©@® cToLZ  WELDING PROCEDURE QUALIFICATION RECORD (WPQR)

MIRAS (EN ISO 15614 — 1)

STOLZ-MIRAS (VIETNAM), LTD.

Welding procedure qualification — Test certificate
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Manufacturers WPQR No.: SM-PQR-GT-P8P8-03 Examiner or Examining body: METECHCO ASIA

Manufacturer: STOLZ-MIRAS (VIETNAM), LTD.
Address: Lot 521, Street No.13, Amata Industrial Park, Bien Hoa City, Dong Nai Province, Viet Nam

Code/Testing Standard: EN I1SO 15614 -1 (Level 2)
Date of Welding: 06 Sep, 2019

RANGE OF QUALIFICATION

Welding Process: 141 (GTAW) Type: Manual
Type of joint and weld: FW
Parent material group and sub-group: 8.1 to 8.1
Parent Material Thickness (mm): BW: - --
FW: 3— 20 mm
Weld Metal Thickness (mm): ---
Throat Thickness (mm): Single run: 5.25 - 10.5
Multi-run: No restriction
Single run/ Multi run: Single run / Multi run
Outside Pipe Diameter (mm): > 500 for all positions
> 150 in the PA, PC, PF rotated position
Filler Metal Type/Designation: AWS A5.9 - ER 308L
Shielding Gas/Flux: Argon
Backing gas: Argon

Type of Welding Current and Polarity: DCEN

Transfer mode: ---

Heat input: 0.35-0.76 kJ/mm

Welding Positions: All positions, except PG, PJ and J-L045
Preheat Temperature: Ambient temperature

Inter pass Temperature: <150 °C

Post-heating: ---
Post Weld Heat Treatment: S

OTHER INFORMATION
For further details, please see Laboratory test report

We confirm that the statements in this record are corrected and that test pieces were prepared, welded and tested and
have fulfilled the requirements in accordance with 1ISO 15614-1

Date of issue: 12 Sep, 2019




WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
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STOLZ-MIRAS (VIETNAM), LTD.

RECORD OF WELD TEST
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Location: MIRAS’s Workshop Examiner or Examining body: METECHCO ASIA
Manufacturer's pWPS No:SM-GT-P8P8-03 Method of Preparation and Cleaning: Brushing & Grinding
Manufacturer's WPQR No: SM-PQR-GT-P8P8-03 Parent Material Specification: ASTM A240, 304L
Manufacturer: STOLZ-MIRAS (VIETNAM), LTD (attached material certificates) *
Welder Name: TRAN THE CONG Material Thickness (mm): 10 Heat No.:Y190525D20-E03567
ID No.: W92 Outside Pipe Diameter (mm): -
Joint Type and Weld: FW Welding Position: PD + PF
Weld Preparation Details (Sketch):
Joint Design Welding Sequences
Side 1 Side 2
PD PF
Jr T % V% A .
Welding detail
Run/ | Welding | Size of Filler Current Voltage | Type Current/ | Wire Feed/ | Travel Speed* | Heat Input* Metal
Layers | Process Material A \ Polarity mm/min. mm/min. (KJ/mm) transfer
Side 1: PD
1 141 24 136 11 DCEN - 120 0.45 -
2-5 141 24 146 12 DCEN - 92 - 130 0.43-0.68 -
6 141 24 142 12 DCEN - 100 0.60 -
Side 2: PF
1 141 24 136 11 DCEN - 1562 0.35 -
2-5 141 24 136 -142 12 DCEN - 90-134 0.4-0.67 -
6 141 24 142 12 DCEN - 80 0.76 -
Filler Material Designation and Make: MENAM, ER 308L Other information
Any Special Baking or Drying: --- Weaving (max. width of run) ---
Gas/ Flux: Shielding: 100% Argon Oscillation: amplitude, frequency, dwell time - - -
Backing: 100% Argon Pulsed welding detail: -
Gas Flow Rate - Shielding: 10 — 15 l/min Distance contact tube/ work piece: 5—7mm
- Backing: 5—-10 l/min Plasma welding details: ---
Tungsten Electrode Type/ Size: Wth20 / @ 2.4mm Torch angle: 65 - 70°
Details of Back Gouging/Backing: -
Preheat Temperature: Ambient temperature
Inter-pass temperature: <150 °C

Post Weld Heat Treatment: .-
Time, temperature, method: ---
Heating and Cooling Rates™: ---

STOLZ MIRAS METECHCO ASIA
Name: NGUYEN DUCAHIEN PHUC
Signature:

Name: W IHAUX

Signature: |
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Date: 12 Sep, 2019 Date: 12§
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«@® sToLZ  WELDING PROCEDURE QUALIFICATION RECORD (WPQR)

MIRAS - (EN ISO 15614 — 1)

STOLZ-MIRAS (VIETNAM), LTD.

TEST RESULTS
Page 3 of 3
Manufacturer's WPQR No: SM-PQR-GT-P8P8-03 Examiner or Examining body: METECHCO ASIA
Visual: Acceptable Radiography: NA
Penetrant: Acceptable Ultrasonic: NA
Magnetic Particle: N.A. Refer to RT/UT report No.: NA
Refer to PT/MT report No.: MTC-19-10-PT-02 Temperature: Amhient
Tensile Tests (Refer to Report No.: NA)
Type/No. Re Rm A% on Z% Fracture Location Remarks
N/mm? N/mm?

Requirement -
Bend Tests (Refer to Report No.: NA Former Diameter: NA

Type No Bend Angle Elongation* Result

Macroscopic Examination: Acceptable Refer to Report No.: 19899

Impact Test* N.A. Type : Size: Requirement:

Values
Notch Location/ Direction | Temp. °C 1 2 3 Average Remarks
Hardness Test* (type/Load) N.A . Location of Measurements (Sketch*)
Parent Metal:
HAZ:
Weld metal:

Other Tests: N.A

Remarks :

Test carried out in accordance with the requirements of; EN ISO 15614 -1

Laboratory Report reference No.: THT MECHANICAL TESTING  Test report No.: 19899  Date: 10 Sep, 2019
Test results were: Acceptable

Tests carried out in the presence of: STOLZ MIRAS VIETNAM CO., LTD

METECHCO ASIA

Name: NGUYEN DU
Signature:




Report No . MTC-19-10-PT-02
DYE PENETRANT EXAMINATION  |RequestNo: : SM-00f1
MET, ‘mco REPORT Procedure No : MTC-SM-P01
Page 1of 1
Project Name: Client:
WELDING PROCEDURE SPECIFICATION (WPS) STOLZ MIRAS VN CO.,LTD
Acceptance criteria: Item Working area:
ISO 15614-1 WELDING SPECIMEN METECHCQO's WORKSHOP
MATERIAL INFORMATION
Material Base: WPS No: Drawing No.:
ASTM A 240-TP304L SM-GT-P8P8- 03 N/A
Surface Cleaning ] Grinding [1 Machining M Brushing (1 Non- magnetic coating
Surface condition (1 As-rolled [1 As-casted [1 As-forged | I As- welded
TECHNIQUE INFORMATION
PT material Brand/Batch no. Type Dwell time (min.) Temperature
Penetrant NABAKEM/ MCP2010 P2 10 Ambient
Remover NABAKEM/MCC1010 R1-3 5 Ambient
Developer NABAKEM/MCC3010 D4 10 Ambient
EVALUATION
WELD IDENTIFICATION Length/Thk INTERPRETATION RESULT Date c?f
WPS No. Welder Name. (mm) Location | Length [ T o T ggy | IMspection RaMAks
(mm) (mm)
SM-GT-P8P8- 03 | TRAN THE CONG 10x350x150 X 08/09/2019 |FW, Both side (PF+PD

Sketch

ABBREVIATION:

ACC- acceptable
P- Porosity
C- Crack

REJ- Reject
S- Slag inclusion
UC- Undercut

LOP- Lack of penetrant
LOF- Lack of fusion
RW- To cut or reweld

METECHCO ASIA

REVIEWED BY STOLZ MIRAS VN
CO., LTD.

APPROVED BY OWNER

Evaluated by:

Signature: ' , e
Date:
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\ Signature:
Date:
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Name:

Signature:
Date:




METECHCD

METECHCO ASIA
bai dién b&i ! Representative :

KHACH HANG / Client :

Pai dién b&i | Representative:

Dia diém / Location:
Noi dung / Items:

PHIEU DANH GIA NGOAI QUAN MAU HAN
WELD SAMPLE VISUAL CHECKING RECORD
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........................................

Vat liéu co ban / Base metal

Loai vat ligu / Type

Dang / Form

Kich thwée / Dimension

Sé chirng chi / Certificate No.

....... RR-30L oo Thmiplate 1 e 3suselame | N W00 E 322
] Ong / Pipe =
Vat lieu han / Weld metal
Loai vat ligu / Type Kich thwéc f Dimension Thude han / Flux Khi bao vé / Shielding gas

....... ER3aP e ¢i6,¢1gﬂn3a7
Séquytinhhan/WPSNo. . (YL e N 2 1 k= T
Loai may han/ Type eqUIDIMENtS & @ e
NGi dung thuc hién giam sat / ltems inspection -~
........................................................... P 71 4 T
Két qua kiém tra triec quan / Visual test T K614~ l L§o ¢&t

Stt Ho & tén tho han Ma sb Phwong phép han Vi tri han Két qua

No. Welder's name D Welding process Welding position Results
L TRAN. THE...COM G Wiz ... UYL GARRRRONN I o e 48 70| FAOO
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Muc 6. dat yéu cau kiém tra tryc quan, nhitng mau han trén sé dwoc kiém tra NDT hodc thir co tinh phil hop véi Tiéu chudn dang
ap dung / lfem No. 6 passed, the coupons shall be NDT testing or Destructive testing confromable following standard application

Muc 7. dat yéu cau theo Tiéu chuan dang ap dung, nhirng tho han d6 sé dwgc METECHCO cép chirng chi the han.
Item No. 7 passed, the welders shall be issue welder certificates by METECHCO.

........... gi& .........ngay .......thang .......nam 201.....

The welder qualification to be finished at :....... o'clock....... Jdate ....... month ....... year 201.....

METECHCO ASIA
Ngay / Date
Tén/ Name

i G€loy [y

Chtrc danh / Position :
Chir ky / Signature :

‘Ma-0. T PHUC

KHACH HANG / CLIENT

Ngay / Date:

Tén / Name

Chire danh / Position :

S

Chiv ky / Signature :



