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WELDING PROCESS: The welding shall be done by

PROCEDURE SPECIFICATION FOR: Austenitic the GTAW insert root and SMAW weldout procecses

;|I
stainless steel piping, insert welding, GTAW using manual equipment. The GTAW process may
(root) and SMAW (weld-out), with optional GTAW be used with the filler metal type listed on

i
cover pass. Page 2 for intermittent! voids, look-in holec

.i BASE NETAL: The base metal shall conform (peep holes) in the ring, micmatch in the root, ,to the specifications for ASME, Section IX, or optional cover pass. If necessary, one
'

P-9 materials. complete pass may be czde while holding the
'i purge. GTAW welding shall be done using a non-FILLER METAL: The filler metal shall .honsumable electrode of 27. thoriated tungsten,conform to ASME Filter Metal Specification EM*R-2.Number SFA-5.9 for filler metal in Group BASE M'ETAL THICKNESS : This procedure is .

Number F-6. The chemical composition qualified to allow welding of material !
of the weld deposit shall fall within the thickness between 3/16" and 1.4". -

limits of Weld Metal Analysis Number A-8. !
PREPARAT!ON OF 2ASE MATERI AL: The edges !

! or surfaces of the parts to be joiner' by
! welding may be prepared by plasma arc, '

| GAS FOR TORCH SHIELD: Nominal composition grinding, machining, or any combination of i

of argon, 99.995% minimum purity (for GTAV methods to essentially form the geometry of I
,

process). the weld shown on Page 2 and detailed on the {
attached sketches and shall be cleaned of

GAS FOR BACK-UP PURGE: Argon per Page 7 all oil or grease and excessive amounts of
(for GTAW process). scale or rust. I

j. ELECTRICAL CHARACTERISTICS- he current
- TACK WELDS FOR SET-UP: The GTAW process used shall be DC G gre gh larity

using filler metal type listed on Page 2 may agS gg.krsePlarityT"h idbeusedwithorwithoutback-uppurgein1/lp Rt:j L

%[h (s{ %q 'JCIiUy$dv
ilv

3/?2, or 1/1" diameter. Test re E IGyrRO tee we lc'ingv.

Pages 5 r, 6. ; hpi h as electrode sizes, and

.f '9 '
iCh'ggm

vo tages and currents for each electrode,
Weddl$ne in all size of the welding tip and filler rods,POSITION:

shall be substantially as shown on Page 2.positions.

PREHEAT: None Required APPEARANCE OF WEL0thG LAYERS: The weld- i

Ing current and manner of deposi:ing the
f POST H AT TREATMENT: None weld metal shall be such that there shat!

Le practically no undercutting on the side )!

CACKINC STRIP: None walls of the welding groove or tFe adjoinir j
b a s e r..a t e r i a l . See job specifications fcr j

I"TERFASS: 250 maximum. (May be main- SPCCIIIC ""d*'C'ttI"? II"It*tI "''
tained by complication of demineralized water CLEANING: All slag or flux rensinirS :n |betucen passes as a coolant), any bead of welding shall ve rc=ove: he' ora )

layir.g down the next successi.c Scad of
UE.W!' 0: Shall not exceed two electrode ".cidin .

cit. utcrs or tFc insic'c diameter of the gas
M' CEFECT3: Am crccia ur i ! :v. ' o ; ;:s tFat

7"t/NEL S PEE;: GTAU 2"-6" ner min g pc r on t he s urf a:e of arjy '.cac o i q.r
;

inn shall ,a removec L . chiaa:nc or , i r-

* ''i" f?' aer min"n ^;' " "' "''
ja, ,;p.r..o 3 .in I
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;, Pipin'g Fcbri.cetion Spac. No. P8-Ki-F5-SMAw-2G-5Gr
,
~

. Williamsport, Pa. 17701 Dste 3-28-68 i.

Revision Dates 2-19-70 6-11-71 J

2-9-73 Retyped: 7-24-73
_ Ai'At 6 +4 -76 F/W/77 A,

JOINT DETAILS AND WELDING TECHNIQUES ._
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PASS NO, FILLER F.l LLER A a TORCH SHIELD TUNGSTENAND METAL TYPE NETAL SIZE AMPS VOLT POLARITY r, FLO RATE SIZE AND

,

PROCESS OPTIONAL OPTIONAL RAuc# (MIN,) POLARITYTACK ER 308 1/16 t'.6120 Straight Argon 20 CFH 1/8 or 3/323/32 70-150 '3' 2 '
diameterGTAV I/8 100-190 . stralehtROOT ER 306 Insert i

1/8 or 3/32 {1/8 X 3/32 yf-/#o i3- A' Straight Argon 20 CFH diameterGTAW 1/8 X 5/32 stralehtBALANCE E 308 3/32 45-60 )(, 4
SMAW l/8 70-110

,

c Reve rs,e

.[jg.g5/32 90-140
3/16 130-180

OPTIONAL 1/16 O'120 1/8 or 3/32
| COVER PAS: ER308 3/32 70-150 '3 "E STPAIGHT ARGON 20 CFH diameter

GTAV 1/8 100-140 i

straicht

'UOTE: 1/16", 3/32", or 1/8" ER 303 filler metal may be used as necessary
for tecking, filling intermittent voids, look-in holes (peep holes),
or m!:tatch in the root cet-up, If necessary, ont complete pacs cny

' be nade while holding the purr,e. !

For fillets and socket welds, delete the insert and root passes and
follow with_th,e balance of passes.
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.

PIPlHG FABRICATION Proc. Coda 15/16
'

HEC 0\ll!ENI)ED FOR11 f) 1 SIANUFACTUREH'S RECORD OF MELDING PROCEDUllE
QUALIFICATION TESTS ,

Frecification No. .P.8-K i-F85-SM8W-20 . Date 1/28/68 ReyJ.a1L 2/19/2.0 nd*

, ,

telding Process GTAW J_SMAV Manual or Machine ManuaI /I1/71
Material Specifiestion A312 mdo A312 Ns7p.Nu. O to P No. O

Thickness (il pipe, diameter and wall rhickna.ss) 6-5/8" Q.0 x .718" Thk. I

Thickness Range this teu qualifies 3/16" to I.4"
Filler Metal Group No F 7 (F C M 5)' FLUX Olt ATMObPilERE
telJ Metal Analysis No. A. _/ ( d O '' Flus Trade Nr.me or Composition

*
"""~~~~~

Descril,e Filler Metal if not inciv. led in Table Q il.2 Inc.t Ces Composition _Ar.gon
or QN il.2 Trade Name Flow Rote 20 CFH********* ****""

For oxyacciylene melding-State if Filler Metal is sil- !s Backinr, Scrip used? None
,,

icon or aluminum killed. Preheat Temperature hange 50 F Min. ,_.
OTELDING PROCEDURE Interpas s Temperature Range __.3SD F Max.

Single or Muhiple Pass Mul.tlole Posthest Trcarment None i

sin,de or Whiple Arc S I ncile

(r tas. hs.riseriisi. vertictiL or c lJan ta l (2G)Position of Grome Hnf (See Pars. & Figs. Q 2 & Q-3, or QN 2 ta QN.3)
eeiw ed; si vertieri. st ate whetr.ar unwerd or d awnw ard)

FOR INFORMAT!ON ONLY .

Filter Wire-Diameter M_2 a 1/8. 5/32 1/ELDING TECilN1 QUESShettt 2 of6~ jTrade Name Chramend - Chromenar
empit'4* %oli:gecord with
j o;,. 9,,n e n s ion s

, 4 2/- inc he s ?eg of 8Type of EacLing Aroon Gas

" YAW)
~~~~~~*'***

Forchand or Usekhand Current - - polari .

)e s'l' REDUCED SECTION TE IL T g 1 6)

, ,

idhd1%Lhs{ h .[**[[ k.IJ 'g@ Stress, psi)phtCharacter of Failwegmy.gBTs Q F Uni .Ulbr.ne tc 9
I and Loca: ion

t

%' 4

.#5h'y g %sd
**'F

2flh' S .458 .348 30,600 86,200 ease MetalI
- y _

,

9.2/2 .754 469 .354 31,200 88,000 Base Metal

GUIDED BEND TESTS (Fi ;s. Q 7.1, Q 7.2, QN 7.1, QN 7.2, Q'67.3)i

Tge r.nd Res ult Dpe and g,,, u;, j
i sc.re No. Es,, n, "o.

Ihj Bent 1800 OKBent 1800- OK -

g.

f~
I Bent 1800 - OKBent 1800 " OK g

Results of Filictseld Tests, l'ir,. Q.r)(c )

teldtri h a c H .Knarr _ Cloc k No. .__._3_2 Stwo No. BT
9 ho I y sirtue of these tests nects melder p,:sform: nee reg,iterrients.

Tru c.'nkied t r Frank _Richards t aw,rner,y i c,, sc __ l.1 - 3 5-9
rer

te ceivfy that the si. ten c ries in this c cord r.re correct and ih .t the test vild'. s tre rirce red. welded and
teisted is, :. m Lece wii5 the rmirer,ents ei f ection 1% of it.e /.Wr. Code.

F.e n, d ._. The M. W. Kellogg Company _

m .u at e r>s

F. J. RichardsD.,r e .. _3 /_2846 8. . . by.

(n r...I c: iv_ ,.i of icm e.re ilhmrstiu e4 and r.sy be r.a Jitml u cm6..., m et- wre e.nd r u b.: c ( t r r u.
ibf i .d. p Cl*** fit 'E.d' d ht'# Q' I r * . n .' i J I |c for j i. 'sse .t /.bM'',l'...'l. .sta.)It e,yif ed ' e . .t .

' a ' m c a b .Il i- sW' '. q l . . . . u t s a ial.b s ii ..a i t i . . - i ..

I'; .r i e f ie. . /. . .' .) Ti h N n. . Oe- 'e irv ; il . '''1.'''' ';l.i. No i 1r' ..Y.1".17

!

j

_
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T H E H . II . k E ll. 0 G C CDU."AHY Paga 4 of J' *
4 .nnin .r ews: ince m m ro,

Pirito F Auft s c ATier Proc. Coda No. 15/16 j,

| HCC0\l\lCNDED F0lt\1 Q 1 MANUFACTURER'S RECORD OF BELil!NG Pit 0CEDUltC
QUALIFICATION TESTS tr/p//n A

I specific.cian No. P8-KI-F5-SMAW-5G pat,3/28/68 Rev. D. ale 2/19/70 & 6/11/71-

Telding Process GTAW & SMAW u,no,i o, y,ch;ec ,__Ha,nua l
Material Specification _ A312 io - A312 . of P.No'. O ro P No. O

Thickness (if pipe, diameter and wall thickness) 6-5/8" 0.0, x_ .718" Thk.
Tliichness Range this test qualifio 3/16" to 1.4" Thk. _ !

_

Filter Metal Greap No. F*7 (F U/A'i') * Fl.UX OR ATMOSPilERE
Weld Metal Analysis No. A. Z_. I 4 -3 )1 Flus Trade Narac or Composition. -------

Describe Filler Metal if not included in Tab!c Q il.2 Inert Gas Corr.isosition Arcon
or QN il.2

'

Trade Nw e. __,_ , """ ~ ~ Flow Rste __20 CFH""**"*

Fct osyneetylene welding-$cate if Filler Metalia sil- Is Dackiot Scrip used.' _Nona
-

'
icor. or alumir um Lilled. Preheat Temperature RanrS 500 F. mlr.

, WELDING PROCEDURE laterpast, Temperature Rang M ex..
'

Siris:le or Multiple Pass HIItIDIe Postheat Treatmes., None
Single or Multiple Are_ ngle

~

Position of Groove Vertical (5G) up (See Pars, & Fi,3s. Q-2 I4 Q 3, or QN 2 & QN-3)
(Flat, horison:al, vertical. or ov.rWd. as vert sc al, a.att v le ther upv/ard or da arv ard)

FOR INFORMATION ONLY
Filler Wire-Diameser 1/12" 1 1/8" WELDING TECl!NIQt!F.S

I Trade Name thromenar and thrnmend Joing Dimcmiu .s jccord with ._ . Sheet, 2 of (.
emps W-Molta W-# w :a pei n.in..she.e+ 1 of Ci Type of Hackiris _Ar.gon nae i

'

Current DC polarity Stralqht (GTAW)Forehand or Backhand --~~---

|9 REDUCED SECTION 'IENSILE TEST (Figs. Q6 and QN 6) Reverse (SHAW)

"

l' ' Ultimate tinic Character o Fa rI" '''
Specimen No.

= Width Thic kne s s Load. Ih. Stress. Psi af p t en
Area t

. MN3N9.5/1 .753 .464 31 9 30.800-L s
n, n ewu w

9.5/2 .754 .465 45ft D1300; $\84jos Base Metal

GUI r x .2, QN 7.! QN 7.2. QN.7.3),

. rah *Q % % le* i, Fi.nre u,d. Resub
Tyri ery

Ng g
q%7. V ~ Bent 1800 og Q-7.1 Bent'180 OK. -

SB-1 58-3
Q-7.1 0-7 i Bent 1800 1ogBent 180o . OK 58 4

.

SB-2
Results of Filletweld Test s, l'is. Q4(e )
Wilder's Name H. Knarr Cloc k No. 82 Stamp No. BT

,,

t ho by sittue of ther.e te st s mer is * elder perit rm.nce requbements.
Toa Conducied by Frank R1rhard5 La bo. at er y-Tr s i No. .-- _.2.1 - 3 9 - 9

._

per

te certify thne the statements in this record are correct and that the test welds sere prefered, seided anc'
tested la accordance sith the requirernents. ci r.ection IX vi the /.S.5 E Cole,

i

Sir.ned _. The N. W. Kelloco Comoany
c:. a , s. r >

3/28/68 F. J. RichardsD.t , , _ . gy ;
i(D t i| of in ord of terin a re i:!u :.ii a tin c'r !,- es.r4 r.idy 1.e ecodifia .! t a c . ..( >r:. r, t h - t y re er.d n .a..be * ef t e . - J

b rd L., i' c G Lc, !!ce cmr r o ird Fores Q 1 is s .. U d,1c i..e I .m . i / N. I . . w u.re.) jrr - .

' t t 1.: Anv i st orial urinide . m r Jhn <a tw i wve Muni i- r c e ! J. |

l'ont. J in t u . t ' t .'im ) ''h on is d :i:. % i. om s hi .'. m , t ' ' .':b' am 5. o . f. IX l- ).

'

i

1
I

. - _ . b
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A Diiision'of Fu11 man 1 incorporated Lle5dProcedureCodeNo. 15/16
.Pipin3 Fabrication Spec. No. '#%KI-F-SHAV-2G-5G,

,''Williamsport, Pennsylvania 17701 Date See Pace 1

EN 1'/h/?7 ^

BACi:ING CAS PURCE,

:

This prpeedure is to be followed to assu're that the oxygen content has been reduced to
a desir.id deeree of inertness (1% oxygen or less).

(1) Oxygen ecntent of backin;; gas purgit may be checked by any a~cceptable type
of oxygen analyzer.,

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

_ .
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,
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M i V e fi tO- 20 mi,pg g pggy;| g s s -

id L M M 11 tI3<51 - l | Ii !f 18
. p gqs j y{ j. i ' - '

|u
.j g y g g Purge times were derived by testing$ 16

#-' I II I
,,e

I| | | full size test specimens with dams spaced
/ 12" apart using Argon, with a 1/8" Bleed

i

14 E le and a Beckman Oxygen Analyzer. Time
| / I /I I III I recorded is that required to reduce 0212.750 | /l |/l l i I I I level belou 0.5% on the 02 analyzer.
'/ / I l I I I

'

I10.750 i /l /I 1 | | } | } Where distance between dams . exceeds
; jj j g , ; ; ; ; ; 12", tim:es shall be increased proportion-,

8.625 |3 I / I Js I i l i !
ately.

l/ FrfE !| l I I
'

, . .

6.625 / 40"! I I I I I I I I

5.569 . / l/l*l l l I I l i I
|4.500,_// I| ! ! I i I
|3.500 'l # 1 I I I ii i I I I I'

j
| | | | | | | | | | ! I llI I | | | | l j

|

0 10 20 30 40 50 60 70 i

PURGE TI!!E - MINUTES
I

i

!

j cy: z. e. crun
wa aa. .

I
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I'OlvlsilnAfhullmaninccrporated WeidProcedureCodeNo. 92/93
''

Piping Fabrication Spac. No. PI-08-F4-SMAW-2G-5G
Williamsport. Po. 17701 Date 4-4-67-

Revision Dates 7/2/70 3/16/70
6/28/73, 6-/6./c ; w /-//a

JOINT DETAILS AND WELDING TECHNIQUES
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Fillets or socket may have 2-3 or more passes to meet the minimum i 1/4 T |

reauirementt.

PASS NO. FILLER FILLER MAX. TORCli SHIELD TUNGSTEN -

AND METAL TYPE METAL AMPS VOLTS POLARITY (, FLO RATE SIZE AND i

PROCESS OPT I ONAL SIZE (MIN,) POLAR I TY
ALL E7015. 3/32 65-110 27
SMAW 16 or 18 1/8 100-165 31 Reverse --- ---

5/32 140-220 34 ,

3/16 180-275 36 |

GTAW for E70S-2 1/16 90-120 14 1/8 or 3/3: i
Tock Welds or -6 3/32 100-165 17 Straight Argon 20 CFH diameter |

Optlonal I/8 140-190 20 streicht

,

--
_ _ _ __ _ - - - -
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T H E M . If ., K E L L O G C C oll P A N Y Pagn 3 of 9 '

s ents..e e conuss incostosstro Proc. Code 92/93.

P I P I N C F A B il l C A T 104As WELDED

REC 0il\lENDED FDR\1 Q.1 \ MANUFACTURER'S RECORD OF WELDING PROCEDURE
QUALil'ICATION TESTS :

'ISpeelfication No. (Frorn PI- 00 F4-SMAW-4-2G) Dare 4/4/67 9- 7-77 *
Welding Process SMAW

. Manual or Machine Manual
Material SrecificationA-106-B A- 106- 8 . .t p.g., 1 ,, p No. 1_ , ,

Thickness til prpe. diarreter and well thickness, 6-5/8" 0.0. x .280" W. :

Thickness Range this tese qualifies 1/16" thru .560" ,

Filter Metal Group No. F*b FLUX OR ATMOSPilERE
Teld Metal Analysis No. A. I Flus Trade Name os Composition None |

Deseeibe Filler Metal if not included in Table Q-il.2 Inert Gas Composition None ,

|os QN ll.2 Trade Name Flow Rate*** ---

For osyneetv!cne welding-State if Filler Metalis sil- !s Backing Suip used? No

icon or ".luminum killed. Preheat Temperature Range 5PF. Min.
.

' " 'WELDING PROCEDURE In<erpass Temperature Range
'

$!ngle or Multiple Pass Multiple Posthest Treetment None
Single or Multiple Are Single

20
Position of.G.roove

(See Pars. & Figs. Q-2 8e Q 3, or QN 2 & QN.3) '

(r t t . h., as . . ..ene. 6. ., ...rn..d; it ..eue st. at.t. whe the r uponed et downweed)

/ u FOR INFORMATION ONLY
Filler Wire-Diameter - $f WELDING TECllNIQUES

' !

y,;,j o;,,,,,;,,, 4,,,,d with stu o4 e o a t- v;L G yj *) d fiAlrco E7016 *

Trade Name
Type of Backing Hone, ,,p, W /fo ,g,pp.JF inches per min.* ***y .i
Forehand or Dackhand Current D.C. p.g.,;,y Reverse

REDUCED SECTION TENSILE TEST (Figs. Q4 and QN4) '
.

"* ' Ultimate Unit Character of FailureSpecimen No. Area al
Width Thickne s s Load,Ib, Stress. ps and Location

BrokeyngByseg f
Nds M t i,3-2-1 .745 .182 .136 9,800 72 300r e

p l't O T h. h h Dd 0 E hh3-2-2 .744 _ ,, 2#. Alfft . i lGl oo'. u 32V50c 1 M Meb

.2 71, QN. 2. QN-7 3)UlDE D gs ,

The anY ' Type and ResultRes ultFigure No. Fagure No.

Face Bend Faco Bend
0Q-7.2 Passed at 180 Q-7.2 Passed at 180

Results of Filletweld Tests, Fig. Q 9(c)'

,

Telder's Nam,- R. Lataba ct ek go, 163 Scainp No. EF

f tho by virtue of these tests meets welder performance requirements.
Tes t Condweted by M.W. KE LLOGG CO- Laboratory-Test No. Il-35-3 _ , _ ,

'

F.J. Richardspe,
I re certify ihan 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 M.U. KELLOGG COMPAfiY
(ht.n wr.c t 6 t e r )

4/4/67 oy F.J. Richards _Daie
(tietail of record of tests are illustrative only and may be modified to conform to the type and number of tests,,

reqMeed by the Code. Recommended Form Q 1 is available for purchase at ASME lleadquariers.)
3

NOTth Any essential variables in addioon to th u sbove shall be recorded.'

Ptinie'd in U.S.A. (11/%) This l'orm is obisinable from the ASMC.'10 C. 47th Ft., New York. N.Y.10017
p!
I

f

! _m ._ _ _ _ _ _ _ _ _ . _
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71'H.*03
,

i H E II . W . K E L L 0 C G C O nt P A N Y Pagn 4 of 9
' HEAT TREATED s s ,,n.. s.entzss escoscourse

ririac FABRicAT10N Proce Code 92/93 '

RECO'.!*.! ENDED FOR*.! Q-1 '.!ANUF,iCT!'nCn'S DCCORD OF r'CI. DING PROCCDUnC
QUAlli'ICATION TESTS '

Specificsilon No. ._(From PI-SMA-2G) * '

3,,, 6/25/69 (!-/-//
d

Telding Process SMAW g... g ,, y.c h ;,, Manual
Material .Crecifiestion A-106-C ,, _ A- 106-C . g p.g., ! ,,p.No. I

iThickness (if pipe, diameses and wall shickness) _ 10-3/4" 0.0. x l-5/8" We
i

Thickness Range this tese qualif'es 3/16" thru 3s"
{Filler Metal Group No. F*N

FLUX OR ATMOSPl!EREveld Metal Analysis No. A I Flus Trade Name or Composition
,

***
jDescribe Filler Metal if not included in Table Q il.2 Iners Gas Composition ***

*

or QN il.2 Trade Name Flow Rate
*** '***

<

For osyncetylene welding-State if Filler Metal is sil- Is Backing Scrip used? No
,

icon or aluminum killed. Prehen Temperature Rangel 75"Fe Min e

WELDING PROCEDURE laserpass Temperature Range "
,"
4Single or Mulsiple Pass Multiple Posthest Treatmen, i100-1200*F. w/30 hr. hold

Single or Muliiple Arc $incle

Position of Groove Horizontal 2G
(Flat, heresaneel, vertscot, or ove, heed; se verances, saase whether ieward or downweed)(See Pass. & Figs. Q 2 & Q), or QN 2 & QN-))

'

FOR INFORMATION ONLY s, . --

Filler Wire-Diameser M C 7018 $E
'

'i

WELDING TECHNIQUESAtom dR '

f,;,j ;,n,,,,d,' Accord withTrade Name p S WNb NE N3 *) IType of Backing None amps O*-275eoifsahg inches pe, m; .
|

--- -

Forehand or Backhand Curren: D.C. p,j ,,;, y Reverse '

REDUCED SECTION TENSILE TEST (Figs. Q6 and QN 6).

,

Dissensions useamase
-

\. / .

.

us ,,,,,,, . ." * " " " ,, ,,,,,, 4*
Width Thic knes s Los[ ag D'f, P .and e i Q

SMt.2-L m an.3 57k ,90 r ke i Weld,

""
SMA2- .5 4 .800 71,200 Broire In Weld; we --

.
,

GUIDED BEND TESTS (Figs. Q-7.1, Q-7.2, QN 7.1, QN 7.2, QN 7.)) l,
'

Type and ..

Fegure No. Res ult Type and '

Fagure No. Resul
' -

* n .o;- Sg.t ., i. . .
- -

.

SB-3 '
' ,

' ' 0- 7. I' - 180 Passed 0-7.1 180 Passed
- g

*

SB-2 SB-4 f
0-7.1 180 Passed 0-7.1 180 Passed .

Results of Fille: weld Tests, Fig. Q-9(e ) '

Welder's Nam, R. F1Iek Clock No. iib . as.n . No. RF
the by virtue of these tests meets welder performance requirements.
Tes Conducted by THE M.W. AZLLOGG CO. Laboratory-Tes No. ML-9-17 ;

i F.J. Richardsp,,

\ te certify that the statements in this record are correct and that the test welds were prepared. welded and
tested in accordsnee with the requirements of Section IX of the ASME Code.

.'

Signed THE M.W. KELLOGG COMPANY
one.or e e i u,e , >

Oste 6/25/69 Dy F.J. Richards
(Dessil of record of sesis are illusitative only and may be modified to conform so the type and number of iests
requiecd by the Code. Recommended Furm Q 1 is available for purchase et ASMI:llcadquarters.)
NOTl; Any essential variables in addition to eliose above shall be recorded.

Printed in U.S.A. (11/06) This l'orm is ob<sinable from the ASML', 345 C. 4hh Ss., New York, N.Y.10017

i

,

w_.____.-___________
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71.as os , ,AS WELDED
'

T H E II . W . K E L L O G C COMPANY Paga 5 of 9
esn nen ere m zas utoa m atte

PIPING FABRICATl01: Proc. Cod 2 92/93 i

REC 0\l\lENDED F0Hil Q 1 \fANUPACTURER'S RECORD OF WELDING PHOCEDURE ;!
QUALIFICATION TESTS 1i,

Specification No .(From Pj-08-F4-SMAW-7-bG)
'

O.,e 7/p/70 . e/-707 d
Welding Process SMAW Manual or klachine Manual '
Material Specification A-106-B to A-106-8 of p.No. I to P No. I
Thickness (if pipe, diameter and well thickness)I 2-3/4" 0. D. x .406" M/V -

' thickness Mange uses sess q,ualsfies 3/16" t hru _756 " d
Filler klesal Groep No. F*b

FLUX OR ATalOSPflERE
Weld Metal Analysis No. A- 1 Flus Trade Name or Composition. Norm
Describe Iiller Metal if not included in Table Qll.2 ince: Gas Composition None
or QN II.2 Trade Nace Flow Race

~ ~ ~ ~
---

For osyncetylene welding-State il Filler Metal is sil- Is Dacking Scrip used? _No
icon or aluminum killed. Preheat Temperature Range 50"Fe__ Min.

WELDING PROCEDURE Interpass Temperature Range .$F ### d
Single or Multiple P ss Multiple Posthee Treatmene None
Single or Multiple Arc Single
Position of Groove _ SG up
(Flat, heresar' .. vertica n, er ov.shesd; si veruc e!. state whether neword or downward)(See Pers. & Figs. Q2 & Q3. or QN 2 & QN 3)

FOR INFORMATION ONLYe n
#Filles Wire-Diameter

WELDING TECllN! QUES '

*

Trade Name AW#f Ad'(' $NT Joinj Dimensions Accord with . 57&Mgb BEV4Z.Q/g *
Type of Backing None ,,,,p, g f.Rc vol:7M inches per min. ----
Forehand or Dackhand Curren: . D.C.~~~

por,,;,y Reverse . f
REDUCED SECTION TENSILE TEST (Figs. Q6 and QN 6)

**" *Specimen No. Area al' U l rle, ,

31 ' ' )4 Broke in Base
'

C-935-I .757 .319A 457 h 1 MO 1 7 00 Metat
'

UlD SS i . Q .1 7. . QN 7.1 QN .2 QN 7.3)

T[pe and
Figure No. Res ult TYPE and

Fagure No. p ,, ,g , ; )

.'Side Bend Side Bend 1

U a
n_-7_1 Passed at 180 Q-7.1 Passed at 180
Side Bend Side Bend o0-7.1 Passed at 180 Q-7.1 Passed at 180 1

- |Results of Fille weld Tesen, Fig. Q 9(c)
| !

Welder's Name H. Dunlap Clock No. OI LK (Stamp No.
Who by virtue of these rests meces welder perintmance requiremenua. '

Test Conducted by THE_ft,}/. KELLOGG CO. Laboratory-Tes No. hl7"7 I'

F.J. Richardspe,
,

We certify that the seasements in this recced are correct and that the sess welJs were prepared, welded and
{tested in accordance with al.c requirements of Section IX of the ASME Code,
j

'
Sianed THE H.W. KELL _0GG COMPANY

w.es.nuans
Dave 7/2/70 py F.J. RICHARDS
(Desail of recorJ of sesis are illusernsive only and may be modified to confonn so the <>pe and numlier of tests
required t.y the Cude. Recommended l'orm QI is available for purchase at ASMElleadquaners.) ;

i
'

NOTI.: Any casentin! variables in addition to thosc above shall be recurded. '

|
Prinied in U.S. A. (11/66) This Form is oliininable from the ASME, 345 E. 47th St., New York, N.Y,10017

4

i
2
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i."~"*" THE li.W.KELLOCG COMPANY Page 6 of 9 !
.en nie. err m ass escostosart'

Proc * Code 92/93 8HEAT TREATED rirlac FABRICATION I

i

ItEC0\li'ENDEll I?01141 Q-1 MANUFACTUllEll'S HEC 0!!D OF WELDING Pit 0CEDUltE
-

Quill!'ICATION TESTS j
Specification No, (From PI-SMA-5G) De,e 6/25/69 'l - 7- 77 d !.

Welding Process SMAW g ni,.: o, u ch;ne Manual j
Material Specification A-106-C to A-106-C .ofp.g., I to p.g., 1 ,

Thick ess (if pipe, diameter and well shickness) _ 10-3/4" 0.0. x l-5/8" W. :
'thickucas Mange seua sens quahases 3/16" thru 3-I/4"

.

Filler Metal Group No. F b FLUX OR ATMOSPllERE
*

Weld Metal Analysis No. A- I Flus Trade Name or Composition '---

Describe Filler Metal if not included in Table Qll.2 Iner Gas Composition ---
, (

or QN II.2 Trade Name '--* Flow Race 1
---

For oxyacetylene welding-State if Fille Metalis sil- Is Dacking Scrip used? no l
icon on aluminum killed. Prehen: Temperature Range 175"F. Min. ,j

TELDING PROCEDURE Interpass Temperature Raaee 175'E df W e # j
Single or Multiple Pass _ Multlole Poschese Treatmen 1100 F-1200 F W/"h- hr. hold -

0 U !

Single or Multiple Are Single |

Position of G.roove Vert I cal SG
up (See Per

(rtoi, h.,is em 4, .. etic.e. or ..e,n. 4. i ..,i 4. .i... .h.iher w..s, & F.ig s. Q2 & Q3, or QN 2 & QN 3 ),4 .,e . ..,4)

|* , er F.OR INFORMATION ONLY
. b

. Filler Fire-Diameter [ ' 7618
#

WELDING TECilNIQUES' ~

Joint Dimensions Accord with swNG BEv/'c O/I *) # !Trade Name Atom Arc
4Type of Dacking None ,mp, (S. 27S",, git 2 74 4 inches per min. ---

i

Forchand or Backhand Curre nt 0.C. Polari y Reverse . A ;
* * *

REDUCED SECTION TENSILE TEST (Figs. Q6 and QN-O

. Dimensions Uluma te Q ; g.,W d phSpecimen No. Area To ,

,
, k a nM.oen sion iupst. p ,

SMA-5-1 .757c RI 7 ** 70 O Broke in Weld i

SM5N .764 9 41.000 70.800 Broke In Weld
k1 *

.

GUIDED BEND TESTS (Figs. Q-7.1, Q7.2, QN.7.1, QN 7.2, QN 7.3)

Type and
Res ult Type and Resu!:Escure No. Fsgure No.

50-1 SB-3o o
; Q 7.1 180 Passed Q-7.1 180 Passed

SB-2 58-4o o
| Q-7.1 180 Passed O_- 7.1 180 Passed

Results of Filleiweld Tests. Fig. Q 9(e)
,

relder's Name R. FIICkI Clock No. II6 Scamp No. RF '

the by viriue of shese ieses meets welder performance t' requirements.
Tes: Conducied by THE H.W. KELLOGG CO- La bor atory-Te s No. ML-9-17

F.J. Richardspe,

te certify that the statements in this record are correct and that the sess welds were prepared. welded and
tested in accordance siih the requirements of Section IX of the ASME Code.

Signed THE M.W._EELLOG.G_ COMPANY
nt. nut e s t ur e r)

ca,,_ __6/25/69 py F . .l . Richards
(Detail of recoid of ecsr: are illustrative only and may be modificJ to conform so the tyre and number of sesas
acquiecd 1.y she Code. Itecommendert lirm Q 1 is assil_shic far purchase at ASMI. lleadquarters.) y
NOTI.i Any essen,ial sosiab!cs in ad.hiion to those aime shall tic securded.

|
Painard in it.S.A. (11,'6i,) This form is obtainable hom the AS*.t!'., M5 f., 47th St., New York. N.Y.10017

,

t

. .. . .

_ _ _ ___ _ _ _ - _ . _ _ _ _ _ _ _ _ -___ ---
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71.ss.os '
THE H.W.KELLOC0 C0lilPANY Page 7 of 9,

AS VELDED ' '"''fp' iYe$'g'p [c'['g""' Proc. Code 92/93p

IIEC0\l%IENilED F0fl\1 Q 1.\lANUFACTilllE!!'S ItEC0fl0 OF WELDING Pit 0CEDUltE |For tack welds QUALIFICATION TESTS |

Spec,f,can. P).ca 44-GTAu-s c/reeraco a./ptoe pr.ses#>.x,6c sygg,y3 9.p m s
-

A
|

ii on No . _ _ , ,,, l) sit-
l'elding Psocess GTAW g,,,,i ,, gg,,g;,, Man ua l ' ',

Masetial Specification _A- 106-B A-106-8,o og p.g., I r p.g.,

Thickness (if pipe, dianicace and wall chickness) 2-3/8" o.0. x .218 W
_

i
-

Inicinema nange inas te.: qualities 1/16" Thk. to ma g / 3" 0.0.and Below
Filter Metal Group No. F. 6 FLUX OR ATMOSPilERE
l' eld Metal Analysis No. A- 1 Flus Trade Name or Composition ---

Describe Filler Metal if nos included in Table Q II.2 incre Gas Composition Arnon {
or QN.II.2 Trade Nam,, Flow Race 20 to 40 CFH j-~~

For osyncetylene welding-State if Filler Metal is sil. la Dacking Suip used? No
_ |

Icon or aluminum killed. Prehen: Temperature Range SQ F. Min.,O
.

l'ELDING PROCEDURE Interpass Temperature Range - " "
. , , , , , , , , , , , , , , , , , , ,

Single or Mulsiple Pass MultInte Poschen: Tre atmens _None
Single or Muliiple Are SIngIe
Position of Groove 6G (See Pars. & Figs. Q-2 k Q 3, or QN 2 & QN 3)(r t. . h , as ent a t. net.c.a. , ....h..d. , .. iic e s. e i. . - he t he r up-sed ., d.-a-o rd )

FOR INFORMATION ONLY
Filler l' ire-Diarr.eser - 3/32 and 1/8 - '

g,ELDING TEci!N! QUES ,o
Trade Name Linde 65 E705-2 jo;,., 0;.,,,;ons Accord with 371 :
Type of Backing None amps 95, ,,1,3.0,olis) 7-7 0 ;nches p,, m;n, 4 iPM i

Forehand or Backhand Current D.C. pol.,;,y Straight !'

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

"'"* * '' Ultimate Unit Character of FailureSpecimen No. Area sit'idth Thickness Load,Ib. Suess. pse and Location

i .190 Rd. .02835 217 5,,,,,, , /4799 h O 1
i

2_ algt!% A 92bdkhld I7eb d *W Y_

r n w\ GUI pE. WTE TS(Fiss. Q-7.1. Q 7.2 QN.7.1, QN 7.2, QN 7.3)no"''~
IRNg

Type and
Res ult Type and

ResultFagure No. Fagure No.

Root-1 Satisfactory Face-1 Sat 15 factory
-.

Root-1 Satisfactory Face-2 Satisfactory

Results of Fillesmeld Tests, Fig. Q 9(c)
l'eldes's Name K. Iten Clock No. 1031 Scamp No. K.

l'ho by virtue of these tests meets welder performance requirements.
.

Test Condueced by pagnaflux Tes t ino Labs Laboratory-Te ss No. 57233-6-3
R. Hemmerlinper

t'e certify ther the sistements 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. i

Signed THE M.W. KELLOGG COMPANY
tu..w.o .,3

ny H.A. Laforte fDeic 6/15/73
(Desoil of record of ieses are illustrative only and may be modified to conform so the type and cumber of ecs s
required by the Code, liccommended I orm Q 1 is availat le to: purchase at ASMCileadquarters.)
NO11:: Ae esseniint uriables in addition to those above shall le recorded. I

Painted in U.S. A. (ll/G) This form is obasinal.le feom the AS Atl:. 315 F. 47th St.. New York. N.Y.10017
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'

'''' * T H E II . II . K E ll 0 C C COMPANY Page 8 of 9'

. * * " " " ' " " * " " * " " * Proc. Coda 92/93AS WELDED FIPlitC FABRIC &Tlon
-

} ,

1

!
REC 0i1\lENDED F0ll\l Q 1 MANUFACTimER'S RECORD OF RELDING PROCEDURE

'

For tcck welds QUALIFICATION TESTS [
.

s P 6- t3-f;c-CT/tJ -c G/ war use s af, s.oer-H 5vu n/g 6/15/73 . 9- N 714
r

DefeSpecification No. ' *

telding Process GTAV mnual or mchine Manual
Weerial Frecification A-106-8 A-106-8 og p.No. I so P-No. Io

Thickness til pape. daameter and wall thickness) 6-5/8 0.D. x .280 Vall
-

|-

'

Thickness Range this ses qualifies 1/16" to .560 V / 3" |PS and over
Filler Mesal Group No. F 6 FLUX OR ATMOSPl!ERE ,,

reld Metal Analysis No. A* I Flus Trade Name or Composition ---
,

Desc:ibe Filler Mesal il not included in Table Qll.2 laer Gas Composition Arcon ,,

Flow Rate 20 to 40 CFH It
or QN II.2 Trade Name ---

UFor oxyacetylene welding-Sease il Filler Metal is sil- Is Backing Scrip used? No

icon or aluminum killed. Prebens Temperature Range 500F. Min. .

"
TELDING PROCEDURE Interpass Temperature Range

Single or Witiple Pass MultIDle Poschen: Treatmens None

Single or Altiple Arc 5 Ingle

6G
Poslaion of Gai. ..,i.. . ....r...e a .. ... a . . .n.ir ee Pars & .F.ig s. Q2 & Q3. or QN 2 & QN-3) p(S . .... .,roove

. .a,.iai. . m.,u on

FOR INFORMATION ONLY
3/32 and I/8 WELDING TECIINIQUES

*

|Filler Wise-Diamese, n
Trade Name _ L1nde 6c; E705-2 Join Dimensions Accord with 174 . .

Type of Da.; lung None empe M41:s 17-20 ; ache, p,, ,;,, 4 iPM | |j*

.
. Focehand or Backhand Curren D.C. poj ,;,y 5traigbtg \ I, i t

/*h I | 3
REDUCED SECTION TENS!LE TEST (Figs. Q6 and QN 6)h9

5n a ). _ ;m% '

Ukin ie' reis Ch Si fail 5e !" "'
Specimen No. Are a a ,, * Location5 eq. fs(% , ,Tidth 1 hic knes s No , .. ,;a

I _.188% h. 9 1) 81 0 PM,

( 188 02776 2180 78500 PM

rehent 60000 p
Minimp @ GUIDED BEND TESTS (Figs. Q7.1. Q7.2 QN 7.1, QN 7.2 QN 7.3) '

'Type and Res ultType and Res ulal agure No. Figure No. u

Root-1 Satisfactory Face-1 Satisfactory i

Root-2 Satisfactory Face-2 Satisfactory j
=

Results of Filleiseld Tests, Fig. Q 9(c)
b

Telder's hame ._._K. Iten Clock No. Stamp No, -
'

tho by virtue of these tests meets = cider performancerequirements. .

-57233-6 4Maanaflux Testino labs Laboratory-Tes No.Test Conducied by
R. Hemmer 1in .

p,
*

* Te certify shas the statements in this record are correct and char she sess welds were prepared, elded and
.A

.eested in seco Jance with she restuitements of Section IX of the ASME Code.

Signed THE M.W. KELLOCG COMPANY
on. .or . : i ur. ,3

6/15/73 ny H.A. LaForte
Daic
(Derail of record of iests are illustrati.e only and may be modified to conform to she type and number of tests |,

requised by the Code. Recommended form QI is available for purebase as ASMCllcadquarters.)
NOTE: Any essential variables in addition so th ss steve shall be recorded.

Printed in U.S. A. (11/66) This Form is ch<sinable from the ASME 345 E. 47th St., New York, N Y.10017

i,

t

- _ _ _ _ _ _ _ _ _ _ _ _ _ _ _
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., ,

* * ' Pega 8A of 9* .. . , ,,

Proc. Cada 92/93 -- .

'

. .

-
.

QW-483 Procedure Qualification Record (PQR)-
,

(See OW.201.2)

I !

9- 7- 77 ^_<

PROCEDURE OUAt.lFICATION RECORD NO. 2749 DATE 11-16-76 -
,

WPS NO. 47 /43 nPFM Rfrf"r

WELOING PROCESS (ES) SMAU TYPES MANffAL

(Manual. Automatic, Semi Aut.) .

* . , *

99 *

* p ' '. * f, j ,, ' * '- BASE METALS (QW 403).
,,

,
~

'#* , ' ' * Meterial S pec. A441' *
.

. . . .,
. .. . .

Type or Gende CRADE 70* '*
. ,.

'
,

|
, .

3. . . '; .'. j .. * , f<,

P No. I to P No. 1.[e . ' , .' , -[-),j ,k . .
St '

> . ~ , . . '..

. ,' . Thicknen 1" PLATE$ -e-
,

,

. , ,
'

Diarneter N/A ''

.ss* N / .i -

Croove Design Used Other N/A l

FILLER METALS (QW-404) POSTT (SWp ( -

,

Weld Metal Analy 's su'8 8*h b d,P h C u

b IWA hh h$d odes [on 1 P TT.Le I rode i
,

'

(i/phill. Downhill)5 le N o. *

I ,s pecinesiton 5.1 othee N/A
E7018

"~

Aws Cianineation

N/AOther PREHEAT (Qw-406)
- i

' #
Prehest Temp. /YOff'G,

Interpus Temp. 5~do ' MA4.

,

N/A* Other
.

POSTWCLD HEATTHEATMENT (QW 407) C AS (QW-400)

N/ATemperneure N/A Type of Cas or Cues
,

|

Time N/A Composition of Cu Mixture N /*
N/A othee N/AOther

ELECTRICAL CHARACTERISTICS (QW-d O9) TCCHNIQUt (QW-4 tm ,

String or Weave Ucad STRINGER ONLY
Current DC

Oscillaiiun _DNP FT.FCTRODE DIA
REVERSE

-

Polarity Multipats or Single Pau Mtff TT PASS ,

Ampt _. OTMFR Volts 2 7-3 V * (per,io,)

! 3/32" - 65 TO 110 AMPS Singie or Multiple Electrodes SIMcLE
other 1/8" - 100 TO 165 AMPS Travet Speed 1 TO 7 IPM

,

..

.

_ _ . _ _ . _



_ _ _ _ , _ - _ _ _ _ _ ._ - _ _ _ _ _ -

,

' rage ca et v
Prcc. Cods 92/93.

'

.
.

. .

'

.

. QW-183 Procedure Qualification Ilecord (l'Qll) (Cont'd)"
*

(See OW 201.2) .,

'I
4

!:
TENSILE TEST (QW 150)

'

'

..

ULTIMATE ULTIMATE CHAilACTER OF
2

SPECIMEN IN. IN. IH . TOTAL LOAD UNIT STRESS F AILURE & -

N O. WIDTH THICKNESS AREA LB. PSI LOCATfGN d

i 1.023 0.975 1 85.200 85.200 PM' ,,

2 1.20 1.00 1.2 83.000 69.200 PM

.

*
,,

,

.. . .

.

e

GUIDED B5.N0 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 g gg ;i
*

y ||
SPECIMEN NOTCH NOTCH TEST IMPACT J ATER AL EX,b 0 50f'k/El6HT $ I,

.,*

NO. LOCATION TYPE TEMP, V g ES$ SplEAR MikS SREAK NQtRE AK h |.

* i-''

i'- ( Q.

_ .n Pf WnA . .; ;
** i

't $ 4 88I jVA @$ h I '''. 4~ ;M '

m
V, '#- i %# *

['~ it i Uf ,.

b * ~ |
+

Ph ih\ i

g V
'

'

I. ,

Type of Test . M/A ,

Deposit Analysis N/A I
;

-

other N /A {
i

I
,

FILLET WELD TEST (QW 180) ,"
'

Result - Satisfactory N/A Penetration into Parent Metal N/A
8

Yes. No
Yes, No/A N/A |*

N g,e,o-ResultsType and Character of Failure

Welder's Name M. BOONE' Clock No. 1105_ _ Stamp No. FZ : 3

2N9 fTests conducted byi TutticF VTT 1 ARD Laborstory Test No.
e

pen _ AEME SECT TX: AUS D1.1-76 i

We scrtify that the statements in this record are coevect and that thr test welds wete prepared, welded
i

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

Signed _ THE M.W.- EE!LQG.G_C011EMIY

Date _MOVFMEFR 16_ 1976 ByL _ d _.
..

(Detail of ectord of ecsis are illustrative only and may be moJ;f';ed to conform to the type anJ num-
,

ber of tests acquired by the Code.)
*

|
This Form obta nable frum the Order Dept., ASME,345 E. 47th St., New Yorl..N.Y.10017

,
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f

Page BC cf 9^
,

Proc. Ccda 92/93-
.

,

QW.483 Procedure Qualificati<m Hecord (PQR).

(See OW.201.2)
'

,

1
. .

* l'.

THE H.W. KELLOGG COMPANY 9-7 77 a
PROCEDURE QUALIFICATION RECORO NO. 2748 DATE 11-2-76

WPS N O. J 2 /91 O PF'N Rtl'r"f'
-

WE LDING PROCESSIES) MMAW TYPES MANUAT.
(Manual. Automatic, Semi Aut.) .

,, - |~.

' '. B ASE METALS (QW-403)'
i.

' 'f
..

. . - .
. .

'

C' , . , ' Material spec. A441
.

.

/,,. Type or crede GRADE 70
.

.'.;''.,,. . .*. .

_

,

fr,f,,,, '.'N ;' PNo. I eo P No. - 1' . ' ,

, ' ' i
.

ST .' Thickness 1" PIATE.

.

'.. .

Diameter N/A i

,,. g7 , ,; ..

N/A & M( .croove Design used Other .
'

m ?. 1 L "a

lpWQ0U .'<4t., ii g Q*
~

fj
.

t[ . -

FILLER METALS (QW404) S!1p0 g. g

e 4
, . .

,- .. ny ,

Weld Metal Afralysis A No. Ie bt Pc leien ' CQ _. 4c |s-

!
'

Sise of Electrode 3/Ml"i " Y 'T 4 hl rogrenion UPHILL .
,. i

''

(Uphill. Downhill)FDicr Mets! , :

k,, 5 h 'I % * oth'er N/A
- ,y - . _ . . .

,,

Ss ag, eAio. E7018 ,

.

.,

OL .cr - N/A PREHEAT (QW406). - ,
*

- ... ,. . ...

, ,

Preheat Temp. MM8 '
q

, ##44# AMX .

*' Inscrpass Temp.

Other M /A ,
|

. ..

POSTWELD HEAT TR EATMENT (O'd407) CAS (QW408) ,
.--

N /A - Type of cas or cases "#Temperneure .

Time N/A composition of cas Mixtur, N/A _-'

N/A N/A '?
Other . _ ,

Othe,
.

.. j

ELECTRICAL CilARACTERfSTICS (Q." .99) ,, ,
|TECHNIQUE (QW410) *

,

_PA'P11 .String of Wesve Bend

,

Current DC o,,;;j,,;,, .mn pyp.PRODE BTA _ ' n
! Polarity REVFT' A E Mutupass of Singie Pass 11ULTIPASS

i
Amps. OTitER voics _ A 7- M d (pereide) | |

3/32" - 65 to 110 AMPS smgie or Muttiple Eicerrode, SINGLE |.

|other 1/8" - 100 to 165 AMPS Tra vel 5 peed I to 7 TPM' '

..

t

.

- . - - ._--__ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ . . _ _ _ _ _ _ _ _ _ _ _ _ _ _
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Prce. Cada 92/93i
.

g.. .

\
\ r

..
.

QW.483 Procedure QualiGention Record (PQR) (Cont'd) ;J
''

(See QW 201.2) .

!!
,

e

TENSlLE TEST (QW.150)

ULTIMATE ULTIMATE CHARACTER OF
SPECIMEN TOTAL LOAD UNIT STRESS F AILURE &

N O. DIA. AREA N/A L B. PSI LOCATION
.

2c-1 .501 .1971 13500 68500 PM
'' 2c-2 .502 .1979 13575 68600 PM

4c-1 .502 .1979 13650 69000 PM
'

4c-2 .500 .1963 13425 68400 PM

!

Gul0ED BEND TESTS (QW.160)
... ,

'
TYPE AND . TYPE AND

FIGURE NO. RESULT FIGURE NO. RESULT.
.. .

2C MTDE AI T FOUR ACCEPTARI E 40 SIDE AI.T FOffR AccEPTART.F. ,,

- .

NA g f. h., h b'*TOUO HNESS TESTS (QW.170)
.

I SPECIMEN NOTCH NOTCH TEST I KLNEkt EkP. @RbPhENHT
#

i NO. LOCATION TYPE,yMV S| %$l$EARiM4S 1Rf7tf( NO BREAK
_

a hllu% i ft ll i d
~ '

M l W i\#''* ~

: rai ts: Tgv -
~~

Y tm i 14
~

i - -
-

1
._ ;

' N/AType of Test

Deposit Analysis N/A __.

N/Ai Other

i
FILLET WELD TEST (QW 180)

Result - Satisfactory N/A Penetration into Parent Metal N/A
Yes, No Yes. No

Type and Character of Failure N/A Macgo Resula- N/A
*

_,,, Weldet's Name R. ROONF Clock No. 1109 Stamo No. EZ
2748Tesu conducted by: -M. JOYNER I.aboratory Test No.

; per: _ AEMF SFCT. TY* AV9 Dl.1-76
.::. We certify that the st.atements in this record are correct and that the test welds were prenared. welded

| and tested in accorden.e with the requirements of Section IX of t.he ASMC Code.-

i

| Signed THE M: W. EFT f_. nan emi%NY ;

Date NOVEMBER 9, 1976 gy M h$'""'/*)"INA[ ,

j- - ,y ----

(Detail of record of testa are illustrative only and may be modiGed to conform to the type and num-
'

ber of tests required by the Code.)

This Form obtainable from the Order Dept.. ASME. 345 E. 4 7th St., New York, N. Y.10017
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,

T H E II . W . l( E L L O G G C 0 W P A N Y Psge 9 of 9 |
'" * " * ' ' '

'

""m'' nousun o |HEAT TREATED 8

'"""r' l u c F A B R i c A 't l o n Proc. Code 92/93-

Pi

IIEC0\lMENDED F0ll\f Q 1 MANilFACTilREll'S RECORD OF WELDING PROCEDURE
QUALIFICATION TESTSFor tack welds. - -

.
,

a pt-ce -nwu-u/n,waseo & a-cy-se .;a,4s | |
Specifics ion Na. Date 6/15/73 9-7 ') d ;

-

.
'Te! ding Process CTAW u....: ,, u.ch;ne ,, flan ua l

Waterial specification A-106-8 . A-106-B of p.No. I
. [

Thicknesa lif pipe. ilia ncier and wsil thschness) 6-5/8 0.0. x .280 W
_ 1so P.No.
-

' '
Thickness Range this ses qualifies 1/16" to .560 W / 3" tes and over
Filler Metal Group No. F 6 FLUX OR ATMOSPilERE
Teld Metal Analysis No. A- I Flus Trade Name or Composition --- ;

Describe Filler Metal if not included in Table Qll.2 Incr Gas Composition Arcon ,

Flow Race 20 to 40 CFH jor QN.ll.2 Trade Name ---

For oxyacetylene welding-Sense if Filler Metal is sil- Is 15ac' sing Scrip used? No 1 ,

0icon or aluminuen killed. Prehens Temperature Range 50 F. Min. ,

WELDING PROCEDURE Interpass Temperature Rang . I'- | |
"

Single or Multiple Pass HultIpie Pos:1 est Treatment 1100 to 12503r !

Single or Multiple Are Single *600 F. max. pe r hr. to il75"F., hold I hr. at
6G

Position o.f G.roove
(S, p.,.. m p;,.. q.2 & Q), or QN 2 & QN-3) 1175 F. Furnace '

cn.s. n.,u ni i...,i .i..,...ri 43.e..,iu.i.. ... . in., ..,4 .,...,n..,43 cooled to 1000 F. A/C
FOR INFORMATION ONLY |

Filler Wire-Diarnecer _3/32/ and 1/8 WELDING TECilNIQUES
'

|n
Trade Name Linde 65 E705-2 Join: Dimensions Accord with 474 . I !

Type of Dscking - None emps95-190eolu 17-20 ;nehg, ,W N iPM i
'

i

Forehand or Backhand Curren D.C. oi.,;j D _ 'dit 1 6

. n N 6) k% M fREDUCED SECTION TENSILE TEST

Specimen No. ah ;pg, [Ig,. '
Unjmhte" " " " ' "* n: Character of Failure !

ThMn$, d .t .i SerM s, psi and Locationridth

ny % g ata -
"

,,

! 4,

.kB d I. 2M ~2160 77800 PM
'

- 1_ r*%

.1 9 Rd. .02806 2175 77500 PM

yV'
CUIDED BEND TESTS (Figs. Q 7.1, Q7.2. QN 7.1, QN 7.2, QN 7.3)

Type and Res ult Type and
Res u.1:Figure No. Fsgure No.

Root-1 Sat Is factory Face-1 Sat is f actory
j

!

Root-2 Sa t is factory Face-2 Sa t is f act ory |

Resutas of Fille weld Tests. Fir Q 9(e) {

Telder's Name K* IICO Clock No. Stamp No. K I

Tho by virtue of these tests meets welder performance requirements.
.

Test Conducted by Magnaflux Testinq Labs Laboratory-Tens No. 57233"b"9
'

.

R. Henneri inp,,

'. We certify thes the sistements in this record are correct and that the ress welds were prepared, welded and J
tested in accordance with the requirements of Section IX of the ASP . " ode. j

|

Signed THE M.V. KELLOGG COMPANY
'

(M. nut ec t we,)

6/15/73 py H.A. LaForteDeic
(Desas: of recovd of tests are illussresive only and may be modified to conform to the <>pe and number of tests
required by the Code. Recommended Form Q1 is available for purchase si ASMElleadquaracts.) |

'

'NOll:t Any cueniial variables in aJJirion to th st shove shall be recorded.

Prinied in U.S.A. (11/06) This Form is obesinable from the AS\lC. 345 E. 47th St. New Yo L. N.Y.10017
/
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THL H, W. KELLOGG COMPANY Page 1 _ of 10 i

A Division c,f Pullman incorporated Wcld Procc: hire Cntic tio. T/09 i

P1 ping Fabr;lcatton Eocc, flo, , P l-08 - F4-S t'AU- 2 G-G G
Williamsport, Pa. 17701 Date 7/9/70

Revision Dates hetyped 0/2'/73, I ")/ i t / 70 ;

Retyped 12/3/D y- 1 77 4.n.,y

PROCEDURE SPECIFICATION FOR: Carbon steel BASE HETAL THICKNESS: This procedure is
piping, GTAW (root), and SMAW (build-up). qualified to allow the welding of the fol-

lowing: A. With Purge, 3/16" thru 3.624"
BASE HETAL: Thc' base metal shall conform in the as welded condition and 3/16" thru

to the specificottons for ASME, Section IX, 3.624" in the heat treated condition.
P-l materials. D. Without Purge, 3" 00 and smaller in thicle

nesses 1/16" thru the maximum to be welded
FILLER METAL: The filler metal shall con- In the aswelded condition, 3" IPS and over

form to ASME Filler Metal Specifications Num- .in thicknesses 3/16" thru 3.624" in the as
ber SFA-5.1 and SFA ri,13*for ferrous filler welded condition, and 3" IPS and over in
m3tal in Group Number F-4 and F-6. thickness 3/16" thru 3.624" in the heat

treated condition.
The chemical composition of the wcld depo- PREPARATION OF BASE MATERIAL: The edges

sit shall fall within the limits of weld or surfaces of the parts to be joined by
matal Analys is Number A-l * welding shall be prepared by flame cutting, )

GAS FOR TORCH SHIELD: Nominal composition plasma arc, grinding, machining, or any '

of argon, 99.995% minimum purity (for GTAW combination of methods to essentially form ;

procsss). the geometry of the weld sh w o | Page 2 as
detailed on the at et ch ; and shall

FOR ilACK-UP PURGE: Argon per Page 10 or no be clean oQll 1 ,Lscale or
purge per Qualification Test Records, Pages gg g . g ,

7, 8, and 9. 3 I!LEST(1$i OsARA RISTICS: The current
O ej daw DC GTAW -- Straight Polarity

k$ SMAW -- Reverse PolarityT ACK WELDS FOR SET-UP: h g
I-using filler metal 11 j2 .

be used withyrP ba rge .n 1/16, JOINT WELDING PROCEDURE: The welding

3/32, or 1/T al r\ Te t reports are technique, s sh as e.lectrode sizes, and
Pagns 7, % a d voltages and currents for each electrode,

size of the welding tip and filler rods,

POSITION: The welding may be done in all shall be substantially as shown on Page 2.
positions. APPEARANCE OF WELDING LAYERS: The weld.

Ing current and manner of depcsiting the
0PREHEAT AND INTERPASS: 50 F minimum. 175 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 0.303 and 1" thickness. walls of the welding groove or the adjoin- '

ing base material. See job specificationso 0POST HEAT TREATMENT: 1100 -1200 F 1 hour for specific undercutting limitations.
per inch minimum (See job specifications for CLEANING- All slag or flux remaining oncycle and thicknesses requiring post heat any bead of welding shall be removed before
treata nt. laying down the next successive bead of |

WOIdIO9*BACKING STRIP: None

TRAVEL SPEED: GTAW -- i" - 6" pe r min DEFECTS: Any cracks or blow hoics that
St%W -- 1" - 8" per min appear on the surface of any bead of

welding shall be removed by chipping,
WELDING PROCESS: The welding shall be done grinding, or gouging before depositing the

by the GTAW root and SHAW wcld-out processes next successive bead of welding,
ut ing manual equipment. The GTAW ,rocess may
Le used in the filler metal typu l'isted on Tills PROCEDURE 15 A RE-WRITE OF AND CGM- ,

Page 2 for inter.;ittent volds or mi m atch in DINES: Code f:o. M, PI-K-F4-SnAW-20-?C ! ,

the root pan set-up. GTAU weldinq shall be Code No. 9?, PI-K-F4-SM.1-29-TG
dono us w; a nonconsumable electrode of 2", ,

|!

Thorlated Tungs ten, CWTil-2.
! i

1.

|
J
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ent n, w. r.ttLvuu s.verme s .. r op e s. ,o

A Divisten of Pullrnan incorporated Wald Procedure Code No. 88/89
Pip *ng Fabricat.len Spac. No, ' PI-08-F4-SMAU-2G and SG*

..

Williamsport, Pc, 17701 Data 7/9/70
Revision votes: 10/16/70 6/27/73

(/- 7- ? 7 ' _ /-st ?r s 1t
.

.

'

JOINT DETAILS AND WELDING TECHNIQUES ,

,

.
.

'\ ! '-- t
m , r! . " '

- -
. . .,

k 2f12 'f
'

' '

-.

g

*

* * - . '* g g.

,

I
h.g y . . -y 19, . .

.

v --.

. . . ,. 7. .
..

.

. .
. .

. . .
~ ' &

_

N, l.

,,.y .- !
--.

. .
,, ,

* *
1 . ,

;- .' hL,:.-'

g.

,- f.;d p,g I \f
,

'
. - . .. ,

,

{,- ff
.< d

,t I. c. 's y&'. . ..

. .

,,n

J ' .- D{3 9 D.
..a' / A %j.g . 7..

- .- e . .s,s ; .,, sq .... . . . . .
.@.. n t y .. u46

*. j

. .k
, D.f "

*
.

, (*:., g :14$ ' g%
,

* *

n*

&(% , { *11b%,%%'p -
.

...
.

*m *

, ,

t .
,

-
. ,

- )

] %. 4 f )
^

-

T.
-

, .

At

.

t ,.; , .1. . . . , . ,.

.

.

PASS NO. FILLER FILLER MAX. TORCH SHIELO TU:4GSTEN'

AND METAL TYPE METAL AMPS VOLTS P.0LARITY r, FLO RATE SIIE AND
PROCESS OPTIONAL SIZE (MIN.) POLARITY

Tack & E705-2, 1/16 r0-120 14 Argon 1/3 or 3/32o
,

reot or -6 3/32 70-150 17 Straight 20 CFH Diameter l
CTAV 1/R 1 r' O. l oO 7 0 '' Strainht |g

Balance E7015, 3/32 65-110 27 |
SMAW 16, or 18 1/8 100-165 31 Reverse |--- ---

5/32 140-220 34 - - - |

3/16 130-275 36 , l
,

I
\
!

! |

110TE: 1/16, 3/32, or 1/3 E 705-2 or E 705-6 bare filler retal nay be used as
appilcabic for intermittent voids or mismatch in root set-up.

b |
.
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71 35 03 T H E II . W . K E L L O G G C0MPANY Prce' Code 88/89'.

8'""'"""""" """"*"'
AS WELDED PlPikG FABRICA?l0N

REC 0\lilENDED FOR\1 Q 1 MANUFACTURER'S RECORD OF WELDING PROCEDURE
-

QUALIFICATION TESTS ;

#'

Specification No. ._PJ .0B -fE4-1 HAW-2C Date 7/9/70 . T- 7 - 77
'

Welding Process GT AU and SMAW Manual or Machine Manual
Material Specification A-1U6-8 eo A-106-B " of P.No. I to P.No. - 1

Thickness (if pipe. diamescr and wall shickness) 24" 0.0. x 1.812" M/W -

Thickness Range this test qualifies 3/16" thru . 75d" *
Filler Metal Group No. F. 4 and F-6 FLUX OR ATMOSPilERE )
Teld Metal Analysis No. A. I Flue Trade Name or Composition _

---

Describe Filler Metal if nos included in Table Qll.2 Inert Gas Composition Arcon
Flow Rate 20 CFHor QN l!.2 Trade Name ==~-----

.

For osyacesylene welding-State if Filter Metal is sil. Is Dacking Scrip used? No

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

WELDING PROCEDURE Interpass Temperature Range 50VF. Min.
'

{Single or Multiple Pass HultIple Posthest Treatment None
'

Single or Multiple Arc $ ingle

Horizontal 2G (
*

Pos.iti.on of..G..roo.ei. ..risi. ., ...r-..a ..r. . . ..... w ,..S.e,e Per s. & .F.i g s. Q.2 & Q). or QN.2 & QN 3 ) ;cn .. ..n r. -.a .r .n..a>

f j. j
FORJNFORMATION ONLY WELDING TECilNIQlg3 Y g

,

Filler Wire-Diameter I, '. IY
d 4thb rA 4$d k *n g %L( [) ,'i

Trade Name M*'#F CE f ENN 5F[ 70/T # joint Dimensions Ac
'

Type of Dacking Aroon emp7 7NF Ygges pcGmE .) -}7 i

. Forehand or Backhand gar ah A arty ' 5 TRA M 41" (6.TA A>)= =s

. f 6 k . -6)
# W M'' O d1 A'^4REDUCED SE 10 R

sk Ultimate Unit Character of Failure* '" .

Specimen No. a Stres s. psi and Location
},IRidth YTWeb Load. lb.

!4I'' Broke in Base j%C88-{C{iI\
'

k'M7 .760 . t; 6 '4 44.100 80.000 Metal ' I
'

% Broke in Base*

C88-2 .741 .760 .563 46.800 83.100 Metal !
.

GUIDED BEND TESTS (Figs. Q 7.1 Q7.2. QN.7.1. QN 7.2. QN 7.3)
|

!Type and ResultType and g,, ,3,
Figure No. Fagure No.

C-SB-l C-SB-3o o
Q-7.1 180 Passed Q-7.1 180 Passed
C-SB-2 C-SB-4 fo o
Q-7.1 180 Passed Q-7.1 180 Passed '

Results of Fille: weld Tests. Fig. Q9(c )
EK/ARTetder's Name G. Thomas /F. Lyautey clock go. 169/120 Stamp No.

tho by vinue of these resis meets welder performance requirements.
Ml7"b3Tes Conducted by THE M.W. KELLpCG CO. La bonc ory-Te s i No.

F.J. Richardspet |

Te certify 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 M.W. KELLOGG COMPANY
w asur..sua.r>

Daie 7/9/70 ny F.J. R1 chards
(Deinil of record of tests are illustrative only and may be modified to confunn to the type and number of tests
requircJ I,y the Code.1;ccommended l'orm Q-1 is available for purchane at ASMElleadquarters.)
NOTI,: Any essential sariables in ad lition su those above shall be reco#Jed.

PrintcJ in U.S.A. (11/06) This l'orm is obtainable from the AMIE. 3 45 E. 47th St.. New York, N.Y.10017

. _ . _ - . _ _ _ - _ _ _ _ _ _ _ _ _ _ _ _ _ _ - - _ _ -
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'

THE M.W. Kell 0GG COMPANY Pags 4 of to
HEAT TREATED ''"'""""L"" """"*"8 Proc' Code 88/89PIPING FABRICATION

REC 0\l\lENDED FORTI Q 1 MANUFACTliRER'S RECORD OF WELDING PROCEDURE ,

QUALIFICATION TESTS

Specification No.PI- 08 -F4-SMAW-2G Dace 7/9/70 9-7-77 d

Welding Process GTAW and SMAW Manual a, Mach;ne _ Manua l '
Material Specification,i A-106-8 A-106-8 of p.No. I to P.No. lto

Thickness (if pipe, diameter and mall chickness) 24" 0.D. x 1.812" M/W
_

.

Thickness Range this test qualifies 3/16" Thru 3.624"
Filler Metal Group No. F. 4 and F-6
Weld Metal Analysis Ne. A- 1

___. FLUX OR ATMOSPHERE
Flee Trade Name or Composition ---

Describe Filter Metal if not included in Table Q11.2 Inert Gas Composition Argon
Flow Rate 20 CFHor QN !! .2 _ Trade Name --*----

For oxyacetylene welding-State if Fillev Metal is sil- is Backing Scrip used? No
leon or aluminum killed. Prehen: Temperature Range._.50"r. rnin.

WELDING PROCEDURE Interpas s Temperature Range ' 5 0 F. rn i n .
Single or Multiple Pass Mult1010 Posthen: Treatment i100-1200"F. W/4Hr. Hold
Single or Multiple Arc 5 Ingle p . g

P.o..siti.on o.f G.roove..Ho r I zon t a l 2G.. .... . . ............ .n.:-r .... & .F.igs. @ 2 Q3 or Q 2 & QN.3)(See pa,s

y..m.... ......

, . pR INFORMATION ONLY.
N,, M , / # ~

Filler Wire-Diameter 7 WEL TECHNIQUES
Trade Name #d'A#~ U' DbM [At" #70/8 joint Dimensions Accord with $T4VD4RD B6vd4 G7[)
Type of Backing Argon ..pf 70-f so,ol DS-3 ;,ch,,p,, ;,a g --M

Forehand or Backhand Curren Ad ^ Potatic d'I M 4d~~-
. e

REDUCED SECTION TENSILE Tl!ST (Figs. )
~ MU")

3tpe I 't " a' ' pia Character of FailureDimen sions ,
.

##""#"
tidth Thic kne s s_ h_ end; {'

< psi and Location

H88-1 .744 L 59 00 74.800 Broke in Weld. .

HS$8O .741 .566 42.800 75.600 Broke in Weldp }\
~

g GUIDED BEND TESTS (Fiss. Q 7.1. Q7.2. QN 7.1. QN 7.2. QN 7.3),

Type and Res ult Type and Res ultFsgure No. Fegure No.

H-58-l H-5B-3
Q-7.1 180 Passed Q-7.1 180 Passed
H-58-2 H-50-4o o
Q-7.1 180 Passed Q-7.1 180 Passed

Results of FilletwelJ Tests. Fig. Q-9(c )
*

'

G. Thomas /F. Lyautey Clock No.169/120 Sismp No. EK-ARWelder's Name
tho by virtue of these tests meets welder performance requirements. .

Tess Conducied by M.W. Kel1000 Co. Laboratory-Tes t No. ML7-63
F.J. Richardsp,

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

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

Signed THE H.W. KELL _Qm..or...fr C CO MP ANY.,.,3

7/9/70 Dy_ F.J. RtCilARDSDate.
(Detail of retord of teses are illustrative only and n ey be modified to conform so the type and number of tests
requieed by the Code. Recommended Form Qi is assilabis for purchase at ASMElicadquarters.)
NOTE: Any essential sociables in aildition to those atme shall be recordeil.

Printed in U.S. A. (11/66) This Form is obtainable from the ASME. 3M E. 47th St.. New York, N.Yc 10017
!

|

'

-

_ _ - _ _ - . . _ _ _ _ _ . _ _ _ _ _ - - _ - _ _
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* * " ' " " " * " ' ' " " " " " Proc. Code 88/89 J
AS WELDED PIPING FABRICATION

,

,

REC 0\lilENDED FOR\1 Q.1 MANilFACTUffER'S RECORD OF WELDING PROCEDURE -

QUALIFICATION TESTS
.

.A 4 '

7/9/70 , 4 -7- 77
Sp cification No. _ PT-og F4-SMAW-5_G pas,

GTAW and SMAW Manual o, Mach;ne Manual ' . .
'welding Process

Material Specification A-106-0 io _ A- 106-B of p.no. __, I so p.so. I ||
'

24" 0.0. x 1.812" M/WThickness (if pipe, diameter and wall chickness) -
Thickness R'ange this test qualifies 3/16" thru 74*v' "' -

Fillet Meial Group No. F. 4 and F-6 FLUX OR ATMO5PilERE

Weld Metal Analysis No. A- I Flus Tsade Name or Composition ---

Describe Filler Metal if not ir.cluded in Table Qll.2
Iner: Gas Composition Arcon

g |;
Flow Race 20 CFH |

Trade Name ---
I '

oc QN l!.2
For oxyacetylene welding-Stese if Filler Metalis sil- Is Dacking Scrip used? No

icon of aluminum killed. Preheat Temperature Range 50"F. min. i
'

U(iO F. min.
TELDING PROCEDURE Interpass Temperature Range

MultIole Posthese Trencmens NoneSingle or Multiple Pass
Single or Multiple Are Single i

!
Un (See Pars. & Figs. Q 2 & Q 3. or QN.2 & QN 3)

Position of G.roove .Vertleal SG(r s t. her 64.ne a. ..rta.a. ., everh..d; it ..ri4. ei.e. -ne ther up-.e4 er d.-a-.rd s-

i

{FOR INFORMATION ONLY
Il,, M, [ k[,

# WELDING TECllNIQUESFiller fire-Diameter
Trade Name / #d'~~ W[' lb/ M #744 '" Joint Dimensions Accord with STuono Man @7j')*

Typt of Dacking A rgo n' o,npf yo-qc,ol,,,g.yv inches per min. --- - s
574 N47' M4tu)#M^ Polarity

Forehand or liackhand Current-** ,

.5 es)REDUCED SECTION TENSILE TEST (Figs Q 6 and Q 6'

Ch r%f Failure
~

oIsI f, l&ithi ; Unit*" "
Specimen No. Area an LocasiooStregs, gs(Width Thickne s s w, gg,

7 ** b' 4 7 .2 Broke In Weld [!C89-1 .757

5 45.000 79.600 groke in Weld
C89-2 if'*k757

- |.

v uf gg4
ED BEND TESTS (Figs. Q 7.1. Q 7.2. QN 7.1. QN 7.2. QN.7.3)

,

Type and Res ult
,Type and Res ult Fegure No.
fFigure No.
!C-SB-1 C-SB-3 o

f 0-7.1 180 passed. Q-7.1 180 Passedo .

'>

C-SB-2 C-SB-4
- 0.-7.1 180 Passed 0-7.1 180 Passed

|Results of Filleiweld Tests. Fig. Q-9(e)
R. Webb/L. Greenway Clock No.53/105 Stamp No. BL/BA

relder's Name
The by virtue of these tests meets welder performance requirements. Ml7-6I4THE M.W. KELLOCG CO. Laboratory-Te s No.Tesi conducted by.

F . .I. Richards
p,,

( re cescify than the sistements in this record are correct and that the sess welds were prepared, welded and ,

f >sessed in accordance eith the requirements of Section IX of the ASME Code.
N

|
)

'

Signed THE H.W. KELLOCC COMPANY
.(M .ul .c t ur e r )

I

F.J. Richards7/9/70 DyDaic
(Desnil of record of tests are illustess: e only and may be modified to conform to ibe type and number of tests
required by the CnJe. Recommended corm Q 1 is available for purchase at ASMI:llesdquariers.)
NOTE: Any essential variables in addition to those el.ove shall be recorded.

rhis Form is obi.inal,te from the ASME 34 5 E. 47th St. New Yo:L, N.Y.10017
Printed in U.S. A. (11/60)

f
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HE'T TREATED ' ' " ' , " , " , ' DRI(j i [" Proc. Coda 88/89'' ''

A

ItECOMMENDED F0llM Q 1 MANUFACTUltEll'S REC 0llD OF WELDING PROCEDURE
QUALIFICATION TESTS !

*

'||!
f Specification No.PI- 08 F4-SMAW-5G . on,, 7/9/70 . 9- 7- 77 4*

GTAW and SMAW Manual or Machine Manual 'Welding Process
A-106-B ,, A-106-B . gp.g., l ,, p.g., _ 1blecerial Specification

Thickness (if pipe. Ji.emeter and wall thiskness) 24" 0.D. x I.012" M/W -

'Ihickness Itange this sent qualifies 3/16" thru 3.624" ,

fFiller Metal Group No. F 4 and F-6 FLUX OR ATMOSPilERE
Weld Metal Analysis No. A- I Flux Trade N=me or Composition I

"**

De scribe Filler Mesal, if not included in Table Qll.2 Iner Gas Composition Argon j
I

or QN il.2 Trade Name Flow Rat, 20 CFH"""

For osyneciytenc welding-State if Filler Metalis sil- Is Backing Scrip used? No

icon or aluminum killed. Prehen: Temperature Range 50oF. Mi n.
.j

WELDING PROCEDURE Inserpass Ten'perature Ran 5 0"F. rni n.
Single or Multiple Pass Multiple Postheat Treatment 1100 F-1200 F. w/3i,Hr.. Hold |

Single or Multiple Are SIA9 C !I-

Position of Groove VertIcol SG Up (See Pers. & Figs. 42 & Q-3. or QN 2 & QN 3)
(Flat. hertsental, ve>ucal, or everheed; si vertical. asete erhether upward or down= erd)

/

Filler Wire-Diameter '. b. / I.J INFORMATION ONLY
e er FO

WELDING TECilNIQUES
/ /MN" A ONArDRC e''/d/ Joigt Dimensions Accord with 57&M44 &~A2. G/> *[ fTrede Name

jType of Backing Argon ,,,,,7o f pc.,,gJ,3 9 V inches per min.' ---

Forehand or Backhand Current M '' Polarity 47'N/s #7 (6 7d *)#~~~

REDUCED SECTION TENSILE TEST (Fiss. Q6 and QN-6) ^ RNN O*h)
' _ a 1 \

of F)%}eYa'l' N'h'{<ps: g catio (lure
Ultimar Unit"#" "

Specimen No. Are e
Width Thickne s s Lond.Ib., g

p, y ? [ he v Y G % * ~
[10}5%0 Broke in WeldH89-1 .740 .747 ,%5yg $ i39,000 7

H89-2 _ g.N 1 5 600 7 .500 Broke in wel

G END T TS Figs. Q-7.1. Q 7.2, QN 7.1. QN-7.2. QN 7.3)

* Type and Res ult
'Type and Resul

Figure No. Fagure No.

H-SB-l H-58-3o o
Q-7.1 180 Passed Q-7.? 180 Passed )
H-58-2 H-58-4o o
Q-7.1 180 Passed Q-7.1 180 Passed

Results of Filletweld Tests. Fig. 49(e)

Welder's Name R. Webb/l_. Creenwav Clock No. GU10G Stamp No. Al/RA

| Who by virtue of these tests meets welder performance requirements.

| Tes Conducied by lHE M_W_ KFil.0CC C0 Laboratory-Tes No. Ml 7 SI4 )
per F.J. Richards

We certify that the statements in this record are correct and that the test welds were ersted. *elded and
ecs sd in accordance with the requirements of Section IX of the ASME Code.

THE M.W. Kell.0GG COMPANYSigned
(Ma nule s s ure r)

Daic 7/9/70 py F.J. Richards j

(lierail of record of tests are illustrative only and runy be modified to conform to the Spc and number of tests
!required t,v the CcJc. Rec ommended l'orin Q1 is available for purchase at A'alf.llcadquarters.)

j

NOl i : Any r urniial vitriables in ad.lition to ihose aime shall be arcos led.

l'ainard in l'.S. A. (ll,'g) This l'orm is obtainalle from the AMIL'. 3M l., ihh St., New York. N.Y.10017

I
!
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As WF.LDED a eennn er rmwas inceston m o Proc. Code 88/89 1

PIPlHC FABRICATION
,

DEC0\lilCNDED FOR\1 Q 1 MANUFACTURER'S ItECORD OF fiEl. DING PROCEDURE
QllAI.!FICATION TESTS

Specification No. fgpf _SBAV hG 6/15/73'

t De,,

telding Process Manual or Machine Manual
Maiesial Specification .A-106-R to A-106-R of P No. I to P No. 1

Thickness (if pipe di.ameter and well shi6kness) 2-3/8" 0.D. x e218 W }
Thickness Range this ses qualifies 1/16" Thk, to max / 3" Size and Belp i

e

|Filler Metal Group No. F- 6 FLUX OR ATMOWIIEnE
Teld Metal Analysis No. A- I Flus Trade Narne or Composition ---

.

,

Describe Filler Metal if not included in Table Q-il.2 Iner: Gas Composition Arcon ;

Flow Race 20 to 40 CFHor QN.ll.2 Trade Name """

For osyncetylene welding-Staic if Filler Metal is sil. Is Backing Scrip used? No ;

icon or aluminum killed. Preheat Temperature Range 500F, Min. ,',
"

WELDING PROCEDURE Interpas s Temperature Range '.' .

Single or Multiple Pass HultIple Posthen Treatment None
Single or Multiple Are Single

Position of Groove (See Pars. & Figs. Q-2 & Q), or QN 2 & QN 3)
(Flat, hertsentel, verhcal, or overhead; si vertical, state whether geword or downwerd) g.

FOR INFORMATION ONLY i

Fiiler Tite-Diame.e,3/32 and I/8
~

TELDING TECIIN! QUES
37? . !Trade Name LI 2 Joint Dimensions Accord with

I
None / .mps95-{10, volu 17-20 ;nches per it | PMType of Da ng

Forehand Curren: 0.C. pol gg htX
.

REDUCED SECTION TENSILE TI!ST (Figs. Q6 N 6) hI'

UI Q ' .i t aracter of Failure'" '"
Specimen No. Aten

3 Lfed,13, S a and Locanong g ugsWidth Thickne s s jg

h217)k
\?WW . v-

76700 Ve1dI .190 J#, - IO2835 :
Q i. '

_
'

? .,V ];[Rd d,.b7461940 76000 Weld
f

2 ..

.IS7? ;'
g '

Minim Rh 01 rem'eng % % 60000
GUIDb DEND TESTS (Figs. QLt. QL2, QN 7.1, QN 7.2. QN 7.3)

.

Res ult
Type and Resulepe d

Figure No. Figure No.

Root-1 Satisfactory Face-1 Satisfactory

Root-2 Satisfactory Face-2 Sottsfactorv

Results of Fille weld Tests. Fig. Q-9(c)

Telder's Name K. iten Clock No. 1031 Sismp No. K*

! tho by virtue of these tests meets welder pe formance requirements. .

Test Conducted by Maanaflux Testina Labs Laboratory-Test No. '57211"b-1
pe,R. Hemmerlin - ''

Te certify that the statements in this record are correct and that the inst welds were prepared, welJed and
|

sessed in accoidance with the requirements of Section 1% of the ASME Code. '

Signed THE M_W. KELLOCC COMPANY
(Mo nur e c t ure r)

6/15/73 Dy H.A. LaForteDaie
(Dciail of record of tests are illustrative only and may be inodified to conform to the type and n6mber of tests 4

sequired by the (.oJc. Recommended Form QI is available for purchase at ASME llcadquarters.) j
NOl l'. : Any enensial sanables in aihlition to those above shall k recorded, j

1

Printed in U.S. A. (11/66) This I orm is ol <*inal.f c from the ASME. M S E. 47th St., New Yosk, N.Y.10017

1
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' NOC* Cok M/@
AS WELOED_

' '"',"g" i [gy'e R I C T I
i.

1 f'

RECO.\1\ TENDED FOR\10:1 %!ANUPACTURER'S RECORD OF WELDING PROCEDURE
{

: |
QUALIFICATION TESTS e i'

i =!'

6/15/73
P I-09-F4-S HAW-5 G Daie _

|spec; fica, ion No. _GTAW Manual or Machine Manual

Material Specification A-106-B so A-106-8 of p.No. I to P.No. 1 |Telding Process

Thickness (if pipe, diameter and wall chickness) 6-5/8 0.0. x_.280 Wall - {
O

Thickness Range this iese qualifies .__1/l6" to .560 W / 3" Pipe and over ,I
Filler Metal Group No F* b FLUX OR ATMOSPHERE

hff
Teld Metal Analysis No. A- I Flus Trade Name or Composition ---

Describe Filler Metal if not included in Table Qll.2
Inert Gas Composition Arcon j

~

Flow Rate 20 to 40 CFHTrade Name ==-

of QN.il.2
For oxyacetylene welding-State if Filler Metalis sila is Dacking Strip used? No

Prehen: Temperature Range 8s o"F. Min. .

Icon or slurninum killed.
TELDINC PROCEDURE Interpass Temperature Range 'I

" "

Single or Multiple Pass Multlole Posthest Treatmen None

5inoleSingle ce Multiple Arc
(See Pars. & Figs. Q 2 & Q3, or QNa2 & QN 3)60Position of Groove

(Flat, he,resental vertacal, or overhead; si v.etisel. state whether upesed oc downward)
>

[ .
FOR INFORMATION ONLY

3/32 and 1/8 WELDING TECilNiQUES j
374o ,Filler Wire-Diarneier 8

Linde 65 E705-2 yo;nt Dimensions Accord widi

Type of Dacking None ' amps 95-194 oles]]-10 inches per min. 4 IPM I, 1Trade Name

Fonehand or Backhand None
curren, D.C. pola,;,y Stra!qht ,

i
REDUCED SECTION TENSILE TEST (Figs. Q6 and QN 6)

,

i.

I
U Charae e ilu

UI'I*"', p s".i t @ ,n ;
""#"* "*

Area al Suess i,Specimen No.
,

Width Thickne a s Load , Ib. w,

O D3 h' {
l .188 Rd. 02776_ ,J250 'T lhIpoh A P ,,

2 188 e fWI [ h6
'

0 7 PM

60000
Minimum Re ! rem %i Q h {} }\ % 4 * '

#

UlDE D STSTF iss. Q.7.1, Q 7.2, QN 7.1, QN 7.2. QN 7.3)

T e eV *
~ Type and Re sult

Res ult Figure No.Fi re No.

Root - 1 Satisfac_ory Face-1 Satisf actory
t

Root'-2 Satisfactory Face-2 Satisfactory

Results of Filletweld Tesis, Fig. @9(e) 4
K. Iten cioeg go, 3,,,p go,

Wclder's Name
no by virtue of these tesis meets welder performance requirements. 57233-6-4Magnaflux Testing Labs 1.a boratory.-Te s t No.
Test Conducted by

R. HemmerIin.

p,,

te certify that the statements in this record are correct and that the test welds were prepared, melded and
sesicd in accordance with she requirements of Section IX of the ASME Code.

THE M.W. KELLOGG COMPANYSigned w.u .,>

H.A. LaForte6/15/73 oy .

p,,,

(Dciail of record of tesis are illustrative only and may be modified to conform so the <>pe and number of tesis
scrivired by the Code. Recommended form Q-l is available for rutchase si AcMI:llcadquarters.)i

Any essential urubles in addition to those above shall bc recordad.NO'l L:
lhis roem is obuinable frs.im the ASME 345 E. 47th St., New Yoek N.Y.10017

Prinied in U.S. A. (11/oti) 1
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.

..nn n...r m nis iscesroeurs Proc. Code 88/89
ri r lit e F A B R i c AT i onHEAT TREATED :.

b
IlEC0i! MENDED FORil Q 1 MANUFACTURER'S RECORD OF WELDING PROCEDURE d

QUALIFICATION TESTS.

l'.

Specification No. .fl .Q.8-F4-$3AW-2G s. SG Date 6/15/73
GTAW Manual or Machine sanual ;Edding Process

Naserial Specification A-106-8 o A-106-8 of p No. I no p.No. _1-

Thickness (if pipe, diameter and mall thickness) 6-5/8 0.0. x .280 W
-

,

Thickness Range chia acs: qualif;es 1/16" to .560 W / 3" Ploe and over i

b FLUX OR ATMOSPHERE
"

Filler Metal Group No F-
(j'

Weld Metal Analysis No. A- I ' Flus Trade Name or Composition ---

1

Dcacaibe Filler Metal. H not included in Table Qll.2 Iner Gas Composition Arcon ;

Flow Race 20 to 40 CFH
| .or QN il.2 Trade Name ---

'

For osyncetylenc welding-Scate if Filler Metalis sil- is Dacking Scrip used? No .

icon or aluminum killed. Prehen: Ternperature Range .50"F, Min. I, )
" " I |WELDING PROCEDURE Interrass Temperature Range

Single or Multiple Pass MuitIole 'Posign Tseatment 1100-1250" *
'

Sinste or Multiple Arc Single .*600 F. max per hr. to 1175 F, hold I hr. at .

'
60 (S 1175 -Furnace

Position of G.roove,s .i. ., ...r . ; it ..n...i. . .i. n.in.ee Pers & .F.igs. Q2 & Q), or QN 2 & QN g)6 R- -.''' u d d m 1 M Ocr sai. m., u .. i. ..
r.., .,

FOR INFORMATION ONLY ,

Filler Wire-Dismeier 3/32 and 1/8 WELDING TECHNIQUES
Linde 65 E705-2 .yo;n Dimensions Accord wich 374

Trade Name
Type of Backing None .a.nps 95-190,oiss17-20 inches per min. 14 iPMo j

Forehand or Backhand Curren, O.C. polarity 5 t raleht Y
REDUCED SECTION TENS!LE TEST (Figs. Q6 and QN 6) 1,

,

Na'l ya ptQ by 3 C telofiailure" * " "
specimen No. Area

Width Thickness L,,d , g. Er$ssq g g Loc a tione p
.

pD. E. . b $N '
1 .t88 Rdo. f402776' 1:21d[ it # 77800 ps

%189k 20 2175 77500 PM2 .r

%?} \%'-

ED BEND TESTS (Figs. Q 7.1, Q7.2, QN 7.1, QN 7.2. QN 7.3)o

* Type and ResultTypeend p ,, ,g ,
Figure No. Fagure No.

[,

Root-1 Satisfactory Face-1 Sat is f actorv

Root-2 Sa t i s factory Face-2 sat is fsetorv

Results of Fillerweld Tests. Fig. Q 9(c)

Telder's Name K. Iten Clock No. Scamp 'No. K

tho by vitaue of these tests meets welder performance requircinents.
Magnaflux Testino Labs Laboratory-Te s No. 8i7211-6-4Test Conducied by

p,,R. Hemmerlin
We certify then ihe statements in this record are correct and that the test welds were prepared, welded and

tested in accordance mith the requirements of Section IX of the ASME Code. ,

'
,

Signed THE M.W. KELLOGG COMPANY
m.nor.n o,. , >

6/15/73p,,, Dr H.A. LaForte
t

i

(Detail of record of seses are illustrative: only and may he modified to conform to the eyre and number of tests
required by the Cnde. Recommended I urm QI is availet.le for rutchase at AS\tE lleadquarters.)
NOTI.: Any ensential s.iriables in aJJition in those al.ove shall be recordcJ.

Prinnd in U.S. A. (11/66) This Form is obeeinebts from the AS 10. 30 E. 47th St., New York. N.Y.10017
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