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Company Name: Precision Projects & Maintenance Ltd
Procedure Qualification Record No:  PPM -PQR-01 Date: 07/06/2022
WPS No: PPM- ASME-01
Welding Process: GTAW/MMAW
Welding Types: Manual
JOINTS:

30° (+5°-0°)

\d

Fill/Cap (runs 3/4)
Hotpass (run 2)
Root (run 1)

24mm Run Sequence
Groove Design of Test Coupon.
BASE METALS: POSTWELD HEAT TREATMENT:
Material Specification: ASTM A106 Temperature: N/A
Type / Grade: GrB Time: N/A
P.No: 1 to P.No: 1
Thickness of test coupon:  6.02mm
Diameter of test Coupon: ~ Pipe 112mm OD
Other: -
GAS:
Percent Composition:
Gas(es): Mixture: Flow Rate:
Shielding Argon/H 98/2% 12lpm
(GTAW)
FILLER METALS: Shielding -
(GMAW)
Backing:
Filler Metal: ER70S-6/ E7018-1 ELECTRICAL CHARACTERISTICS:
SFA Classification: 5.18 & 5.1
F. No. 6 Current: DC
Weld Metal Analysis A.No: 1 Polarity: El —ve (GTAW) /El +ve
Size of Filler Metal: 2.4mm & 3.2mm Amps: 112 & 105 Volts: 14 & 21.5
Other: - Tungsten Electrode Size: 2.4 mm
Other:
Deposited Weld Metal: 6.02mm
POSITION: TECHNIQUE:
Position of Groove: 6G Travel Speed: 60 & 50 mm/min
Weld Progression: Vertical up String or Weave Bead: String
Other: - Oscillation: None
Multi or Single Pass per side:  Single side — multi run
PREHEAT: Other: -

Preheat Temperature:
Interpass Temperature:
Other:

10°C
N/R
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Procedure Qualification Record (PQR) Page 2 of 2
PQR No: PPM-01
Tensile Test: See KMR report 2022-1887
Specimen No: Width: Thickness: Area: Ultimate Ultimate Type of
(mm) (mm) (mm?2) Total Load Tensile Failure and
(lbs) Strength (MPa) Location:
1 18.92 4.69 47.39 - 534 Parent metal
2 18.87 4.43 43.51 - 520 Parent metal

Guided-Bend Tests: See KMR report 2022-1887

Type and Figure Result:
Face 1 sample No cracks or flaws in the weld or heat affected zone
Face 2 sample No cracks or flaws in the weld or heat affected zone
Root 1 sample No cracks or flaws in the weld or heat affected zone
Root 2 sample No cracks or flaws in the weld or heat affected zone

Toughness Tests: N/A

Specimen Notch Notch Test Impact Lateral Exp: Drop Weight:

No: Location: Type: Temp: Values: % Shear: Mils: Break: No Break:

Fillet-Weld Test: N/A

Result - Satisfactory: Yes: No: Penetration into Parent Metal: Yes: No:
Macro - Results:
Other Tests:
Type of Test: Radiography — See report H8590A
Deposit Analysis: -
Other: -
Welders Name: Anthony Powell Clock No: N/A Stamp No: AP
Tests Conducted By: Southern QA Ltd/KMR Ltd Laboratory Test No:  H8590/KMR2022

-1887

We 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,

Manufacturer: PPM

Date: 29/06/2022 By:




chanical Laboratory Ltd

Reference: KMR2022-1887
e T — Date of issue: 27 June 2022
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Product and Materials Testing

TEST REPORT

CUSTOMER:

CUSTOMER REFERENCE:

DATE OF TEST:

TEST SPECIFICATION:

ITEMS TESTED:

RESULTS:

TESTED BY:
W P Morris

Southern QA Ltd
PO Box 15120
Christchurch 8643

H8590
27 June 2022

ASME IX 2021 Welding, Brazing and Fusion Qualifications
Tension test Clause QW-150
Guided bend test Clause QW-162

One (1) Butt-welded pipe sample
ID: PQR 01

Section size: ©@114.3x6.02
Material type: ASTM A106

Heat No.: 2002772
Process: GTAW/MMAW

Refer to the body of this report
It is estimated that the uncertainty associated with the reported measurements is

2%. This report shall not be reproduced except in full, without written approval of
this laboratory.

SIGNATORY:
A L Carson

E
v»"'ca Dlr‘o All tests reported herein have been performed in accordance with the laboratory’s scope of accreditation.
This report may not be reproduced except in full. Laboratory Registration Number: 1292
A% Kiwi Mechanical Laboratory Ltd 3/33 Nga Mahi Rd Christchurch 8042 New Zealand, PO Box 11368 Christchurch 8443
::“ < Phone 03 972 5549 Aaron 021 211 7584 Wayne 021 929 636
A .\O
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Reference: KMR2022-1887
Date of issue: 27 June 2022
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RESULTS:
Tension test
Table 1
3 Ultimate
; Sample Ultimate .
Sample ID samplevidth thickness tensile load iehsile Fract_ure
(mm) (mm) (kN) strength location
(MPa)
1 18.92 4.69 47.39 534 Parent metal
2 18.87 4.43 43.51 520 Parent metal
Guided bend test - Transverse
Table 2
Sample Sample Former
Sample ID width thickness diameter Comments
(mm) (mm) (mm)
No cracks or flaws in the weld or heat
Face 1 19.1 56 213 P D
21.3 No cracks or flaws in the weld or heat
Face 2 19.0 5.7 effected zone.
21.3 No cracks or flaws in the weld or heat
Root 1 19.2 5.5 cFaoted Zeng,
213 No cracks or flaws in the weld or heat
Root 2 19.0 5.6 affaclad zohe:

Kiwi Mechanical Laboratory Ltd
Product and Materials Testing
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Kiwi Mechanical Laboratory Ltd
STATEMENT OF TEST REPORT POLICY

o This report and all incidental work is provided by Kiwi Mechanical Laboratory Ltd solely for the use
of the client employing Kiwi Mechanical Laboratory Ltd and Kiwi Mechanical Laboratory Ltd does
not accept any responsibility to any third party for any reason whatsoever including breach of
contract, negligence, negligent mis-statement or wilful act or omission of Kiwi mechanical
Laboratory Ltd or any other person arising out of the provision of the report and any person other
than the client who uses or relies upon the report does so at his or her own risk.

e The purpose of this report is limited to the compilation of test results only and for no other purpose.

e This report relates only to results obtained from tests performed on the sample of product
submitted by the client and Kiwi Mechanical Laboratory Ltd accepts responsibility to the client for
the performance capabilities of the items actually tested and not for the performance of any other
items whether of the same batch, class or general description or not.

o Kiwi Mechanical Laboratory Ltd contracts out of the provisions of the Consumer Guarantees Act
where a report is supplied to a client for commercial purposes.

e Kiwi Mechanical Laboratory Ltd reserves all copyright and intellectual property rights in respect of
the report and the report cannot either in whole or in part be included in any circular, written
statement or published document whatsoever without Kiwi Mechanical Laboratory Ltd.’s prior
approval in writing.

e This report may not be used cr referred to in any advertising or product marketing unless Kiwi
Mechanical Laboratory Ltd has first approved the form of such advertising or marketing in writing.

e Any opinions noted in this report do not constitute part of the report and are not part of the service
paid for and are given for information purposes only. Kiwi Mechanical Laboratory Ltd does not
accept liability to any party what so ever, including the client, for any statement in any opinion.

Kiwi Mechanical Laboratory Ltd
Product and Materials Testing
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Precision Projects & Maintenance Ltd

| WPS No.: PPM-ASME(1

Page 1 of 2 |

Company Name: PPM Ltd
WPSNo.. PPM-ASME-01

*. GTAW acts

_r -
MMAW. \ [ o
_/

as backing for

Rev. No.: 0

Welding Processes ~ GTAW/MMAW
Joints:

Design: Single V
Backing: None

Backing Material: N/A*

Base Metals

P-No.: 1 Gr. No.:
Specification type & grade

to Specification type & grade
Chemical analysis & mech. prop.

to Chemical analysis & mech. prop.

Thickness Range: ~ Base Metal
Pipe dia. range:

Filler Metals:

Spec. No. (SFA):

AWS No. (class)

F-No.:
A-No.:
Size O:
Weld Metal Thickness Range
Groove
Fillet

Flux (class)

Flux trade name

Cons. insert

Other Gas:

Date: 29/06/2022
Date: -

By: DD Aldridge
Supporting PORs  PPM -01

Type: Manual

30°+5° )

1.4 -3.4mm

1 ToP-No.: 1 Gr. No.: 1
ASTM A106 GrB

ASTM A106 GrB

As per 3.1 mill certificates

As per 3.1 mill certificates

Groove: 1.5 mm to 12 mm Fillet: All
Groove: All Fillet: All
Root & Hotpass Fill & Cap
5.18 5.1
ER70S-6 E7018-1 H8
6 6

1 1

2.4 mm 3.2 mm
Up to 9 mm 3mm

All All

N/A N/A

N/A N/A

N/A N/A
Argon98%/ N/A

Hydrogen




? FPRPM

Precision Projects & Maintenance Ltd

| WPS No.: PPM-ASME -01 Page 2 of 2
Positions Post Weld Heat Treatment
Position of Groove All Temp. Range None
Progression Vertical up Time Range N/A
Position of Fillet All except vert. down
Gas
Preheat Gas Mix Flow
(Ipm)
Preheat Temp. (min.) 10°C Shielding Argon/H 98/2% 12
Interpass Temp. (max.) N/A Trailing None
Method Backing
Technique
String or Weave: String
Orifice or Gas cup size: 10 mm
Initial and Interpass cleaning: Brush and grind as required.
Method of Backgouge: N/A
Oscillation: N/A
Contact tube to work distance: N/A
Multi / Single Pass (each side): Single side — multi pass
Travel Speed: Manual (GTAW) 54-68 mm/min (MMAW) 40-55mm/min
Peening: Not required.
Other: N/A
Electrical Characteristics
Tungsten Electrode: Ceriated
Mode of metal transfer for GMAW: N/A
Electrode wire feed speed range: N/A
Filler Material Current Travel
Weld Amp. (A) | Volt(V) | Speed Heat input
(Kj/mm)
Layers Process Class Dia. | Polaritv | Range Range Range
1 (Root) GTAW | ER70S-6 24 | DC-ve |110-120 | 13-15 54 - 65 1.32-2.0
2 (H/pass) | GTAW | ER70S-6 24 | DC-ve |110-120 | 13-15 55-68 1.26-1.9
3&4 MMAW | ER7018-1 3.2 | DC+ve | 100-110 |20-23 40 - 55 2.2-3.8
(Fill/cap)
mm/min

All dimensions in millimetres, unless otherwise stated.




¥ PEM

Welding Operator Qualification Tests (WPQ)

Welders Name: Anthony Powell Welders Number: AP

Welding Process used: GTAW / MMAW Type: Manual

Weld Procedure Specification (WPS):  PPM-ASME-01
Base material welded: ASTM A106 GrB Thickness: 6.02 mm

Thickness range qualified: Up to 12.04 mm

Actual values:  Range qualified:

Backing;: GTAW None May add
MMAW GTAW as Must have
backing
ASME P.No............. to ASME P.No: 1to1l P1 - 15F,34,41-
49
( )Plate ( x )Pipe 112mm OD 73mm OD &
over
Filler metal specification (SFA): Classification. 5.18&5.1 5.18&5.1
Filler metal F-No: 6 6
Consumable insert for GTAW: None Not permitted
Weld thickness deposited for each process GTAW 4.5mm Up to 2t
MMAW 1.5mm Up to 2t
Welding position: 6G All
Progression: Vertical up Vertical up
Shielding gas: Argon/H All inert gases
GTAW welding current type / polarity: DC El -ve DC El -ve

Visual examination results: ~ Complies: D Aldridge
Radiographic test results: Refer report ref.: SQA H8590A
(For alternative qualification of groove welds by radiography)

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested
in accordance with the requirements of Section IX of the ASME Code: 2021

Inspector: D Aldridge Date:  29/06/2022 SQA Hamilton




» PPM

ASME IX Welder Qualification Record (Roll-over)

This form records the welding of (Name) .............occooiiiviiiiiiininn. (Mark™) .....oeeene. in accordance with
paragraph QW-322, and interpretations: 1X-92-22 & [X-92-23, for the purpose of maintaining the Welder
Operator Performance Qualification.

Date of WPS used Authorized NDT Report Independent
welding (or processes) Signatory Reference * Signatory *
Notes

* Optional - Not required to maintain qualification record in accordance with ASME IX.

1 This form may be used for maintenance of qualification, not initial qualification.

2 Roll-over dates may not be more than 6-months apart to maintain qualification.

3 WPS used must be same welding process(es) and type to maintain qualification.

4 Authorized Signatory shall be a representative of the employer.

5 Attach copy of NDT report referenced, if required.

6 Independent Signatory may be required by contract / end-user.




