RECOMMENDED 1ORM 0-1 MANUFACTURER'S RECORD OF RELDING PROCEDURE
QUALIFICATION TESTS

Specification no P!~ 0B ~Fl=SMAW-20 Dace 7/9/70 L 9Q=7-77 -
Velding Process GTAW and SMAW Manual or Mochme Manual ~

Macerial Specification A-106«8 (6} A-106-8 of P«No. o P-Ne. 1
Thickness (if pipe, diameter and wall thickness) 24" 0,0, x E 12 M/W

3/16'" Thru 3.62‘4"
FLUX OR ATMOSPHERE
Flux Trade Name or Composition oo
Inert Gas Composition Arqon
Trade Name ==-=e=e _ Flow Rate 20 CFH
Is Backing Serip used? _ NoO
Preheat Temperatuce Rongc_jOUr; min,
Interpazs Temperature Range SQ F.min,
Single or Multiple Pass Multiple Postheat Tteamen:_|100=1200" F, W/4Hr, Hold
Single o¢ Multiple Arc Single e
Position of Groove HOrizontal 2G (See Pars. & Figs. Q-LJ/Q'S? Q¥-2 & QN-3)

Thickness Range this test qualifies
Filler Mecal Group No. F- _4 and F=b
Weld Meeal Analysis Ne. A- |
Describe Filler Mecal if not included in Table Q-11.2
er QN-11.2
For oxyacetylene welding=Scate if Filley Metal is sile

icon or aluminum killed.
VELDING PROCEDURE

L

+  (Fist, horizontal, verticnl, or overhend; if vertical, statle whether uwward or downwa

- o v ¢

RAN FOKMATION ONLY

Filler Wite~Diameter VEL ECHNIQUES

Trade Name L/VOE 63" = Arom 4RC & 7008° Joing Dimensions Accord with 3744 04RD 8¢ C374 ’)‘

Type of Backing __Argon amps 70-/8¢ volu {3-3% inches pergi

Fotehand or Backhand ot Current __QL___ Pohm 2TAW)
REDUCED SECTION TENSILE TEST (Figs. LA )

Soeciaca e, [~ Trueimrrs] At ) {29 T
1% ~'

HB8=1 N \ 2,200 | 74,800 Broke in Weld

H 2741 \S 566 | 42,800 25,600 Broke in Weld |

GUIDED BEND TESTS (Figs. Q-7.1, @7.2, QN+7.1, QN=7.2, QN+7.3)

Flebee . Res ule e e, Resule
HeS5B=1 o H=5B8=3 o

Q-7.1 180" Passed Q=7,1 180" Passed
HeS5B=2 0 H‘SB-L’ )

Q-7.1 180 Passed Q=7,1 180 Passed

Results of Filletweld Tests, Fig. Q-9(¢)

Velder's Name O _Thomas/F, Lyautey Clock No. ‘_6_2/‘._,2_.0. b Samp No.

Yho by virtue of these tests meees welder performance requirements.

Yest Conducted by MW, Kellogg Co, Laboratory=~Test No. ML7=63
per F.J, Richards

We certifly thae the statements in this record are corcect and that the test welds were prepared, welded and

EK=AR

tested in accordance with (he requitements of Section 1 X of the ASME Code,

Signed —JHE MW, KELLQOGG COMPANY

(Manweciwer)

Bass. 1037170 py__F.Jd. RICHARDS

(Detail of record of tests are illustemtive only and misy be modificd 10 confurm (@ the type and aumber of tests
required Ly the Code. Recommended Form Q-1 is available for purchase at ASME Headquarcers.)

NOTL: Any essenual vaciables in addition 0 those above shiall b recorded,

Ponted in US.AL (11,66)

This Form is obtainable from the ASML,

349 L.

47¢h Se.,

New Yook, N.Y.

10017




71-235-03

YHE M. W KELLOGC COMPANY Page 5 ot 11U

W E O otriaies P PULLMAN (NCORPCRATED 2
‘A"S"'E‘LD'—Q PIPING FABRICATION Proc. Code 88/89

RECOMMENDED FORM Q-1 MANUFACTURER'S RECORD OF WELDING PROCEDURE
QUALIFICATION TESTS

. ;

Specilication No. Ple0E-FlU=SHAW=5G Bat 7/9/70 . 9-7-72 -
Velding Process GTAW and SMAW Manusl or Machine Manual
Material Specificarion A~106-8 w© A=106~8 of P-No. | to P-No.
Thickness (nl pipe, diameter and wall thickness) 24" 0,0, x ' 3512" M/W
Thickness Range this tesc nuhhu 718" Shey g™ = g
Filler Metal Group No. F- _4_and F=6 FLUX OR ATMOSPIERE
Weld Metal Analysis No. A+ | Flux Tiade Name or Composition b
Describe Filler Mecal if not ircluded in Table Q<11.2  lnert Gas Composition Arcon
or QN-11.2 Trade Name - Flow Rate 20 CFH
For oxyacetylenc welding=Stace il Fillet Metal is sil- Is Backing Strip used? No
icon or sluminum killed. Preheat Temperature Range 50 F, min,

YELDING PROCEDURE Interpass Temperature Range 50°F, min,
Single or Multiple Pass Multiple Postheat Treatment _NONE

Single or Multiple Arc Single
Position of Groove | Vertical (See Pars. & Figs. Q-2 & Q-3, or QN-2 & QN-3)

(F lat, horizonial, vertiial, o overhasd, |l verticel, siele whether wwurd or downward)

o g7 4 OR |NFORMAT|0N ONLY
Filler Wire~Diameter A’VZ ZVZ 4 ,_’ é; W B VELDING TECIHINIQUES
Teade Name LM OE & f Q7O A EZork * ]oml Dimensions Accord with STAN D4R Bevec (37‘ .)
Type of Backing Argon’ amps Z___Q“voluw inches per min.
Forehand or Backhand e Current D€ 2 Polarity _@ Ai )

REDUCED SECTION TENSILE TEST (Figs. Q-6 and Q&-O)‘ (-‘Y )
5 Dimensions viumste Ui eesUni o4 3 Eﬁ;: tl Failure
Specimen No. . " Area LTM‘Ih M s.,x, '.K . Locuio; i

Width [Thickness "

. O Ladtash b

€891 .152 : 0 79,200 Broke in Weld
wy B fy 3 Y
€89-2 & |M®s | us,000] 79,600 groke in Weld |

“ED BEND TESTS (Figs. Q-7.1, Q-7.2, QN-7.1, QN:7.2, QN-7.3)

] R T Ressl
C-5B=1 ° C-5B=3 0
Q-7,1 180 Passed Q=71 180 Passed
C-5B=2 " C=5B=k 4
Q-7.! 180" Passed Q-7.1 180  Passed
Resulis of Fillewweld Tests, Fig. Q9(¢)
Welder's Name R, Webb/L, Greenway Clock No. 53 ‘OE Scamp No. BL/BA
Yho by virtue of these tests meets welder mv(om\mce requirements.,
Test Conducted by THE M,W, KELLOGG Laboratory=Test No. ML7=64

per Forle Richards

We certify that the statements in this record ate cotrect and that the test welds were prepared, welded and

tested in accordance with (he requirements of Section I1X of the ASME Code.

Signed ___IH_.E.M‘J\E LLOGG COMPANY

(Manwactwer)

Date 7/3/70 By F,J, Richards

(Detnil of record of tests ace illusteative only and may be modified to confuorm to the type and number of tests

tequited by the Code. Necommended rorm Q-1 is available for purchase st ASML Headquarters.)

NOTE: Any essential vanables i sddition 1o those alove shall be recorded,

Printed in U.S.A, (11/00) Chis Form is obhwinable (rom the ASME, 348 L. 47¢h St New Youl, NWY. 10017

|

—— . — i ——v——— %
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i THE M.W.KELLOGE COMPANY Page 6 of 10
NI aIen AP PULLNAR [ RCORPORATED

HEAT TREATED PIPING FADRICATION Proc, Code 88/89

RECOMMENDED FORM Q-1 MANUFACTURER'S RECORD OF RELDING PROCEDURE

QUALIFICATION TESTS
Specilication No.P = 0B FU=SMAW=5G Dace _ 1/9770 . 9-7-77 4
Welding Process GTAW and SHAW Manual or Machine Manual ”

A=106=8 w A=106=8B . ¢ p.No. TR SRR
2 0,0, x 1.8127 M/W g
716 thru 3,625"

Material Specification
Thickness (if pipe, Jiameter and wall thickness)

Thickness Range this test gualifies

Filler Metal Group No. F- +_and F=o FLUX OR ATMOSPIIERE

Weld Metal Analysis No. A- Flux Teade Nume or Composition S

Desceibe Filler Metal if not included in Table Q-11.2  Inert Gas Composition Argon

or QN-11.2 Terade Name ___ ==~ Flow Rate 20 CFH

For oxyacetylene welding=Scate if Filler Metal is sil-  Is Backing Scrip used? No =

icon or aluminum killed. Preheac Temperawre Range 90°F, Min,

Single or Muluple Pass Multiple Postheat Treament | L(&_E-_LQ_OQ_O_F, w/33 Hr, Hold
Single or Multiple Arc Single

Position of Groove __Vertical 56 Up (See Pars. & Figs. Q-2 & Q-3, or QN-2 & QN-3)

(Flat, horizontal, vertical, or overhesd, il vertical, state schether upward or downward)

~

g }O‘} I:H'-'ORMATION ONLY

Filler Wire~Diameter / 2 4 VELDING TECHNIQUES 4
Teede Name L/NDE ¢ ¢ Wdfjoizt Dimensions Accoed with STAr 580 BLvcy, (37; ‘)
Type of Backing Argon ° amps 7oL He voh:/a‘i ¥ inches per min.___ ="

Forehand o¢ Backhand __==% Cutrent —2C 2 Polarity “s7R4s6#7 (CTAws)

REDUCED SECTION TENSILE TEST (Figs. Q-6 and QN+6) AREVERSE (smAw)

; Dimensions R oo/ ad Ultimatg Unit
Spesimen No. Width  [Thickness i L:;od“:b. '! psi

VELDING PROCEDUKE Interpass Temperature Rnn“ _SO0"F, min,
|

HB8G=1 Broke in Weld |

HBG=2 # Broke in Weld
ED E \ G D BEND TESTS(Figs. Q-7.1, @-7.2, QN-7.1, QN-7.2, QN-7.3)

r’i{ﬁf.‘ﬁg. Result g:ﬁf:ﬁ: Result

H=5B=T . H=56-3 z

Q=7.1 180 Passed Q=7." 180 Passed

H"SB"Z 0 H-SB-B 0

Q=7.1 180" Passed Q-7.1 180 Passed

Results of Filletweld Tests, Fig, Q-9(¢)

| Velder's Name _R._Webb/L. Greenway _ Clock No. 832108 ___ Stemp No. _BL/BA

Yho by virtue of these tests meets welder performance tequirements.

Test Conducted by LHE M Wo KELLQGG CO. _ _ Laborstory~Tes: No. ML7=64
per Fuda Richards
We certify that the siatements in this record are correct and that the test welds were epared, welded and

THE MW, KELLOGG COMPANY

|
|
. tesid in accordance with the requicements of Section IX of the ASME Code.
|
\

Signed
(Manweciwer)
Ouss 218720 Dy F.J. Richards
(Metnil of record of eses aee illustrutive only and may be modified (o conform o the type and number of tests
requited by the Code. Recommended Forn Q-1 is available for purchase a ASME Ileadquariers.)
NOLL: Aoy essental vaables in addition 10 those above shall be recorded,
Printed oo U.S.A, (11,'00) This L'orm is oluminable from the ASML, 345 L. A7¢h St., New York, N.Y, 10017



71.39-03 YHE W. ¥ KELLOGC COMPANY Page 7 of 10

AS WELDED 401013108 AP PULLMAR IRCORPORATED
i A PIPING FABRICATION Proc, Code E8/89

RECOMMEADED FORM 0.1 MANUFACTURER'S RECORD OF WELDING PROCEDURE
QUALIFICATION TESTS

Sp:ciliulion No. %%P&-SMV-SQ : Date 6/15/73

Welding Process Manual or Machine _Manual

Macerial Specification A=106=B w0 A=106=8 _ of P-No. | to P+No. ] !

Thickness (if pipe, diameter and wall thickness) 2-3/8" 0,0, x ,218 W . |
Thickness Nange this test yualifies 1/16'" Thk, to max, / 3'' Size and Below |
Filler Metal Group No. F- _6 FLUX OR ATMOSPILRE ,
Weld Metal Analysis No. A« | Flux Teade Name or Composition -
Describe Filler Metal if not included in Table Q-11.2  Inert Gas Composition Argon U
or QN'”.2 Teade Name oae Flow Rate 20 to 00 CFH ‘
For oxyacetylene welding=State if Filler Metal is sile s Backing Strip used? No |
icon or sluminum killed. Preheat Temperature Rm.c_SOOF.‘_H_i.ﬂ. ! |
VELDING PROCEDURE Interpass Temperature Range Lo . |
Single or Multiple Pass Multiple Posthest Treaument_NONe | |
Single | 4

Single or Multiple Arc
Position of Groove oG (See Pars. & Figs. Q-2 & Q-3, or QN2 & QN-3)

(Flat, horizonial, vertical, or overhead, il vertical, state whether upward or downward)

FOR INFORMATION ONLY
2 and_1/8 WELDING TECHNIQUES _
2 Joint Dimensions Accord with Y .

Fi.llu Wire~Diameter
Tiade Name Li

Type of Baghdng __None i amps 95=190volcs 17220 inches per |
Forehand ¢« W Current .. D:Co __ Polay |

REDUCED SECTION TENSILE TEST (Figs. Q6 md@N-G)

[ th

Léad, 18
T .

|
|
l
i s |
7% \ 76700 weld i
i
|
;
1
|
|

; Dimensions
Specimen No. Vidth  |Thickness i

aracter of Failure
i and Location

2190

A B A
e - 1940 26000 weld
fequiremeay 60000

Resul¢ ;Ta:ﬁ,'e'ﬁﬂ. Resul¢
Root=] Satisfactory Face=] Satisfactory
Koot=2 Satisfactory Face=2 Satisfactory

Results of Filletweld Tests, Fig, Q-9(¢)
Velder's Name K. lten Clock No._1031 Scamp No. SRR

ho by virtue of these tests meets welder performance requirements.

Test Conducted by Magnaflux Testing Labs = Laboratory=Test No. £7233=6=3

|
\
|
per Ry Hemmerlin
|
|

¥e certily that the statements in this record sre correct and that the 148t welds were prepated, welded and

wested in accordance with the requitements of Section 12 of the ASML Code.

Signed . THE M. M. KELLOGG COMPANY
(Manwaciuer)
Date 6/‘5/7} By H A, LaForte

(Detail of record of teses ace illustrative only and may be modilicd to conform o the type and number of tests
tequired by the Code. Recommended Form Q-1 is available for purchase st ASMU Headquarters,)

NOTL: Any essental vanahles in addition 1o those above shall he recorded,

Prnted in LS. A, (11/60) This Form is obicainable from the ASME, 345 E. 47¢h Se., New York, N.Y. 10017




74.38-02 THE M.¥.KELLOGGC COMPANKY page 8of 10

Pelen arPULLMAN IRCORPORATED
AS WELDED e 168 FASRISATION Proc, Code 88/89

RECOMMENDED FORM D-1 VANUFACTURER'S RECORD OF WELDING PROCEDURE
¢ QUALIFICATION TESTS

s"ci“(‘non No. _P"OS-F““SMV"sc Date 6/'5/73

Welding Process GTAW Manue' or Machine Manual

Material Specification A=106-8 w A=106=8  of P-Na. | to P-No. )

Thickness (if pipe, diameter and wall chickness) 6"5/8 B0 = .280 wall -

Thickness Range this test qualifies - BUIRN ag L6560 W / 3' Pipe and over

Filler Metal Group No. F- 6 FLUX OR ATMOSPHERE

Weld Metal Analysis No. A» 1 Flux Trade Name or Composition Swn

Desctibe Filler Mewal if not included in Table Q-11.2  Inert Gas Composition Argon

or QN-11.2 Trade Name .- Flow Rate 20 to 40 CFH

For oxyacctylene weiding=Scate il Filler Metal is sile  Is Backing Strip used? No

icon ot aluminum killed. Preheat Temperatuce Range S0 F. Min.
YELDINC PROCEDURE Interpass Temperature Range 31 i

Single or Multiple Pass Multiple Postheat Treatment None

Single or Multiple Acc Single

Position of Groove 66 (See Pars. & Figs. Q-2 & Q-3, or QN+2 & QN-3)

(Flat, hurizontal, vertical, or overheed; |l vertical, siate whether wpward or downward)

FOR INFORMATION ONLY
Filler Wire=Diamecer ___3/32 and 1/8 WELDING TECHNIQUES o
Trade Name ___L‘_Qdc 65 E705'2 Joint Dimensions Accord with 37%
Type of Backing None amps 35=19Golts 17=20 inches per min. 4 IPM
Forehand or Backhand __NONE Current o DaC0a__ Polerity Straight
REDUCED SECTICN TENSILE TEST (Figs. Q-6 and QN+6)

Dimensions el Ultimste Unit Characygt tilu :
o i

4 ; ] :
Specimen No s Tihichnese Area L::!(,.lb- Scress, psi

| .188 Rd, |.02776 2
2 .188 g

.
Minimum R rem@nt sl %
LUIDER u\ sTYfigs. Q-7.1, @7.2, QN-7.1, QN+7.2, QN-7.3)

\
| £

.6-.:"’/." .o.

Type and

Figure No. Result

Result

Satisfactory Face= Satisfactory

Satisfactory Face=2 Satisfactory

Resulis of Filletweld Tests, Fig. Q-9(¢)
Velder's Name K. lten Clock No. Stamp No. 4

§7233=6=k

Yho by virtue of these tests meets welder petformance requirements.
Test Conducted by Hagnaf 1ux T(‘:S ting Labs L.aboratory=Test No.
oot R, Hemmerlin

%e certify that the statements in this tecoed are cocrect and that the test welds were prepared, welded and

tested in accordance with the tequitements of Section IX of the ASME Code.

THE M.W. KELLOGG COMPANY

(Manweciuer)

Biis 6/16/73 By H,.A, LaFor__tE

(Detail of record of tests are illustrative only and may be modified to conform to the type and number of tests

Signed

tequited by the Code. Recommended form Q-1 18 availatle for purchase ac ASMI Headquariers.)

NOTL: Any cssential vattables in addition 0 those sbove shall be record=d,

Prated in U.S AL (11/00) This Foem is olitainable from the ASME, 349 E. 47¢h St., New York, N.Y. 10017




71-35-03

HEAT TREATED

THE M. W KELLOGG COMPANY

LI IR AR LA L)

PP

Page 9 of 10
Proc, Code 88/89

SPPULLMAN (RCORPORATED
ING FABRICATION

RECOMMENDED FORM Q-1 MANUFACTURER'S RECORD OF RCLDING PROCLOUURE
QUALIFICATION TEST>

Specilication No. jl:QMM Date 6/15/23
We'ding Process GTAW Manual or Machine __Manual
Macerial Specification A=106-8 10 A~106-8 “of P+No. | e P-No. <

Thickness (if pipe, diamecer and wall thickness) 6'5/8 i P ,280 \
Thichness Ranze this test qualifies

Filler Metal Sroup No.

Yeld Metal Analysis No. A-
Describe Filler Metal if not included in Table Q-11.2

or QN-11.2

1/16' to ,560 W / 3'' Pipe and over

F-

FLUX OR ATMOSPHERE

Flux Trade Name or Composition -

Inert Gas Compesition ___Argon
Teade Name i Flow Rate 20 to 4O CFH

For oxyacetylenc welding~Scate if Filler Metal is sil-

icon or sluminum killed

VELDING PROCEDURE

is Dacking Strip used? No
Picheat Temperature Range SO“F, Min,
Intecpass Tempetature Range . o

Single or Multiple Pass Muitiple Postheat Ticatment I‘QO-IZSQO kil
Single oc Multiple Arc Single %600 F, max, per hr, to 1175°F, hold 1 hr, at
Position of Groove 6 (See Pars. & Figs. Q-2 & Q-3, or QN-2 & QN%) | |7S°-Furnace

(Flat, horizontal, veriical, or overhesad; il vertical, state whether wward or downward) cooled to 1000 F. “

-FOR INFORMATION ONLY

WELDING TECHNIQUES

Filler Wite=Diameter 3/32 and 1/8

Trade Name

Linde 65 E705-2

Type of Backing

None

Joint Dimensions Accord with 37*0
L

amps 95_-_[9_0~,o|uL2_-_-_2_Q_ inches pet min.

Forehand or Backhand

Cutrent __Q._L_._. Polarity

REDUCED SECTION

TENSILE TEST (Figs. Q-6 and QN-6)

-

; Dimensions Ulumarte 1 e Uolt
PISEURES Be BUG [hieimsse] A | JM8 1 's:ug;:‘mx' "'3" d Location
5 o M ; Foos! i "
\ .188 027761 . 21604 ¥ 77800 PM
N Lo | )
18 ‘ - 2‘;§| 2178 72500 PM.

2
ga 0 V&nm BEND TESTS (Figs. Q-7.1, @7.2, QN-7.1, QN-7.2, QN-7.3)

Type and Type and
Fnzun No. Result Fizzte No. Result
Root=) Satisfactory Face=| Satisfactory
Root=2 Satisfactory Face=2 Satisfactory
Resulis of Filletweld Tests, Fig. Q-9(¢)
Velder's Name K. lten Clock No. Bl e o L

Who by vittue of these tests meers welder performance requitements.
Test Conducted by Magnaflux Testing Labs Laboratory=Test No,
Hemmer | in

£2233=6=9

pet Ra
We certify thut the statements in this cecord are corcect and that the test welds were prepared, welded and

tested in accordance with the tequirements of Section IX of the ASME Code.

THE MW, KELLOGG COMPANY

Signed
(Manwiectwer)

6/15/73 py__H.A, LaForte

only and may he modified to conform to the type and number of (ests

Date
(Detail of record of teses are illuscradiy
tequired by the Code. Recommended Fom Q-1 is available for purchase at ASME lleadquariers.)

NOTI : Any essental variables in addition to those above shall be tecorded.

Punted in V.S A (11,606) This Form is obteinable (rom the ASMT, 345 [, 47¢h Si., New York, N.Y. 10017




