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PROCEDURE QUALIFICATION RECORD (PQR) o Lt
TANMA
PQR No. TAN PQO3/11 Page No. 2
TENSILE TEST (QW-150) TESTREPORT NO. A 102895 dt 18/05/11 page 1/3
[Specimen |Width  [Thickness | area Ultmte Total Uttimate Unit Type of
No. |(mm) |(mm) mm Load (KN) Stress ( Nimm? ) Falure & Location
18.90 3.50] 66.15 3280 498 Parent Material
19.00 3.40| 64.60 34.90 540 Weld
JGUIDED BEND TESTS (QW -160) Report No. A0 dt 18/05/11 page 1/3
[Type and Figure No._[Position __[Bend Angle | _ Dimension (mm) Resull Remark
003 -Face Bend 450 1803 38 Acceptable Nil
004 Face Bend 2258 18008 38 Acceptable Nil
005 Root Bend 1350 1808 38 Acceptable Nil
006 Roo Bend EED 800 % “Acceptable NI
[TOUGHNESS TESTS ( QW -170) Report No. A 102895 dt 18/05/11 PAGE2/3
ISpecimen [Specimen |Test Impact Value
NotchLocaton | iz (mm) fremp 18 Toes Average
908 10 x 3 x2V. 196 20 2 2 2
900 10x3x2V. 196 50 48 54 51
900 10x3x2V 196 50 ) E] [3
901 10x 3 x2V 196 50 52 52 51
FILLET WELD TEST (QW-180) NA Report No.
[Result - Yes No Penetration into Parent material Yes No
JOTHER TESTS Report No.
Hardness vickers 172 Max Report# A 102895 dt 18/105/11 PAGE 1/3
[Macro Results Acceptable Report# A 102895 dt 18/05/11 PAGE 113
liography Acceptable Report# _ NTS/SOP/1102/RT 001 dt 21/04 11
[Welder Name: Mahesh Mohan Stamp No. TAN W 001

Test Conducted By J.Arul Winstone
e cerily hat te statement ntis record ar correct and tha the test welds were prepared, weked, and tested n accordance
i the requirements of Secton X of the ASME Cace.

T
QAIQC

JAndl Winstone. 7‘:;4 Himanshu Mehta K RANGASAMY
Prepared By Reviewed and Certiied By | 9.x.20,/ _Approved By
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N T 'WELDING PROCEDURE
2, i ‘ WELDING PROCEDURE SPECIFICATION

WPS # YLO9-WPS-55-01 Rev.1

Supporting PORY TANPQO3/ 11 Testaate | 21/04/i1
Welding process(es) AW Weldername | Wiahesh Mohan
Type (manua, auto etc) | Manual WelderD | TAVIWOL
‘Acceptance standard___| ASME /B33 Position 6
JOINTS (Qw 402)
Joint Design: Single Vee wes
Backing: Nil o
Backing Material: NA Y .

| le—— 225mm
BASE METAL (QW 403)
PHS GoupHl to  Pi 8 Groupd1

Specification Type: A 312 TP 3041/ A358 Gr. 304Lor equi. o A312TP304 L/ A358 Gr. 304L or equi.
Chemical Analysis # 8

‘Thickness Range: Groove: 1.5t0 6,10 mm Fillet: ALL
Pipe Diameter: ALL
Base metal Thickness: 3.05 mm
FILLER METAL (QW 404) POSITIONS(QW 405):
8001 :m Position of Groove: 66
Spec.No.(SFA) 59 59 Posttionof Filet. : NA
AWS No. : ER38L  ER308L Progression  : Uphill
FNo. F6 I3
ANo.: N 8 s PREHEAT(QW 406):
Size(B) o Filler Materil : 24mm 24mm Prefeat Temp.(minimum) : 10" C
Weld Metal Thickness Range: Groove: 15 to 6.10mm Fillet: ALL | Interpass Temp.(maximum): 125° C
Preheat maintenance __: NA
POSTWELD HEAT TREATMENTIQW 407) ‘GAS(QW 408)
Temperature Range: Gas  Mixure  FlowRate
Heating Rate: O5compostion)
Coolng Rate: Not Applicable sieding:  Argon  99.99%  2025c/h
Soaking Time: Taiing A NA NA
Backing: _ Argon  99.99%  10-15cth
ELECRICAL CHARACTERISTICS(QW 409) TECHNIQUE(QW 410)
Current (AC/ DC): DC Single or Weave Bead:  Both
Polarity: N Oscllaton: 3x electrode f max.
Amps(Range):  78-96 Orifce or Cupsize: Smm
Volts(Range):  9-11 Iniial & nterpass cleaning:  Brushing & Grinding
Tungsten Electrode Type & Size: 2.4 mm, AWS 5.12 (EWTh2)' Method of Back Gouging:  NA
2% Thoriated Single or Multiple pass: Multiple
Single or Multiple electrode: Single
Travelspeed: 2to 8 inch/minute
WELDING DATA:
Weld Layer | Process Filler Metal Current Travel Speed Heat Input
Class B (mm) | Polarity | Amps. Volts. (mm/minute) (K)/mm)
Root GIAW | ER308L| 24 | OCEN | 7848 | 8298 59-71 0650-0728
Hot pass/Fill | GTAW | ER308L | 24 DCEN | 78-96 | .11 50-110 0468 - 0576
Copping | GTAW | ER308L | 24 | oCeN | 78-96 | 911 90110 0,468 -0576
|
TANMIA | 7 swoc _an NG
Signature W )
Name 3Arul Winstone ANGASAMYQATCC,
Date 180611 S 7 20N [
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INSPECTION CERTIFICATE (3.1) - Chiemical analysis

ﬁ TEST REPORT (2.2)- Mechanical properties
4

Certficate number:  EC21684757 rev. 0

Dae: 20100803
Curarter: Yoeoter:
Our elaence: wE You eernce: S
Customer nunbor: NA Your o e
Custonrorer dl: Your e
Inakoatans e s Dby stms
NASHWANGENTRD YEMEN
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COMMENTS

Product supplied under a GA Programme fuiing the EN 1SO 9001 standard.
This cerficats is produced electronically and is valid without signature.
Please refer any queries {o;

Al Quoz Area, Shelk Zayed Road, P.0, Box 8964 Dubai, Phone +371 4-338 88 20

Validation - Others
Qually Manager ‘Per-Ake Pelersson Product Manager
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Supporting PORH TANPQO3/11 Test date. 21/04/11
Welding process(es) GTAW Welder name | Mahesh Mohan
Type (manual, auto etc) | Manual ‘Welder 1D TAMW oL
‘Acceptance standard ASME X/B 313 Position 66
JOINTS (QW 402)
Joint Design: Single Vee 0t
Backing: Nil oo
Backing Material: NA \ o dom

| le—— 225mm
BASE METAL (QW 403)
P# 8 Group#l to Pt 8 Group#1

Specifcation Type: 4312 TP 304 L/ A358 Gr. 304Lor equi. to  A312TP 3041/ A358 Gr. 304L or equi.

Chemical Analysis # 8

Thickness Range: Groove: 150 6.10mm Fllet: ALL
Pipe Diameter: ALL

Base metal Thickness: 3.05 mm

FILLER METAL (QW 404) POSITIONS(QW 405):

RooT AL Position of Groove: 66
Spec.No.(sFA)  : 59 59 Position of Fillet : NA
AWS No. : ER308L ER308L Progression Uphill
FNo. 3 6
ANo.: : 5 8 PREHEAT(QW 406):
Size(®) of Filer Material : 24mm 24mm Prefeat Temp.(minimum) : 10" C
Weld Metal Thickness Range: Groove: 1.5to 6.10mm Fillet: ALL | Interpass Temp.(maximum): 125°C

Preheat maintenance __: NA

POSTWELD HEAT TREATMENT(QW 407) ‘GAS(Qw 408)

Temperature Range:

Gas  Mixture  FlowRate

Heating Rate: % composttion)
Cooling Rate: Not Applicable Shielding Argon  99.99% 20-25cf/h
Soaking Time: Trailing: NA Na NA
Backi Argon  9999%  10-15ci/h
ELECRICAL CHARACTERISTICS(QW 409) TECHNIQUE(QW 410)
Current (AC/DC): DC Single or Weave Bead:  Both
Polarity: EN Oscillation: 3xelectrode § max.
Orifice or Cup size: gmm

Amps(Range):  78-96
Volts(Range):  9-11
Tungsten Electrode Type & Size: § 2.4 mm, AWS 5.12 (EWTh2)'

Initial & interpass cleaning: Brushing & Grinding
Method of Back Gouging:  NA

2% Thoriated Single or Multiple pass:  Multiple
Single or Multiple electrode: Single
Travel speed: 2t0 4 inch/minute
'WELDING DATA:
Weld Layer | Process | Filler Metal Current Travel Specd Heat Input
Class | @ (mm) | Polarity | Amps | Volts | _(mm/minute) (K/mm)
Root GTAW | ER308L| 24 | DCEN | 7288 | 8298 59-71 0650-0.728
Hot pass/Fil_| GTAW | ER308L | 24 | DGEN | 7896 | 911 50-110 0468 0576
Capping GTAW | ER308L | 24 | DCEN | 78-96 | 911 90-110 0.468 -0.576
I
TANMIA | /. SEPOC o NG

Signature )&3&)&; )
Name J.Arul Winstone ANG,

ASAMYQATOC,

Date 80611 57 Join

[
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PPROCEDURE QUALIFICATION RECORD (PQR)

TANMA

5

POR No. TAN PQ 03 11 PageNo ”
wes No. YLOSWPS-S5-01 REV 1 Date S242011
[Welding process(s) _ GTAW Type Manual

[JOINT_DESIGN (QW 402)
iint Dosign Single Vee Groove,
IBacking NA

Becking Material  NIA

[BASE METALS (QW -403)

[POST WELD HEAT TREATMENT (QW-407)

[Material Spec. A312 TP304L |Temperature NA
[Tyoe or Grade: Gr 3L [Time NA
PNo_8_GrNo_1_to PNoB_ GrNo_1_ Other NA
[ Thicknes of Test Coupon 3.05mm [GAS ( Qw-408)
[Max. Thickness per Pass 1.2mm % Flow Rate
Pipe Dia 6" Diastd schedule Pipe used. (Gas(s) |Compn. of/h
[Stieking [Argon | 8999 | 20- 25
[FILLER METALS (QW 404) Traiing VA |NA__|NA
ROOT FILL [Backing _[Argon 9999 10-15
SFA Specifcaon 59 59
WS Classiication ~ ER308L ER0BL [ELECTRICAL CHARACTERISTICS (QW 409)
fod meta Anaysis A# 8 8 (Curent oc
Size of Eectrode  24om 24mm Poarty EN
FilerMetalFNo 6 6 Amps oot 80 Filkcap &7
[Brand Name ESSAB ESSAB Vot Root 9  Volt FillandCap 105
Weld Metal Thickness 315 mm [Tungston Electrode : AWS  5.12 (EW Th2)
atch # 308 PV 8468731450 [TE Sze 8 24 mm
[TECHNIQUE (aW -410)
[POSITION (QW -405) Travel Spesd Root 65 mmimint
[Position of Groove: | Travel Speed Fill & cap 100 mmmint
jeld Progression Sring or Weave Beac
|Oscillation
IPRE HEAT (QW -406) IMutti /Single Pass
[Preheat Temp Min ISingle Multi Electrodes
interpass Temp Max Others





