QW - 484 “A” WELDER PERFORMANCE QUALIFICATION (WPQ}

Welder's Name Urbano Otera Rangel Identification No. c
Test description
identification of WPS followed C-02-03 Test coupon O Production weld
Specification of Base material 5A-516 GR 70 Thickness 1
Testing conditicns and Qualification limits
Welding Variables (QW-350) Actual Values Range Qualified
Welding process(es) Table 4.10 GMAW GMAW
Type (ie: manual, semi-auto) used Semi Automatic Semi Automatic
Backing (metal, weld metal, double-welded etc.)Table 4.10,ltem (8) With Backing Qnly With Backing
[X] Plate 1 Pipe (enter diameter, If pipe or tube) Plate — Groove See Note 1

Base metal P or S-number to P- or S-Number Table 4.10,ltem (1) P-1ta P-1 See Note 5
Filler metal or electrode classification(s} (info only) ER 7056 —
Filler Metal F-Number (s) Takle 4.10, ltem (3) 6 6
Consumable insert (GTAW or PAW) NA NA
Filler type (sclid/metal or fluxcored/power(GTAW or PAW) NA, NA
Deposit thickness for each process
Process 1: GMAW 3 Layers minimum [EYes [No 1" See Nota 3
Process 2: 3 Layers minimum [JYes [ONo -— -
Position qualified (2G, G6, 3F, etc.) Table 4,10 3G See Note 4
Vertical progression (uphill or downhill) Table 4.0, item (7) Uphill Uphill
Type of fuel gas (OFW) NA NA
Inert gas backing (GTAW, PAW, GMAW) Table 4,10, Item (4) None None
transfer mode {spray/globular or pulse to short circuit-GMAW) Spray Spray
GTAW current type/polarity (AC, DCEP,DCEN) NA ) NA
Nole: 1. Plate and Pipe 2 7/8” O.D. and over for groove welds. Al thickness and pipe dimmeters for Ollet welds

2. For F No. 4 filler metal with and without becking and for F No. 3 with backing only

3. Max. to be welded For graove welds. All base materiai thickness , fillet sizes and diameter for fillet welds. AWS 0.125 To Unlimited

4. Position 3G: Plate and Pipe over 24" O.D: Qrooves =F.V  Pipe = <£24” 0.D: Grooves = F Fillet=FHY

5. Qualilied Production Base Mctal P-1 Through P-11, P-34 and P-41 Through P-49

RESULTS

Visual examination results (QW-302.4} {(4.8.1} SATISFACTCRY

[X bendtest; [X] transverse rootand face(@W 452.3(a);  [] Longitudinal root and face QW-162.3/b); [ side (aw 462.2);
[ Pipe bend speciman, corrasion-rasistant ovarlay QW-462.5(c); [_—J Plate bend speciman, corrosion-resistant overday QW-462.5(d);
] Macro test for fusion QW-4a2.5(b); D Macro test for fusion QW-462.5{e);

Guided Bended Test Results(4.30.5)

Type Result Type Result

Side Bend ACCEFTED

Side Bend ACCEFTED
Alternative Radiographic examination results (QW-191) NA
Fillet weld- fracture test{QW-180) e Length and percent of defects —
Macro examination(QW-1B4) - filtet size e x .- Concavity/convexity (in) -

{In.)
Other tests <an
Film or specimens evaluated by -— Company X {
Mechanical test conducted by MB ORGANIZACION Laberatery tes} No Y MB-(3/2004
Pietirg-Srperesia—X Dinal L\
‘e Certify that the stataments in this record are corract and that the Last coupons were prepared, welded, and iested in aocordanica wilh | lmurm! nf\ﬁ:clion IX of tha 3J
. p o

with tne requirements of section 4 of ANSIAWS 01 1, 2000 Struelural welding Coda -~ Stesl

Organizatlgu‘é

Date  October 20 2009 BY _




