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WELDER APPROVAL TEST CERTIFICATE

150 5506-1, Hanua! 141, B, FW, 23.1, 13, P8, &

= e

SAFed

TAiEFr ASTETIRENT

FEDERATION

E4

14 | Weading Process{es)

15 | Pune or Pips

16 | Typs of Joint | Weid

17 | Hatersl Group | Sub-Graup
18 | Welding Carsumabie{s)
19 | Shisding Gad ! Flux

20 | Aumilisries

21 | Matera Thickness

Weld Maberisl Thicknrss
23 | Ppe Owtsica Dosmester
23 | Welding Pestian

29 | Gouging [ Backing
Single layer [ Mult] [@yper

Manufaciurer's Welding Procedune Ingpacting Authacity: mijumﬁu
AE 003 Relerence Mo, LELE-0034
e A—
CR
Imntials
030311958 [ Cuckdield
Aech Engineerng Lo
BS BN IS0 9606-1 2004
Mot Tested
Watd Test Details RongecfApprovel |
Marnml TIG (141) wim Hanug! 141 wm, pm
Face [F) FT
Fliet Wedd () P Dby
P | 23, 32, 21
EM IS0 183703 & AL 5358 AlHg B &%) Flllers
IS0 14175 11, 99.95% Ar Compatible Gasesy
A AC
Amm = imm
WA -
BSA = 150mum
Horzontal-Verncs (PR) PA, FD
MfA =
Sings Layar (&) = Oy

Supplamarilary flet weld test (complabed in eanjurction with & butt weld quedfication): -

25  Addiional Information is availabie on attached sheet £ or walding proceduce Specification Mo:  AE 003

15
e o Tarch ngireering
ar Tvpe of Test Aeraptabie Nat Recuired vk e
idgamon, Mrmisgs v
13; Vigual Atreptable - e
e . _ £ ZURICH Tl 0021 520 5580
32 | penetrarn Not Aecuired Date of lssue: -——
33 |Macrg (%2} Acceptable E Qualfication Wakd Liril: -— -
34 | Fracture Acceplabie
1% | Band - Mot Begulned
A6 | Addfional Tests hot Reguined
:; PROLONGATION FOR APPROVAL BY EMFLOYER [ SUPERVISOR
Dare Sknaturs Pogtion or Tiie
I8 PROLONGATION FOR APPROVAL BY INSPECTING AUTHORITY ol s
b Cate Signatung Pasitian o Tite
*} Append seperate shest if spquined

Ubsrsatming des vangednuckien
Formbiatt-Textes auf der Rbckaeitn

Transation of printed test on the reverse
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WELDER APPROVAL TEST CERTIFICATE

TAFITY ATIFRSMENT
FEmi®d Ticey

E4

Desgaation; IS0 BEDE-1, Manuai 141, P, FW, FM1, 3 P8, =
2 Page 1af 1
4 Marafsciurers Weiding Procedure: Inspacting Autharty!  zpjwquIT/002684
3  Refefence Mo, Ak Do2 HAefererce Mo, LE16-0974
B Wwelder's Mame: [T ——
7 Identificaticn® R
8  Method of Identfication: Tnitlnia
9 Date and Place of Birth: 030371958 ! Cuckfigld
10 Employer; ) Altech Enginssmng Lo
11 Code ! Testing Standar: BE BN 150 9606-1:7013
12 Job Mrpsledgs: Mot Tested
3 e Weid Tesy Detais Range of Approval
14 |weking Process|es) i TIG [141) Hanuai 141, 143, 143, 145
Trarsfer mocs WA
15 | Mpba or Pipe mate (P} BET
1 | Type of Joing / Weig Pilet Weld [FW) Fil Dinky
17 | Matossl Greup / Sub-Group |1 1 Throisgh 11
Fiiar Hatesiad Groups(s) FH FM1, FM2
M | Welding Consumabie]s} EN 150 636-8 WIT| .
19 | Shieding Gas [/ Pl IS0 14175 11, 99.9%% Ar Compatible Gases
20 | Auilaries WA :
Trpe of Current and Polarity | ooy L
21 |Materla! Thickness T E Jmm
Wkl Hateria Thokreds MU =
22 | Mpe Cutsids Diameter Mg = %M
1} | Welding Postion Herizontal-Wertical (PR} A, PR
24 - | Gouging / Badong NI&
Sanghe layes [ Muitl layer Singie Layer {5l) # Only
Fuppiemantary et weld teit [completed In confunction with @ Bult weld gueification):
23 Acditional information i avallabie an siisched sheet / or weiding mmmm AE DO
Fa
Performesd gnd P
;; Tyoe of Tast Acosptable higt Required L1E Hinghey Haudd |
30 [ vsus Accaptable BLE 5°F
31 | Radiograpivy = Rot Requined ZURICH' Tiel: 3121 L300 G
32 | Magnetic Partice | Wt Requined L= Member
33 | e {¥2] Acoeptable 5 Dt of Lomise: -
M | Fracture Acceptanie ; Qualifcate Valid un: ——
35 | Bend ] Hot Required
36 | Acditonal Tams Hot Requined
@ revabdston 938) ) Revaldstion 9.30) L Revalidaton 9.3 o)
35 Confirmation of the vasdty Dy employerfweiding cooramator / examner
for the follawing & months [refer to 5.2]
37 Dts Signature Posgition or Titls

) Append Seperates cnpet o required

Translaban of printed test on the reverss Traduction des rublgues Imprindes au varso
shie

:hmil‘l vargedruckien
Formbdaar-Texles auf der Ricksete
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i WELDER APPROVAL TEST CERTIFICATE
I Desigrarian: 150 BEOG-L, PiHech 135, P, PW, FM1, 5, b6, PO, o
3
Fage L of 1
; Retersnce | i | JT a
? mﬂ_'l&' w Reference N 1S516-0%34
T Iderthcation: ch
B Hethed of ldentficaton: Erdbiaite
L Date grad Place of Btk TR OIS F Cuckieg
10 Employer AZech Enginesnng Lid
11 Code ! Testing Standard, BS EN IS0 SEDE-1:2013
12 Jab Knewedgn: Not Tetted
= _ Weald Test Detnlis Range of Approval
14 [Weking Processies) Partly Mechansed MAG (135) Partly Mechanised 135, 138
-~ Trenafer mode Dy Bilp, Sobiular, Spray
iE | Mate or Mpw Fane (F) ¥
=: Trpa of Joint [ Weld Filiet Weld {FW} Fl Dinly
17 | Materlal Group / Sub-Growp |5 5 1 Through 11
Filer Matedal Graupala) FMI FH1, FM2
18 | Walding Cortumablafs) EH 156 1434142 G351 -
19 | Snieding Gag J Fux IS0 14175 M3d, Ars L $90003+ 1907 Compabible Gaves
0 | Ausianes Eolid Wire [E) Lo
Type of Curent &nd Polanly | pesws >
i1 [Haens ThiCkhess B = Imm
Wed Material Thickness (T ;
32 | Ploe Oultw'de Dismeter A * TSmm
23 | Weiding Postion Herizonta-vertical (Pa) PA, FB
14 | Souging f Backirg A £
Eingle laper § Muln Laypere Single Layer (3] 3 Only

Supplementary Miet weld v {oomaisted N CoRJUNCTian with & bAT weid quaification); -
% Aantional infprmatian s available on attached cheet / or welding procedurs Specificatian Ba=  &F 001

15
n Type of Test e Wer upquired g i
30 [Vien Woepaie : e
i e, . EEEE  |lmmar SR e
: [ e | [
15 |gend MOt Raguires
36 |Additonal Tests = mot Requeren
B Revaidation 9 1 a) | Revaiidation 9 3 b) [} Rewaliciation 8.3 ¢}
1y mﬂm#:?umn mmmm:mw
kT Date Sigrature Position or Title

=} Append Scperale steet o required

Ubersetung dos vorgadnciien Translation of printed test on the reverse Traduction deg rublgues Trprindes au verso
Formbiast-Textes auf der Rickseiln woe
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WELDER APPROVAL TEST CERTIFICATE

150 5606-1, FfMecn L35, P, FW, ML, 5, t6. P8, 5
: Page Lof 1
Manufacturer's Welding Procedure: Inmpecting Auharlty:  ZEpwWG TT/OGREES
E  Rafererce Mo AP S04 Reference Moo IS TE=0%34
B  Welder's Name: W —
7 identification: M
B Method of [denpiication: Tnitsais
illn Date sad Place of Birth; D 13/157F § Ceaviand
Emglayer: Altech Enginesnng Lig
11 Cede | Testing Standard: BS EN IS0 S604-1:2013
12 Job Knowedge: Wat Tested
13 ‘Weld Test Detatls Aange of Approval
i4 | Wedng Process{es) Fartly Mechanised MAG [135) Partly Muchanised 135, 138
Trarafer mode Dp Dip, Globular, Spray
15 Fisbe or Pipe Flace [F] T
16 | Type of Joint [ Weld Fllet Weld (FW) FW Ol
17 | Materiad Grewp / Sub-Group | 31 1 Throuigs 11
Fllgr Materisd Gronips{s) EM1 FH1, FMd
18 | Weidng Consumabie(s) EN IS0 14341-A: GISIL
19 | Shielding Gas f Flux 150 14175 M24, Ar+ 1 390008+ 7500 Compalibhe Gases
40 | Auxfaries Sald Wire (S} oy
Type of Current end Polarity | BCswep 2
21 | Mpterial Thickness Bmm # Amm
Wald Mabarial Thickness A -
23 | Pipe Oukside Dlameter A ® TSmm
23 | Waiging Postien Horizantal-Vertical [PR) FA, P8
24 | Gouging / Backng {1 Y =
Singie layer | MU iyer Single Layer {31} sl Only
Supgplementary fillet weld test {rompasted in canjunction with & butt weld quaification);
&3 Adotionsl infarreaan 5 available on sitsched sheet f or weiding procedure Speciflcatian Ba:  AE 001
28
Perfarmed and th Exgmneering,
iy Type af Test Arreptabie Mot Rsgisred ﬁmm
2B Ldghasinn, Rmingham
30 | Visual Acoapiabis - r EiE B
31 | Redography - kot Required TURICH Tl TLIL S0 SN
31 | Magnetic Fartiche - Mot Required
a3 | Meern [#2} Acceptabhe Dste of [aswe: A
34 | Fracture Accepiabie ] Quualification Yalig Until: -
35 | merd - ot Rasquired
36 | Adationsl Tests = Mot Required |
i @ revaigation 9.38) () mevatdaton 9.38) L) Revalidation 9,3 ¢) ]
kL] ‘Confirmation of the validity by employentseiding ooordinator J ceemdner
for phe foliowing & months [ te0.2]
7 Daty Posinicn or Tite

*1 Apperd seperame shest if requined

Dhﬂnnmgduw Transistion of printed test on the reverse Traduction des rubsgues Imprirdes au wifio
Formibiatt- Texies auf oar ADOdSAEe g8
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the PED B
N? D037
e ZURICH JAFETY ATIFIINPEN T E4
FEDERA FrON
§ WELDER APPROVAL TEST CERTIFICATE
1 Desigration! 150 S806-2, Menual 141, P, PW, 23,1, I3, PB, 5
3 Page 1 of 1
4 Hanufecturess Welding Procegure: Imspecting Authooily:  ZEAWO/IT 02687
£ Aeference Ne AF 003 hefarerce Ha, LE16- O34
& ‘Welder's Name: P et —
7 lderbfcation: M5
8  Method of dertfication: [rvtias
§  [Date and Mlace of Birth Baf1 11577 § Cenviand
10 Empioyer; Altech Engineering Lid
11 Code | Testing Standsrd; BS EN IS0 B606-2 2004
12 Jjab Knowiedge: Mot Taskes
o Weld Test Details Rangeof Approval |

19 [Walding Precass(es)

15 f{Plabe oF Pipe

i6 | Type of Joirt | Wed

17 | Hatenial Group /' Sub-Group
18 | Weldng Corsumalie(s)

19 | Snieking Ges / Fux

Maraial TIG {141) wm
Fiate (]

Flikyt Waid (P

131

EM 150 18173 5 AL 5356

Manua 141 wm, m
P, T

P Oty
23,23, 1
AlMg & AIS) Filers

IS0 14175 11, 99.099% ar Compantibds Gaie
30§ Auaibaies A A
41 | Hsterisl Thickness Imm 2 3mm
Wis'd Matarial Thickneas B -
i3 | weldng Poston Heefzontal Wertics [P} PA, PR
1% | Gouging / Backirg A
Singie e f Ml ayer ‘Cangle Layer (=) 8 Oty

Supplemertary filiet weld test {complated in eanjunction with 3 butt weld quaifestian): -

15 Adotioral infarmation B available on plisched sheet f or welding procedene Specificacion Ma:  AF 003

26
Performed and

g: Type of Test AcoEplable Mok Required
o | mual Acteptabe =
11 Rackography - Hal Faguinsd
12 | penetrant Hiat Required
33 | Maro [%2) Asceptskie -
kL] Fractyrs m -
15 | Bend kot Reguired
36 | Adctional Tests > ot Raquired
as FROLORGATION FOR APPFROVAL BY EMPLOYEH / SLIFERVESDR
7 Date Signature Pastion or Tits
38 PROLONGATION FOR APPROVAL BY INSPECTING AUTHORITY
39 Diate Sigrature Poaition or Tike

=} Append seperale Bhget IF reguired
(tersatpung des worgednuciden Transistion of pringed tes; on the revense Traduction des nubigees Imprindes au verso

Formbiatt-Textes auf dar Rdcksoito sule
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ASME IX QW-4B4A WELDER PERFORMANCE QUALIFICATION (WPQ)
(See QW-301, Section IX, ASME Boiler and Pressure Vessel Code)

Appoinied
= @
Body undsr

kol ZURICH

Empiayer: Altech Enginbering Lid Inspection Authoriy:  FEAWBOGIITIO00126
iWelders Name: . —— iemification; CR feferenoe Ko, LE15-0934
Date snd Place of Brth: Q30301958 / Cuckfeld Pags bin, Page 1af 1
Methad af [dentfication:  [natigls
Test Description
tdentification of WPS Follovend: AE D1 0 Test Coupon || Proguction weid
Spacfication and type/grade or UNS number of base metain(s): 4 10035-2 5375 (Unassigned) Thickness (mm):  &mm
Tasling Conditions and Qualifcation Limits
. Welding Variabbes [QW-350) Actusl Valsss Range Gualifisd
Walding process|es) GMAW AW
Typet [lg.; manual, sermni sutomatich used [ — P —
Backing [with | withaut) A E
H Flare + Mipe [erer o mter, lnlpeurl:l.‘l:lu-]' LEEs = Fhmm
Base metal P- or 5- Mumber to P- or 5= Sumber u Mazarial As Test
e T Fitiet Weeld Filiet Weids
Filler meta! or electrode specification(s) (SFA} [nfa only) WS AE 18
Filler mietal or electrade cisssmeston]a] {info oniy) P ;
Cansumabie irsest (GTAW or PAW) NiA .
Fuiler bype [Salid/metal or flux coredfpoeder (GTAW o PAW) MR "
Depost thickness for each process {mm)
Process 1 WA [Z 3 layers) Yes| | o WA
Process 2 WA (2 3 layers) [ves | |mo A -
Pillet Wesd hase materkl thickness B B
Position gualifed (26, 66, 3F &) Horizontas-vartical (3 F,H
Vertical progression [uphill or doenhil) NyA I
Type &f fusl gas [0 MR
Imert pas hﬂ;ﬁ::ng-{ﬁ"l’l'l'i'. PAW, ERAWY BifA <
Trarsfer Mode [1p°Ey globudr oF puse to Short ditult - GMAW) Short Clroutt Ehart Clreult
GTAW current typedpalarity (AC, DCEE, DEEN) e p— SRS
RESULTS

Wisual Examinatan of completed Waeld; QW-302 .4 Agceptable
(] Trangvarse face and roct bands; QW-462.3 (a) Mot required
| Longfuginal bends; GW-562.3 (B} Not reguiresd
|| Sl bends: (W-482.2 Hot required
: ;FHMM,WMMMIM:WHJR] H-Hl'lq-m:l
[ ] Plate bend specimen, osrmoson-resstsnt weld metal overday; QW-4562.5 [d) Hat reguired
_| Pipe specimen, macro test for we'd metal overlay fusion; G -462.5 (b) Mok required

' Plate specimen, miacro Lest for weld metal overisy Fusien; QW-962.5 (e) Mot recired
AT or | UT: Albernative Vahemetrie Examinabion Resals: QW-181 ot required
(3 Finet welds In plake; QW 452.4 (b} Acceptabie
| Fibat welds in pipe; CIW=-463.4 (c) Nt requsresd
L4 Macro Examinatan; QW-154 Apeaprabie
H‘tm TBupesvised By A Chase on behall af Zirizh Emglinesring

We certify ERel the stabensnis i this fecord ane corredt and thal (he tesl couBons wore prepared, welied, and besied In accondanoe with the
requirgments of section Ix of the ASME DOILER ARD FRESSURE YESSEL CODE,

Irspectian Organisatian: Junch Enginetring

S 1% Haghty Read
ELE Gy
Date of Tssus: B6/DE/ 2016 Cartifed By: .

TURICH — :ﬁim-u 20 G l

L abyoriianry b, IO Gl Bradgn Sweel, e Beoerrenct B0 DCE

Tghepshinindr 071 520 SEGR Faoc 0121 GHE S6E]

Bunch Baragemend Tarvs ey Lrmied, Begnbe e m Englasad na, J701007

Eegabared Ofhcé: The Punch Cemtie, I Parvwiy, Whailisy, Fatelidm, Portimsath, Hempmbere BOG 72
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ASME IX QW-484A WELDER PERFORMANCE QUALIFICATION (WPQ)
(See QW-301, Section IX, ASME Boiler and Prassure Vessel Code)

Emplayer: Altech Engineering Lid Ingpection Autharrty:
Weaders Name: ——— — identfcation; NS Roferance No, 3 ﬁ:ﬂm:'
Date anid Mace of Birth:  0ay11/1977 § Cleaviand Page Mo, Page Lol 1L
Methed of Identification: Insiais
ldertfication of WS Followed:  AE 001 Tt @5 TestCoupon || Production Weid
Specification and typajgrade ar UNS number of base metals(s): EM 10025-2 5275 [Unassigned] Thickness (mm):  &mwm
A - Testing Conditions and Qualfication Limits
ﬁﬂ . mg (QwW-350) -ﬁﬂﬂ‘;:::- hnllqﬁli:mll
(l.e.; mansal, semi sutomatic) used T
Backing {with / without) s.._w_::nu i “.‘_Fi“'!
(] piate || pipe fanter clamater, ¥ pipe or tube) A = 7amm
;:ﬂlhw&afhﬂmmﬁ-wi-mm Unassigned Material As Test
yoe
Filier metal or electrode specification(s) (SFA) (info ondy) :::E _Em‘—'_
Filier mptal or siedrods clasufeation(s) (info anly) e ,
Filer metal F-Number(s) "IN FNSE
Comurmable insart (GTAW or PAW) -
Filer bypep (Sodidfrmetal or fux cored/powder [CTAW or PAW) B -
Deposit thickness for sach process {mim) x ]
Process 1 N/& {2 3 iayers) v [ e WA :
Process 2 NfA (2 3 leyers) L ves [ ne My :
FEet Weld ase manesial thickrness Gimem all
Positicn quatfied {2G, 6G, 3F eic.) Harizontal-Vertical (2F) F, M
Wertical pregression (uphll or dowenbil) R [ =
Type of fue! gas (OFW) WA -
Inert gas backng (GTAW, PAW, GMAW) WA -
Trarafer mode (sorayfglobuar or pu'se to shart crewt - GMAW) Sheet Ceeyl Shicrt Clrziak
GTAW cumrent typefpatarity (AC, DCER, DCEH) OCEP =
RESULTS
Wiguad Examastan of comgleted Wed; q‘l’l‘.’lﬂl.l ACCoprahie
: | Tranguerse face snd roct bends: QW-462.3 (a} Mot requ red
| Langitudinal bends; GW-462.3 (h] Mok requined
__| Sde bends; Qw-462.2 Nok required
__| Fipe bend soecimen, corrosian-resistant weld metal avertay; QW-452.5 (¢) Mat requ red
: | Plate berd specimen, comopon-resistant weld matal pveriay: W-462.5 (d) Mot required
| Pipe specimen, macro test for wekd metsl overlay fusion; QW-462.5 [b) Mot requirsd
| Plate specimen, macra est for weid metal overlay Fusion; QW-462.5 («) ok e
_ L rrar ] UT; afternative Volumetric Ecamination Resurs: QW-191
C] Emet welds in plate; QW-462.4 (1) ﬁ
%) Fmet welds in pipe; QW-462.4 [c) Acceptabie
¥ Macro Examination; QW-184 Aceptatie
Welding Supersised By R Chase on behalf of Zusich Ergineerng

‘Wie certify that the statemenis in this record 2w cormeet and thet the test coupans were prepared, welded, and tested in accordance with tha
requirements of section [N af the ASHME BOILER AND PRESSURE VESSEL CODE.
Inspection Organisation: Junich Engineanag
L 1 Haghty Reag
tdghasine B ngluam
e B TE

+ - :

Date of fpsan: ORAE/ 2018 Cartifiad By:

Laahi ity e, S04 Cormt B Shewwl, il Boovwwen b BT O0E

Toisphone 01771 5390 5858 Fag 0121 520 S84

Furich M ardrgmiraend Feretey Lo, Segrleregd m Englard na JT8185]

Begritmrad OHee The Zurch Centre. 306K Parirway, Whiseley, Faehamn Poremoo®y, Hampekss POVS TE
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ASME IX QW-484A WELDER PERFORMANCE QUALIFICATION (WPQ)
(See QW-301, Section IN, ASME Boller and Pressure Vessel Coda)

Appointed
Motified @
Body under

b zenacd ZURICH'

Ernployer: Altech Engingering Lig Imspection Autharity:  ZE/WPQ/IT/ 000128
Welders. Mame: e — Identificaton: R Referancy Mo LS16-0034
Date and Pisce of Birth:  03/03/1958 / Cuckfieid Fage Mo, Page 1 of 1
Hptrinad of Ioentification: Irilials
Test Descriptian
idankification of WPS Followed:  AE 002 B Testcoupon | Productian weid
Spacification and type/grote or UNS numbsr of bees metsisis]: EN 10025-2 8275 {Unessigred) Thickness (mrn): Imm
Welding variabies { QW-350) -
Al Valuas Range Qualified
Wading process{es) GTAW GTAW
Typa (i.8,; manubl, s=mi sutomatic) used Man
Lail

Backing (with / without) NA H""_"'"'"
(< peate | mipe (enter diamator, if pipe or tubs) /A = 73mm

—  Wnaasigned Heteriel
Jeint Type Filet Weld Fiet Weids
Filer metal or electrode specification{s) (SFA) [infa an'y] AWE A58 i
Filer motal or siectrode ciassification]s) (infa erly) PRTOS-2 5
Foler metal F=-Sumber{z) N6 FNoE
Consimainie ineere (GTAW or PAW)

Without With, Without

Fillar tyni (salid/ mwtal o Mus cored) fowder (GTAW or PAW) Soild Sodd, Metal Coced
Depdiit thickness for each process (mm) ==
Process 1 WA (Z 3 layers) L wes | o WA -
Process 2 N/A (2 3 layers) [CIwes [ Ins My
Fllet Weld base material thickness Amm Imem = Gram
Fosition gualified (3G, 55, 3F etc,) Hortronkal-Vertical { 2F] FH
Vertical progress=an (uphil or downill) A .
Type of Tuel gas (OFW) NiA
Inert gas backing (GTAW, PAW, GHAW) A :
Transfes mode (Spray)/globular ar pulse o shart et - SHAW] NjA =
GTAW current typa/paisdity [AC, DCEP, DCEN) DCEN DCEN

RESULTS
I:u'_:-.!uH Examination of completed Wed: Qw-302.4 kooegtahle
L. Transverse face and root bends: OW-462.3 (3} Mk Fequined
|| Lemgitudina! bends; QW-152.3 (b} Mok requined
|| Side bencs; Qw-462,2 Nok required
;‘Mmmﬂmwmmmnqwm.sm Nok Fegu s
5__:Hﬂ:mﬂmnmmm-vaImm: Cw-462.5 {d) Nok requemed
|| Pipe speciman, macrn lest foe weld imets! overlay fuslon] QW-462.5 (b) Mok required
|| Mate specimen, macro test for weld metal cverlay Fusion; (W-462.5 [e] Mok requred
| RTaor UT; Alternatiee Volumestnic Examination Results; Qw-191 Mot required
() Filet welds o plate; QW-162.4 (b) Accaptabie
| Fillet welds in [ape; W-462.4 (c) Not reguired
(] Macro Examination; QW-184 Accaptable
Waiding Supereised By R Chase on behall of £urich Enginesning

We certify that the siatemenis in this recard &re correct and that the test coupons were prepared, welded, amd tested in socoddance wieh e
reguirements of ssction 0 of the ASME BOILER AND FRESSURE VESSEL CODE.

INSpECon Lngnisation: Turich Enginnrieg

L L Hagley Roes
Logtasinn Bredaghaim
Date of Izcue: D&/0E/2016 Cartifud Ry: g e

Ium" el Tiel: 0121 520 WE6E 1

(D0 A0y MACES, 04 Grval S SEre, Wit Beoervvech 70 DOE

Telpplaaie Q171 500 SEER Fax @171 SJ0 5281

Lurtch Wanagemers Sereies Limited, Segitensd in Bnglsd ng, J 74105,

Fejritered (il The Tuneh Ceritor, 3000 Padrasy, Wihitsley Navebiaen, Portermitfy, Hammbeare RIS 10
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ASME IX QW-484A WELDER PERFORMANCE QUALIFICATION (WPQ)
(See QW-301, Section IX, ASME Boiler and Pressure Vessal Coda)

Appointed
Motified 9
Body under

b i ZURICH'

Emipioyer. Altech Englneering Lid Inspection Autharlty:  ZE/WPCYIT/OD0129
Welders Rame: [ — kderdification: ps RBaference No. LS 16-0834
Datw ard Place of Birth:  04/91/1877 / Cleaviand Page Ho, Fage Lar 1
Method of identiNcation:  fnals
Isentification cof WPS Followes: A 002 s e O
Spedncation and LyDe/grace or UNS number of hase metais{s): EM 10035-2 275 (Unassigned) mmm; ;".“Frmmm =
i Tasting Condithons and Qualification Limits
i B ing Varlables [QW=150) n:u:T::m nm;{qﬂ:ﬂm
Type {l.e.; manual, semd sutomatic] used o pecsan
Backing (with / withaut) ”: iy
(<) mate | Pipe (enter diameter, If pipe or tube) ' = ¥3men
Bass mezsl P- or 5- Number & P- o 5- Namber _ Unassignec Matersl As Test
Jeint Type Fileet, wekd Filey wads
Fier metal or electrode specification(s) (SFA) (info oy} AWS AS 18 220
Feer metal or efectrode classfications) (Info oniy ] P ;
FiHler matal F-humber{s) FHEG =8
Cansumable nsert (GTAW or PAW) . Withoett
Filer tvpe [solid/metal ar fuy cored/powder [GTAW ar PAW) T soud Solid. Meta: Cored
Depael thideness for sach process (mam) S et
Process 1 NJA (2 3 layers] Lt ves L] No T
Process 2 NiA (= 3 layers) Ll ves | me KA .
Fller Weld Dase matenal thicoess Bmm Jmm - Gmm
Pasition qualiied (2G, 6G, IF wc.) Horizontal-Vierticsl {2F) F, H
ertical progression {uphill or desmhill) WA, =
Trwe of fuet gos (OFW) HPA
Irert gas backing (GTAW, PAW, GMAW) WA
Transler mode (spray)'globular or pulse to shirt ¢roult - GMAW) MA =
GTAW curment type/palariy (AC, DCEP, DOEN) CEN DCEN
RESULTS S
Wisual Examination of competed Weld; QW-302.4 Actepratie
| Tramverss face and mot bands; QW-462.3 (a) Kot required
|| tongtudinal berds; QW-462.3 (b) ol required
] Sicte bends; Qw-452.2 ROl required
'__ Pipe bend specimen, corrosion-resistant weid metal overlay; QW-462.5 [0) feat recuired
;;mmm:m-mmmmmlm;mrﬂu {d) Nt reguired
| Pipe specimen, maoro test for weld metal overlay fusion; QW-462 5 (o) Pt rec.bed
L_| Piae specimen, macro test for weid metal averiay fusian; OW-462.5 (e) Mot requircd
L RT or . UT; AllernaDye Wolumetnc Exsmination Resuts; OW-191 Mt required
(] Filet weids in plate; QW-462.4 (b} Acceptatie
Fllist wolds: in plpa; QW-4562.4 (&) Nt requined
) Macro Examinatian; w184 Acceptable
Wwekling Supery sed By: R Chase on behelf of Zurich Enginearing

We cartify that the stalements i this recond sre correct and that the test coupons were prepared, weided, and tested in accordanca with the
refuirements of section X of the ASME BOILER AND PAESSLURE VISSEL CODE.

Inspection Orpantsation: “Jurith inginmering
.\ L Hagley Rosd
Fdghiitan, limmingham

-— LH L
Dt of igtue: 08082016 Cartified By: sumcy ™ v o sioses

Sk TEOD Membiey Terngay

Labwwatingy weveoen, 204 Drage Bridgn Sireer, W Bioisach BT 00

spphone 047 1 570 5858 Far 0171 500 5853

Darmch Sdanagerent hernded Lrreind, Redgriened o England no, 7745053

Pegriieved Olies  The Jie b Coilin, 3000 Parlvaly, Whileley, Famham, Faiturodh, Hesreihes FOLS TIT
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ASME IX QW-4B4A WELDER PERFORMANCE QUALIFICATION (WPQ)
(See QW-301, Section IX, ASME Boiler and Pressure Vessel Code)

Empioyer: Altech Engneenng Lig Inspection AUthorRy:  ZE/WPOYIT/D0O130

‘Weldors Naime: e ldentdfication: R Reference No. LS 16-0034

Dote and Flace of Biith:  g3/03/1958 | Cuckfield Page Mo, Page 1of 1

Mithod of [dentifcatian:  [nitas

tdentification of WPS Followsd: Al 003 e & Test Coupon | Provuction weld

Spacification and type/grate or UNS numbe: of base metas(s): Al Mg 5251 [Unassigned) Thickness (mm): 3mm

e Testing Conditions snd Qualification Limits
X, ng Variables (Qw-350) lm:'llr::u— h*ﬁ%;ﬂm

Tipe [L&.; meAwel, seml sutomakic) weed i ] L ESilE Y

Backing (with { wehous] WA e

{5 pane | Fipe (enter diameter, If pipe or tube} WA * 73mm

;xr-v:—umwmp-ms-m Unassighed Makeris s ot

Filley e d Filet Waids

Filer metal or slectroce specifcationda] (SFAY (infa only) AWE AS.10

Filer metal or slectmde dessMicatanis] (info ony) ERSISE :

Riier matal F-Bumban(s) N2 2126

Consumasie imsert (GTAW or PAW) —— it !H_"EE

Fker tyne (sobd/metal or Nux cored/powse: (GTAW o PAW) Soid Solid, Mets’ Cored

Deposit tizkness for 8ach process (mm) e

Frocess 1 W/a (Z 3 ayers) L ves [l mo /A

Process 2 WiA (2 3 layers) [ Ives!| Mo MA -

Fiist Weld bate materinl thickress Imm Imem - Brm

Posbion quaified (3G, &5, IF e} Harontal-Vertical (2F] F,H

¥ertical progressian {uphill or gosniil N/A

Typu of foal pes [OFW) WA :

Inen g2 Sacking (GTAW, PAW, GMAW) WA

Transher made (spray/globuiar or pulss to short cireuk - GHMAW) WA .

GTAW current type/polarity [AC, DCBR, DCEN) AL e
RESULTS - B

vetual Examination of completed Weld; QW-302.4 Acceptable

[ ] Transuerse face and root hends; QW-462.3 (a) Mot requ red

[ ongitudinal berds; QW-462.3 (b} Mot requred

L St bmcs; Qw-462.2 Mot required

LI Mpe bend specimen, cormosion-reststant weld metal overlay; QW-4562.5 (g Mok required

|| Plate bend specimen, corrosion-reshstant weid metal cverisy; W -$62.5 (&) Mot requered

| Pipe speciman, macrs tast for weld metal averlay fusion; QW-462.5 (k) Mot requ red

| Pate specimen, macro test for weid metal overlay fusion; QW-462.5 fe) prepr

| RTee | UT: Alsrrathes Volimetric Examination Resits; QW-181 P

0 Fitiet ventehs in plate; QW-452.4 (b} ﬁ

L Fiiet weids in pipe; QW-453.4 (c) Nt required

(=) macre Fxamiration; Qw-184 Acceptabile

Welding Supersined By: R Chase an behall of Zunch Erglheaing

We certify hat the statements in thie record are cormect and thaet the test coupans were prépered, welded, and tested n sccordance wikh Hhe
requirements of section [ of the ASME BOILER AND PAESSURE VESSEL CODE.

Inspechion Organisstion: urich Engineening
13 Hagley Raaed
. S
Dt of Tesuie: 06/05/ 2018 Ceriffied By: ZURICH dl"- Tk (21 530 S8
|~ " SAFedCRO Mosber Company

Lebiatong dernoes, 20 Giagt P Sust, Wt Banemeach 310 OO4

Telephone 3177 5305868 e 01 7F S0 5563

umnch Maragemes Sevece Limiisd, Segpamied & Gngued no. 2741053

Bapgmimey Cdlee The Jume® Cordes, W Parkemay, Whinsdey, Fashas Porigimo® plampises PS5 700
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ASME IX QW-484A WELDER PERFORMANCE QUALIFICATION (WPQ)

SAFed

o

LR

(Sen QW-301, Section IX, ASME Boller and Prassurs Vessel Coda)

Empicyar: Allech Engineering Lid Irspection Authority:  ZEMWPQIT/000038
Weiders Mama: —— — IdentiNcation: M5 Refarence Moo L5 16-0534
Date and Place of Birth: 04/ 8171977 f Cleaviand Page ho. Page 1 of 1
Mathod of ldentificatian:  fnitialg
Test Descriptian
loentification of WPS Followed:  AE 003 4 Test Coupan || Production Wed
Specification and typefprade ar UNS qumber of base metaksie): Al Mg 5251 [Urassigred) Thickness (rem):  3Imm
Testlng Conditions and Quallfication Limits
Welding Varlables {QwW-350} Actusl Valees Range Qualified
Type {8 manual, seml automiatic) imsd syl Hanual
Bacwing (with | withoul) MR =
2% ate || Pipe (erter dismeter, f pipe ar bube) A z 73mm
Baga matal P- o 5- Mumber to P- or 5- Numiber urassgned Material A Tegr
Mokt Typa Fillst Weld Folet Welds
Filler meetal or electrode specificaion(s) (SFA] (info ority) WS AS.10 P
Fllgr mata o slechode dassfcation(s) (info aniy) ERS3IS6
Filler metal F-Number(s) FR*zd " 2136
Consumabie insert (GTAW ar BAW] Wtlout With Withowt
Flller type {solldfmeta or fux coredpowder [GTAW ar PAW) Sali Solid, Makal Carad
Deptait thickness for sach process = m) ol e
Process L NfA {2 3 leyers) L vesllno WA
Procass & N/A (2 3 rayers) vea!l Inp WA
Fillet ‘Weld base materal thidoness Jenm Jmim = frmm
Positan quakfed (20, 6G, 3F etc.) Herttontsl-Vertical (2F) F, H
Verical progression (uphdl or dowsnhal) WA
Type of fuel gas (OFW) MiA :
Irert gas baciing (GTAW, PAW, GMAW) ByA .
Transfer mode {sprayigiobular 8¢ pilse to short arouit - GMAW) NIA "
GTAW cusvent Uypafpalarity (AC, DCEP, BCEN) AC AC
REFULTS

'ﬂ!q,ul Exmmiraticn of compheted ‘Weld; QW-302.4 AeiEatable
|| Transwerse face and root bends; Qw-452.3 (a) st required
I__I Longituding bends; QW-462.3 (b} Pisit reguined
|| Siche bends; QW -462.2 Piot required
.| Pipe pend specimen, cormosion-resisiant weld metal overly: QW-452.5 (£} Pl ietalred
:_' Flats bend spechman, COrFOSIDR=resistant wed metal owaray; QW-462.5 (d) Nt reguined

| Fipe specdmen, maen test for weld metal overlay Tuslon: QW-462.5 () Not requined
'__ Fiste specimen, Macry test for wed metal overiay fugion; QW-462.5 () Mot requined
|| RT or|_| UT; Alternstse Volumetric Examination Resuls: OW-191 Mot requred
50 Filet weics in piate; CW-462.4 {0} pEG—
LJ Fillet welds In pipe; QW-462.4 (c) Nok reguered
[ Macro Examination; QW- 164 F——
Walding Superdsed By: R Chase on behalf of Euwich Englnassing

Wa certify that the stabermnents In this record are cormect and Ethat the test coupons were prepared, welded, and bested In accordance wikh tha
risgguiramEnds of section [N of the ASHE BOILER ANG FAESSURE VESSEL CODE.

Q&5 016

Labarasory Mreces, T0 Geval Endge resl eyl Srorreech 8710 OO0
Tebpplira 01 21 520 SO68 R 012 ) 520 1853

Tt Wlandrgement Seraces Limvied, Pegaiered i Drglemd ma. Z2T4A0050

Batered Detice: Tha Punch Cante. 3000 Parkway, Whiesy Farsham Porsmout®s, Hampiboe PO S

Inspection Organisstion; Fuich Engnearing
# LI Hagley Road
Fégtankier, Rrmingham
- B1R 53F
Cartifled By oS Tl OAR1 520 SEGE




