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egls @[ Welding Procedure Specification (WPS)

Pagelof2
[Oualification Codes/ Slandards:
LR Material & Qualification Procedures for Ships Book A MOPS (-1 )
Manufacturer’s Mame: Manufacturer’s Address:
EC Industries Ltd Fier 9, Richmond Terminal,
3481 North Marginal Rd,
Halifax, Mova Scotia, Canada
WPS Number and Revision: Date: e bl m“”“d“f“ Qualification. | pop Cortificate No:
FBB-1NH Rev. 0 | 15 Dec 2003 FBB INHQ HFX 0301080/3
[ Welding Process, - - Type:
FCAW Semi-automatict
Welding Tecludque:
Mult Fun
Welding Positicns:
Horizontal
Weld Preparation Details (Sketch)
Joint Design Welding Sequenies

8deg
—
+15
0
2.4 mm 25.4 mm
—  —02mm
Base Material Details >
Specification and Crade - side 1:
CSA G4021 GD S0 WT CAT4
Specification and Grade — side 2
C5A G40.21 GD 50 WT CAT4 A
Form: Thickness Range (mm): Pipe Cutside Diameter (mm):
Plate and Pipet 12.7-50.8 2500
| Consumable Details
Filfer Metal: S —— )
Mame: LE CGrading: Mational Classification {if amy):
Flux Cored Wire ES1T1-G 35 Y405 AWS AE-29
| NIL
|
| Faller Metal Sizes (mm): Flux Type and Trade Mame:
1.2 mm Rukile NST Nittetsu SF-3AM
. Shielding 75% Ar+25% CO2 Shielding 38 CFH
Gas Composition: : Gas Flow Fate:
Backing N/A Backing N/ A

Tungaten Hectrods Typs & Sies. NI,/_A

Backing Strip Type & Size: N/A

$Salect from dropdowm menu
* Diglete as appropriate

Form 5206 {2003 06)
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LPreheaifHent Treatment Details:
Pre Heat Temperature 'C (min): 15 | Interpass Temperature "C (max): 133
: tand/or Apeing:
ls:kilt:id Hleat Treatment anc) or 2408 | Temperature “C: Timmae:
n/fa n/a | n/a
i }.-Iq_:mingarnﬁcmmgﬂuixﬂ /i -
Technique Details:
Wethad of Back Gouging and Cleaning: . o
Arc Air Gouge & Grind Side 2 to sound metal, cleaning done by wire brush and grinding.
| String or Weave Bead: Weaving (Maximum width of run)
String n/a .
Ty Amplituda Frequency Dhwell bme
. n/a nfa nfa
Comtact lube to work distance:
n/fa
TPulse Welding Details: i
Hase Curreni: Base Time: Peak Current: Peak Time:
n/a n/a nfa nfa
Welding Details
: : Typest . =
| Sizeof Filler Current Voltage | WireFeed | Tt
— Fun Process | Metal A ] lmﬂ::;l:'l Speed L s?md' EJ/mm
51*/1 | FCAW | 12 mm 150 21.7 DCRP 230 156** 1.98
51,2 | h
20 FCAW 1.2 mm 190-200 21522 DCRP 230 187-314 0.82-1.32
5241 FCAW 12 mm 200 21.5 DCEP 230 205 126
52,2~
3 FOCAW ‘ 1.2 mm 200 215 DCRP 230 303-333 0774085
51; side 1
= side 2
*Unit | of travel speed: mmfmil
Other Information
Test report PSC 03-20076H refers.
Manufacturer: Surveyor to Lioyd's Regisier Morth America Inc,
EC Indusitries Ltd A member of the Lioyd's Register Group
Oifice: Halifax
Mamee Diate: Flame Date —
Vie De Beer 30 har 2004 Jun Tang - 30 Mar 2004
Sigmature: = Segrreabure: z"}r .
%&u_a # ,',/7", ‘s Register North America inc.
7 e = A Jun Tang OF
/| Halifax Office
1. This WES is valid only if wsed by the above nanufacturer :

2 The manufactirer ic rosponsible for eneuring that WPS meets the technical requirements for this application.

Fooern 5206 | 2003.06)
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TiidnessRenge dmmEsbove Matenia - Garbar Stest
e Frociss  SMAW
f Mode: MANLIAL Stancre: CEA WA T
Clesahcation: 5
Elteirode: F4

i MMRMTME#LW

@

Ser Reverse for Conditions

We{def Quuﬁﬁcuh:m

This card i vl oy whae gy By

Transteratie Welder
I Mame:  ERICC. HARBORD G Dule fuig 24, 2018 Mame ERIC G HARBORD: Exp Date  Jan3f, 204
| Empiver  Heddle Marie Servics Inc., Harsitton, ON Empkyer  Haddle Marine Sarvice Inc., Hamittor, ON i
| Thizoess Fange Imm Eizbove Maleial  Carbon Steed Thickness Fange.  3mnm & above. Malerial Carbon Steel |
! Promees  FCAWMGAW pi - Process: SMAW ]
' Woda  SEMIALITO Stancird: CSAWETA Mode  MANUAL Standant G4 WAT A
Single Elecirote Meclranized Clesbicsior 5 Clissfication. S
Singte Elactrogs Automatic 13 S ke I [l _ Eleckodz R [
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E  FEAWMEAW
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Wode MANLIAL Standars CSA WL

Mo ROE ‘BROWH _"Elq':l i
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Company Code CWE Form 10BEf2012-1

HIeE Ip Iop L | 1 Page | 1 | of | 1

REPORT OF WELDERS, WELDING OPERATORS AND TACK WELDERS

REPORT FOR
¥ waz1 | w472 [ wige | W553 TOTAL # OF WELDERS |
STANDARD EMPLOYED ol ollls:l s " g
MONTH YEAR
Company Name: HEDDLE MARINE SERVICE
Address: 208 Hillyard 5t. Hamilton Ontario

For each weldar, welding operator and tack welder employed in shop or field welding for the period covered by this report show:

a) The full name of each individual

by  The type of qualification as indicated by "W" (Welder), "0" (Operator), "T" (Tack Welder), "P" (Probationary Welder)

c}  The welding process used by the individual. 1f the person has more than 1 guaiification use additional line(s)

d) The class such as "F" (Flat), "H" (Horizontal), "V (Vertical), "WD" (Vertical Down}, "0" (Overhead)

&) The classifications: T, 5, FW and WT.

fi)  The gualification expiry date and the qualitying autharity (e.g. CWB8, ASME).

g} For VW55 3, identify the resistance welding process under "Process”, with date(s) of fraining under "Qualifying Authority”.

QUALIFICATION
: Classifi- Expiry Date Qualifyin Shop (S
# First and Last Name Type |Process| Class' | cation [qmTon T vv Aumznf Field :F]J
1 |Andrew Mcfarland W | SMAW | FIHAIO s o129 2018 cwB 5
1 |Andrew Mcfarland W | FCAW | FiHAO S 2| 2| 2019 CWB 5
#. 2 John H. Bastham W | SMAW F 5 12| 2 | 2018 cwB S
2 |John H. Beetham W | FCAW | FHNV s 12| 9 | 2018 CWE 5
3 |Thai Doan W SMAW | FIHAD = 11 24 | 2018 cwb S
3 |Thai Doan W | FCAW | FIHNVIO S 12| 2 | 2018 CcWB 5
4 |Dalton Collisan W | SMAW | FFHAWO S 7 | 19| 2018 cwB s
4 |Dalton Collison W | FCAW | FIHNO S 4 | 15| 2019 CWB s
5 |Eric C. Harbord W | SMAW | FIHNO S 1131|2019 CWB s
5 |Eric C. Harbord W FCAW FH ] 1] 31| 2019 cwB 5
6 |Mark k. Poss W | SMAW | FIHNVIO 5 6| 11| 2018 CWE s
7 |Bogdan Skrodzki W | FCAW | FIHIVIO s 121 1 | 2018 CWB s
8 [Antonio K. Godin W | SMAW | FIHAIO = 12| 9 | 2018 cwe 5
8 |Antonio R. Godin W | FCAW | FIH\VIO S g |29 2018 CWB 21
g |Rob Brown w FCAW | EIHN/O s 9122|2018 CWB 5
10 |Rob Istok W | FCAW | FIHVIO 5 g | 21| 2018 CWE 3
11 |Bartosz Skrodski W | SMAW F 5 1131 2018 CWE 5
12 |Guy F Williams JR W | SMAW | FIHAO S 3|9 | 2009 CWE s
12 |Guy F Williams JR W | FCAW | FIHNVIO 3 2|8 |209 CWE S

Mote; This form is to be completed monthly. Please retain in your file
for review by a CWE Representative during visits and audits.

Welding Supervisor's Signature

& S2AC
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‘reporT| 0 [ 8| 2|0l 1] 8 Company Code CWE Form 108E/2012-1

| FOR g VEAR H|E|D|D|L|1 Page | 2 | of | 2
QUALIFICATION
ifi- | Expiry Date ifwi
# First and Last Name Type |Process| Class idasit el Qualifying | Shop (S)

cation [T op | vy | Autherity | Field (F)

o

13 |John Mens FCAW | F/HNVIO 31118 CWE s

13 |John Mens SMAW | FIHMNIO 3|18 CWE

14 |Frank Donohoe FCAW | FIHATO 31|18 Cwb

14 |Frank Donohoe SMAW | E/HANO 31| 18 CWB

15 |Mike Gallo FCAW | FIHNVIO 31|18 CWB
15 [Mike Gallo SMAW | ETHAO 31|18 CWwe
16 | Tim Martel FCAW | FIHNIO 31|18 CWB
16 | Tim Martel SMAW | FIHAVIO 31(18 CWB
17 |Doug Martel FCAW | FIHMIO 31|18 CWB
17 |Doug Martel SMAW | FIHNIO 31|18 CWE

18 |Bruce Mitchell FCAW | F/HNVIO 31|18 CWE

»~l 18 |Bruce Mitchell SMAW | FIHMVIO 31|18 CWE

18 |Kerry Langlois FCAW | FIHVIO 31|18 CWE

19 |Kerry Langlois SMAW | FIHAIO 31| 18 CWEBE

20 |Anthony Tarrasio FCAW | FIHNIO 3118 CWE

20 |Anthony Tarrasio SMAW | FIHNO 31| 18 CWE

21 |George Moore FCAW | F/HWVIO 3118 CWB

21 |George Moore SMAW | FIHAVIO 31|18 cwe

22 |Brian siex FCAW | FIHAVIO 31118 CWB

22 |Brian siex SMAW | FIHAIO 3118 CWB

23 |Jessie Williams FCAW | FIHA\O 31|18 CWB

23 |Jessie Wiliams SMAW | FIHAVIO 31| 18 CWB

24 |Hank Williams FCAW | F/HVIO 31|18 cwB

24 |Hank Williams SMAW | F/HVIO 3118 CWB

25 |McKenzie Dyck FCAW | FiHNVIO 31|18 CWB

25 |McKenzie Dyck SMAW | FIHND 31| 18 CWB

26 |Robert Holierhoke FCaW | FIHNIO 31| 18 CcwWB

796 |Robert Holierhoke SMAW | FIHNIO 31|18 cweB

VIO 9| W|(O|w|w|D|D|O|w|D|BW|O|Oo|lw|lo|w|o|o|2|0|0|l0lw]|lw] o
Lol nlelnlwluwu|lalow|lvw|lu|lalnlwvw|lo|lw|lo|lolo|lolelwlololonlon
o oo (m)m (||| | m|w (|||l |w|w|o|lo|lew|o|lw|e|oe|loloelel|lo| e
Bl o wow ol v wu ool lvole|lalalon|loa|lwnle|lo|lv|lo|loalo|v|lololo

FCAW | FHAVIO|

27 |Randy Goheen 31|18 CWB
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QW-483 PROCEDURE QUALIFICATION RECORDS (PQR)
[See OW-200.2 Saction [X, ASME Boiler and Prassure Vessel Code)

Company Mame; MARENER INDUSTRIES INC.

Procedure Qualification Record No.; FC-SBG-2G Date: November 1, 2006
WPS Moz FC-5BG-2G
Welding Process(es): FCAW
Types (Manual, Automatic, Semi-Auto.): Semi-automatic
JOINTS (QW-402)
i‘ — =
- =
L
L5 SI0E 1
T
Lot A= e
S —
Groove Design'uf Test Coupon

(For combination qualitication, he deposited weld matal thickness shall be recorded for each flter metal or process used)

BASE METAL (QW-403) POSTWELD HEAT TREATMENT (QW-407)
Material Spec. CSA G40.24 Temperatura No PWHT
Type or Grade S50WT (35 &-20°C) Tirme
P-Mo. to P-Mo. Other
Thickness of Coupon 16 mm
{Diameter of Coupon
{Other Edges were ground to clean metal GAS (QwW-408)
Percent of Compaosition
Gas{es) {Mixture) Flow rate
Shielding  Blueshicid 8 A 25% CO2 35 CFM
'FILLER METAL (QW-404) Trailing - - -
15FA Specification 5.21 Backing = -
\AWS Classification ESIT-1G
[Filler Metal F-No. 5 ELECTRICAL CHARACTERISTICS {(QW-409)
(Weld Metal A-No. i Current DC
‘Size of Filler Metal 0.045" Polarity Reverse Polarity
Other Amps. 205 - 263 AMPS Volts. 20 - 24 Vokts
Tungsten Electrode Size MN/A
Weld Thickness Other
'POSITION (QW-405) TECHNIQUE (QW-410)
| Pasition or Groove Haorizontal {2G) Travel Speed 213 - 620 mm/imin
Weld Progression String or Weave Bead Stringer
Other Oscillation None
Multipass or Single Pass per side Multiple
PREHEAT (QW-406) Single or Multiple Electrodes Single
Preheat Temp. 10°C Other 12 mm stickout
Interpass Temp. 150°C Backgouged (air arc gouging) to depth of 6mm
Other

Hev. 4 Jan.2005




OW-483

PGR No. FC-5BG-2G
Tensile Test (QW-150)
Litimate Ultimate Type of
Specimen Total Load Linit Stress Failure &
No. Width Thickness Area N MPa Location
T 26,71 15.37 410.5 222008 541 Duactiks Faihare in Bass Matad
T2 26.64 15.13 4031 217251 539 Ductils Failure in Bass Matal
Guided-Bend Test {QW-160)
Type and Figure Result
Toughness Test (QW-170)
| Speciman Match Specimen Test Impact Values
Mo, Location Size Temp. J % Shoar Miis Dop Weight Break (i)
i wigid Carts | wamztomm | -20°0 112
i Wwmmziomm | 2070 100
| 10 10 200G 113
! Fiowicin Ling 10 men 16 mm -20°0 86
1 10 10 -20°C 112
1 wmmeiomm | -20°C 33
1 Fusion Ling + 2 mn| 10 mmox 10 mm —EI'.T'“‘G 2{}5
1 10 mmx 1omm 20°C 179
1 jommxiomm | -20°C 73
1 Fusion Ling + Smn) 10 mm o« 10 mm 2000 232
t 10 mim x 160 mm 200G 173
1 £0 om0 mm 20°C 233
Comments:
Fillet-Weld Test (QW-180)
Result-Satslactory Yes No Penatration Intc Parent Matal Yes Mo
Macro - Rasults
Other Test
Typa of Test Hardness Testing, Vickers (BM 177, HAZ 230-279, WM 210-225, HAZ 219-262, BM 160)
Daposi! Analysis
Other Macro examination satisfactory
Welder's Mame Michael Jessome Clock Mo. Stamp No.
Tests Conducted By: Atlantic Metallurgical Consulting Ltd. Laboratory Test No. 2006-AMC-339 Rev A

We garlify that the statemeant in this record are comect and the test walds were prepared, welded and tested in accordance with the
requirements of XB-MO0-Y-0002-00-CE & EEMUA, 158

Manufacturer o £ES
Cravtes ‘J..—.r =z, ool lovd's Fogl =
North Amerga i <v—— S
hark H . 5

LHa.IHax




JELD PROCEDURE DATA SHEET (WPDS) WPDS No FBE-IFV Date Feb. 17. 2005
I o v

ompany EC Industries Limited WPOR Prequalified Rewv, i)

ddress Halifax. Mova Scotia Specification | C5A WaT 1 WEHAWS D11

SLOING DETAILS Speclal Req'ments

‘wld Process(es) | Typeis]

| FoawSemi Automabic

llar Matal Specification(s)

| csawaeon.

(AWYS A 20)

ectrode (Group)/ Flug Class

EA9T-190-1 24 [ET1T-11-80-12)

anufacturer & Designation

Al manufacturers with above cedfified wire classihcahons

snaurmnabie Treatment

Stove wire reets in proteciieg plastc wrapping under waim, dry conditions,

vielding Gas! Flow Rate

TERhAr-255 00, I5-50 o

WELD JOINT DETAILS & PASS SEQUENCE

ingsten Electrode Class | Dia. | WA

lectrode Extension 15 -30 mm

a5 Cup Size 15 - 20 mm

'ald Type Camplete Penstrattan Butl Wald
sint Design Doubie Bevel

zcking/Material NiA

ek Gouging/Method

Arc Ay Gouge & Grind ko Sound Metal

'eld Position

Vertical Up {3G)

lelding Technigude

Steing & Weave

Iea.rrlrlg

Chap, Foe Wire Brush, Gnnd_ as req'd

IASE MATERIALS

SPECIFICATION/GRADE

THICKNESSIDIA. RANGE

PREHEAT TEMP. "C

1842

CS5A W53 Taple 11-1; AWS D11 Table 4.1, WES Table M-1

T 13 mm

C3n W53 Tabée 5.3

AWS D11 Table 4.3

NELDING PARAMETERS Irsterpass Temp, °C MiEn.: Per Prefuat Max.:
Thikck- FILLER METAL
nessf Shcley Pass MNo. Weld Polarity Amps Volts Travel Wire Feed Heat
Weld Layer Mo, Process Spead Speed Inpaut
Sire Chass Dia, {mim'ming kg (AT
mim) Lo e {mmj mm) ||
o o 11 1 FCawm EVIT-1 1.2 DCRP 160-200 20-23 T5-200 55007000 =
12-N 1én FoAW ETTA 1.2 DCRP 170-200 20-23 125-3040 S500-T000 -
2B1-BN B1-Bn FCAW ETIT-1 1:2 DCRP 1T0-200 20-23 125-300 5500-7000 -
H
Fost Weld Hzat Treatmeant N I T
et
NOTES:
1 Procadure s alzo apphicable for OO, shuelding gas, at a voliage range up 1o = B Acceptad to CSA W4T
28V, x
2 Wield sizes represent effective weld Ihroat thickness. JUN 2 b 2805
3 Multipass/split fayers ypataily employed afer doposition of 3 layer.

a

ce valit only when Weld
L ables cerified by © W
Sl 1381 C

SAWAT 1)




VELD PROCEDURE DATA SHEET (WPDS) WPDS No. | FEW.IPY [ pate | Feb 17. 2005
ompany | EC Industries Limited WPQR Prequalifed | Rev. 0
diress Halfax, Hova Scotia specification | CSA WAT T WESAWS D11

/ELDING DETAILS

Special Req'mants

igld Processies) / Typels)

FCAWSem Automatic

iler Metal Specification|s)

CSA W4E DY [AWS AS 20)

Ipctrode [Group) Flux Class

E491T-108012= HIETIT-1/-2112)

lanufacturer & Designation

All manufacturers with above certified wire classifications

onsumable Treatment

hietding Gas/ Flow Rate

| 75%A-25%C0,"V35-50 cfh

Store wire reels in protective plastic wrapping under warm, dry conditions

| WELD JOWNT DETAILS & PASS SEQUENCE

ungsten Electrode Class / Dia MIA

lectrode Extension 15 - 30 rvm

a5 Cup Size | 15-20 mm

leid Type Complete Penetration Butt Weld
sint Design Double Ves

acking/Material | ewin

ack Gouglng/Method

Adg Air Gouge & Grind to- Sound Metal

Ild Position

Wertieal Up (303)

felding Technique

String & Weave

leaning Chip, File, Wire Brush. Grind, a5 reqd,

JASE MATERIALS SPECIFICATION/GRADE THICKNESS/DIA. RANGE PREHEAT TEMP."C
182 CSA W5S Table 11-1; AWS D1.1 Table 4.1; WES Table -1 T-19mm CSAWHS Table 5.3

AWS D11 Tabk: 4.3

VELDING PARAMETERS | interpass Temp. "¢ | Min:  Per Preheat M :

"hick- FILLER METAL

ness! Sidef Pass Mo. Weid Polarity Amps Valts Travel Wirs Feed Heat
Wetd Layer Mo, Process Spawd Spead Input
Sime Class Dia. {rnivdming {memdming (LA
mm} o o {mam) mm}

jgi i 1 FCAW ETIT-1 1.2 DCRP 160-200 20-23 T3-200 S500-7000
12-N 172-n FCaw E7iT-1 1.2 DCRP 170-200 20-23 125-300 S500-T000 -
2/B81-BN 81-Bn FCAW ETiT-1 1.2 DCRP 170-200 20.23 125-300 S5500-7000
On the Basic of |

*ost Weld Heat Treatment M i

I0TES:

] Procedure 5 also applicable for I::I:!r shielding gas, at a voltage range up to

284

'} Weld sizas represent efective weld throat thickness:
i} Wulbipass/=plit layers typically employed after deposition of 37 ayer.

affe valid only when \Weldingy
#latles certified by C.W.8
{1, CSA WAaT. 1)




WELD PROCEDURE DATA SHEET (WPDS) WPDS No. FEV-3PE Date May 12, 2003
Company | EC Indusiries Limited WPQR Prequaiified Rev. o
Address Dartmouth, Nova Scotia Specification | CSA W4T 1 WSSAWS D14
[WELDNGOETALS | Special Reqments | e e
Weld Processies) / Typa(s) FCAW/Semi Automatic
| Filier Motal Specilication|s) 54 WEE.5-M; (AWS AS.20)
Electrode {Group) Flux Class E4301 T-3-CH; [ETIT-1145)

Manufecturer & Designation Al manufeciurers with above cartified wire classifications.
Consumable Treatmant Store wire rests in protective plastic wirapping under warm, dry conditions.
Shieiding Gas/ Flow Rate 75%Ar 25%C0,"/35-50 cfh WELD JOWT DETAILS & PASS SEQUENCE |
Tungsien Electrode Class [ Dia. A
Electrade Extension 15 - 30 mm <] i PF
Gas Cup Sizo 15. 20 mm
Weld Type Complete Pensiration Butt Weld
[ soint Design Double Vee
Backing/Material NrA
Back Gouging/Method At Alr Gouge & Grind 1o Sound Metal
Weid Paosition Flat (1G)
Welding Technigue String & Weave v
| Cleaning Chip, File, Wire Brush, Grind, as reg'd,
" || BASE MaTERIALS SPECIFICATION/GRADE THICKNESS/MDIA RANGE PREHEAT TEMP, *C
122 | CSA WSS Table 11-1; AWS D1.1 Table 4.1, WES Table M-1 Tz 19mm C5A WSS Table 5.3
AWS D11 Table 43
WELINNG PARAMETERS interpass Temp. °C Min:  Per Prahaat Max:
Thick- FILLER METAL
nassl Sidef Pass No, Wald Podarity Amps Voits Travel Wire Fead Heat
Wald Layar No. Process Speed Speed Inpun
Size Class Dia. fmemimin} | (remimin | (K
{mm) ] @ {rmem) i
=153 tH-M -n FCAw ET1TA 12 DeRP 180220 | 2926 S500-7000 -
141-M 1n FCAW ENT- 1.6 DCRP 220280 205 B800-T500 -
2f81-BN B1-Bn FLAaW ETiT-1 1.2 DCRP 180-220 m S500-7000
2IB1-BH B1-8Bn FCAW ETIT-1 16 DCRP 220-280 26 5500-7500 -
I
’ = 2
Post Weld Heat Treatment A {l APPROVAL
e
TTEE Procedure is aiso appiicable for GO, shielding gas. AL ‘ Procedive Dta
2) Weld sizes raprasent affective weld throat thickness. - =N|GWE Asoapied io CRA W7,
3 Multipassisplit layers typically employed after deposition of 2™ layer. o s e -
* P J. HOBES JUN 11 2003




A, £,
£ AN

MARENER
WELD DATA SHEET

Quality Form Mumber QF - 13

' Job No.AME(Q1005001 Ref. Standard csa war.twswawspr) | WPDS No. FC-SBG-2G
| & EEMUA 158; XB-MOO-Y-[5-0002-00-C
Welding Process il Pulsed: Yes [ ] No ] Pulsed: Yes [ ] No |
1 FCAW 2
Shielding gas type: AT/COz r
Positions: Vertical Up Joint configuration & pass/layer sequence
Process Mode: Manual [ | Semi-auto <] Machine [ ] Auto []
Joint Tvpe: Butt [<] Tee B Corner [ ] Lap [ ] Edge []
Penetration: Complete [ Partial (ETT= y LI Fillet [ ]
Backing: Material: Thickness:
Backgouging: Yes DX] Method Air Carbon Arc
No [ | Depth Smm
Electrode extension: 15 + 1/8 in. SIDE 1
| Nozzle diameter: “'/1 in.
| Flux classification
| Tungsten electrode Type: B Diameter;
Cleaning procedures Wire brush & chipping hammer
DSA W86 rebar splice | Direct splice [_] Indirect splice [_] Lap splice [
type: Rebar to structural member oniy []

| ldentification of Base Material: (for CSA 186 indicate carbon Equiva_]e_nt:- max. Phosphorus & sulphur content) |

| Part Specification & Grade Thickness or Dia, Special requirements e
I CSA 350WT Cat 5 (35]@-40c) 0.625 Hi#A6D132 CEV.32
I | ASTM AS572 Gr.50S (351 @-40c) | 0.625 Hi#244106 CEV.35
Identification of filler material:
Process Trade Name Classification Lot#
FCAW Nittetsu SF-3AM (E8IT1-G) | ERIT1-G 3IV761GPI960D
Welding Parameters
Thick-| Weld [Layer| Pass# | Welding | Dia. | Wire Feed Current| Vol |Current| Welding [ Burn-off] G Heat
ness | sizefE PrOCEess speed : polarity|  speed rife as flow | Input
& )| IT (in.) | (in./min) A W mm.min| { ) rate  ((Kj/min )
| (ft3/hr ) |
16 it | 1 FCAW | 0% | 315 221 25 | DCRP | 248 35 22
NI
Bm
2 2&3 | FCAW | .45 | 310 231 |[248 | DCRP | 435 35 L
3 4&5 | FCAW | 45 | 319 225 | 237 | DCRP | 300 35 85
4 6-9 | FCAW |05 31D fz‘“g- 22 | BCRP | 465 35 ;LL
|32 1p | Fcaw [ .5 1305 228 | 242 | DCRP | 457 35 T a—
¥
| 2 |23 |FCAW |5 [303 200 |22 [DCRP [ 536 35 |03 ’
I Heat Treatment e
. Intcrpass temp. max:250¢ Company Authorization
Preheat min.: 10¢
IF§ Interpass (emp. min.:75
Remarks: L /nz_)!oé.
Dﬂtgl Month [ Day I Yaar—|
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Job No. AMEO1005001 Ref. Standard csa wiz.iwssaws | WPDS No. FC-SBG3G
D11 & EEMUA |38:B-MOD-Y- 1 54002-00-C6
Wel'dmg Process | Pulsed: Yes [ No l Pulsed: Yes [ ] No B
Shielding gas type: Ar/COz
Positions: Vertical Up Joint configuration & pass/layer stuence
Process Mode: Manual | | Semi-auto (<] Machine [ ] Auto [ ]
|_Joint Type: Butt [ Tee B Corner [ ] Lap Edge [ ] SIDE ¢
| Penetration: Complete [%] Partial (ETT= 3 Fillet [ ]
| Backing: , Material: ; Thickness:
' Backgouging: Yes E Method Air Carbon Are
No D Depth Smm
Electrode extension: ¥+ 1/8 n
Nozzle diameter: 5 n.
Flux classification
Tungsten electrode Type: __ Diameter: -
Cleaning procedures Wire brush & chipping hammer
DSA W186 rebar splice | Direct splice [_] Indirect splice [] Lap sphice [ ]
type: Rebar to structural member only []
Identification of Base Material: (for CSA 186 indicate carbon equivalent, max. Phosphorus & sulphur content) ﬁi
Part Specification & Grade Thickness or Dia. _ Special requirements
s CSA 350WT Cat 5 (35) @-40)c) 0.625 Ht#A6D132 CEV (.32
| ASTM A572 Gr.508 (35] @-40c) 0.625 Hi#244106 CEV (.35
Identification of filler material:
Process Trade Name Classification | Lot #
| FCAW Nittetsu SF-3AM (ERIT1-G) | E8ITI-G IVT61GP960)
Welding Parameters
Thick-{ Weld lu_r.rm Pass# | Welding | Dia. | Wire Feed CunemI Vol (Current| Welding | Bumn-off G Heat
ness | size/E PrOCess speed polarity| speed rate as flow | Input
R N b (i) | {in./min) A v mm./min| { ) rate  (Kj/mm )
(fi3/hr }
L 1 1 ECAW | 045 | 240 180 |21 |PCRP | 190 35 e
e 3
Bin
! 2 |2&3 |FCAW |.045 [ 9095 21§ |21 [DCRP | 375 35 e
. 3 4&5 | FCAW | 045 | 9g5 215 |22 | PERP 131D 35 .85
- 4 [6-7 |FCAW [.085 [290 M [22 [PeRR Tasy 35 »
i"f 1 FCAW | .045 | 290 220 |22 | PCRR | 999 35 L1
2 |. 2-3 | FCAW | .45 | 9q() 207 |[222 | DCRR | 313 35 Gk
_Heat Treatment i s R
—J Interpass temp. max:250c Company Auothorization
Preheat min.: 10c
Interpass temp. min.:585
Remarks: I (‘3‘1"’0‘; ==t
Date | Mﬂulh_LD-a}r | Year I




