Mosher WELDING PROCEDURE No  SMAW-06-CVN

ENGINEERING
DATA SHEET Date Mas 5 208
[Comnany Name Masher Engineenng Wida. Specification No RTR-1
jAddress 1358 Queen Stree! Reference WPQR
Halifax Nova Scotia  B3J 2HS Ref Standards CSA WaT 1, W50 & Wsd
|Material Information:
[lPosition Horzontal Welding Process SMAW Consumable’ E4Q1BE48ME/ETNE
llEase Mmat CAN G40 21 350WT Maode of Transfer N/A Shielding Gas NiA
Cat. 5 (27. @-40°C) Process Mode Manua Gas Flow far
Tungsten Type Tungsten Dia
liCleaning Wire brush and remove slag in between passes PHT Temp 15°C or 59
PWHT Temp NA
Typical Jont Detalls Typical Pass & Layer Sequence
Side 2 v |Side1
o
:

G ) fl“r <SMAW-06-CVN
: / G GTSM <) I

G =T/2 to a max. of 5mm (3/16")

—=1 T = Tee. = 12mm (1/2)
Joint Configuration: Joint Detalis: Technique & Process Information:
Loint Type Butt, Tee Corner 6= T2 |7()= 0 Electrical Stickout 34 =18
\Weld Type Comglete Joint Pengtration R:= © Nozzle Diameter.
liBackgouging Backgouged to Sound Metal Average Deposition Rate. 2.6 e
[tweld ing Parameters:
Weld Size | papth of Side| Layer No. Pass No. |Electrode Size| Current (Amps)| Wire Feed Speed | ArcVolls | Travel Speed | Average
Prepn | N° DCRP (inimin) (Volts) i Heal Inpu
in _mm if Min  Max | Min  Max| in mm | Min Max | Min Max |Min  Max] Min Max (ol
4B 145) T 1 1| 3m2[ 24 | 75 |-] o5 20|-| 22| 57 7 16.0
2 2 2 332] 24 75 |-] 95 20]-]122}) = v 16.0
516 | 70 516 1 1 2 1 2 3/32] 24 75 |-| 95 20|-| 22| 4¢ 62 16.0
2 3 3 ]-] 3 3/32] 24 75 |-] 95 20(-y 22| 57 ! 16.0
38 |95 378 1 1 2 1 1] 2 332 24 75 |-] 85 20 |-] 22 3.5 < 16.0
2 3 3 |-] 3 33z] 24 75 |-] 95 20 ]-) 22 3 T 16.0
|[Revision Status: CWE Approval: Company's Approval:
lIpate Explanation r—__\
22/07/2008 |Per PQR P65JR78 CWB Accepted
|INOTES:
1 Use stringer beads only Restrict weld bead 1o £ 16 mm y L
:u ::;: ?:z:: J:presem eflective weld throat thickness for e Jul 25. 2008 [ qi-‘-o?;-——.f‘
3 Target heal inpuls at calculated average y
4 Tack weld paramelers 1o be per main wald parameters Valid only if welding consumables
5. Backgouge as necessary lo repair side 2 L are certified by the CWB =
[IPrepared by: FORGERON ENGINEERING LIMITED Tel: (902) §35-7225




RTR FORM S-101, 1992 Szrnﬁ?ée;;‘:ggﬁsﬁ N ot
W47.1 2002
to CSA DATA SHEET SMAW-31 MARCH 28,
MOSHER ENGINEERING LIMITED WPS No. RTR-1(A)
Company i CSA W47.1, W59
Name and Applicable oy
Camplete 2089 Upper Water Street Standerds) g WAB.A
Address | Halifax, Nova Scotia, B3J 2R7 Electrode  E41011
Welding r@ SMAW E SAW I—I GTAW (Tungsten) Type: Classification
foL7 o
Pw::“ FEAW amaw [ Jesw [ Jsw l i I[5¢| Preheat Minimum as per CSA W58
Mode E’ Manual D Semi-Automatic I:] Machine l:l Automatic Other
S Steel group 2 from Table §-3 of W59 Welding Posttion | o | Minimum As above
ateria . pra
Excluding 260WT, 300W, 300WT, A570
Designation ’ 1 ' HORIZONTAL Temperature A
Gr. 50, A572 Gr. 50 & A607 Gr. 50 Maximum 450 deg. F
SMAW-31
o-1me"
0-15mm % 1
+ pa—
% # LAYERS 1 2
3/16"°</=T </=11/4"
Sketch Of Typical Joint Preperation Typical Pass and Layer Sequence
Groove Weld Groove Weld Jolnt Type Automatic or Semi-Automatic
Complete Joint Penetration Partial Joint Penetration as per CSAWS9 g0 irical
Back-gouged to sound metal Minimum ae per CSA W53 El R E] Tee Sﬁfhf’t
Welded onto steel backing Others Shielding cu.ft
Other E Lap Gas Jhe.
Fillet Weld D Edge IE
[X] Minimum as per csA wsse Corner | Fux
Material ETT, or Side Layer Pass Electrode Current | Amperes | Wire Fead Vohs Arc Travel
Thickness Fillet Size No. Number Number (in) Size (mm) Polarity Speed (in/min) Speed (in/min)
3/16" Smm 1 1 3/32 2.5 DCRP 55-75
1/4 68mm 1 k | 1/8 3.2 DCRP 85-1156
OR 1 1 5/32 4.0 DCRP 130160
516" Bmm 1-2 1-3* B/32 4.0 DCRP 130180
3/8" 10mm 13 1-5* 5/32 4.0 DCRP 130-1460
OR 1-2 1-3* 3118 5.0 DCRP 170-190
12" 12mm 1-3 1-5* 3/18 5.0 DCRP 170-1%0
Revision Date Explanation CWB Approval
Weiding Procedure Data Sheet
CWB Aporoved to CSA WA4T7.1
NOTES: *NUMBER OF PASSES MAY VARY BY +/-1 PASS :-v b e PRNT
Appreval velid only whan Welding
Consurmatles certilieo by C.W.B.
(L2214, CSAWATY) LA
v




CWB Form 130E/2003-1

CANADIAN WELDING BUREAU | WELDING PROCEDURE P 036339
DIVISION OF CWB GROUP - INDUSTRY SERVICES QUALIFICATION REPORT

REPORT OF

Company Cod
oLy DLO o APPLICABLE STANDARD : wpDs NoA3332— (4
Q MONTH| DAY YEAR [J CSA W47.1 ECSA wa7.2 :D F B !ﬂ R L WPS No. A' 33&0

C]CSAW186 [ AWSD1.3

DATE OF TEST
CJOTHER metest [LAYes [ Jno |Laswomkreoumen [ Jves [fo
INVOICING DATA

QUALIFICATION REQUESTED BY: (i1 company [ Jcws Hours on Site /I SHRS. @ H a0 MR.=/I0). o PRO1

Company Hours Travelling + S HRS. @ D MHR.= 4» ap|PR-02

s lE'_\ga_-Yaﬂ_e-q [4d Kilometres (kms) 27 kM. e o4&  nM.= /7.64pPr0s

Location it ' Travel Expenses PR-08
of Tes! él‘vl / "[ S L

ab Charges HRS. @ MHA. = PR-04

Tes! Plate Specimen A t HRS. A= PR-05
CWB Witness Lﬂﬂ @M Number 202 b scolrkl ik o 5. e
Engineering Charge HRS. @ MHA. = PR-09
Signature of
Comp. Rep. ::ﬂ W Outside Lab. Charges PR-06/7

o Welding Process Process Mode Method of Backgouging
Welder's H Weiders O ves - 7
Name é.?f&ﬁ’- ‘—’ 'l, [‘ e N.T. Card Required [] No SAW GTawW Manual . N ﬁ.‘
o ' I ‘ I :I ‘ | SMAW PAW Semi-Aulomalic Depth of Backgouging

FCAW GMAW Machine

P OTHER . —-_ ! Automalic
1. specication - bl TS5 1)

o Specificatio rade Classification Trade Name Manulacturer
Materials 2 specitication ST R22/~ 2 erdeltrlol ~TLS1(

Preheat 25” Interpass MIN MAX Pl Y L R 535¢ [ ﬂ"thQ
Tﬁmpmm%ﬁﬁ" Tempsrakie MQ' [ fgb; vdey || Fiermetars

Post-Weld

Treaiment M DODWEe_ Flux
Tungsten Type: E H P Tungsten Diameter: D

2

&= ""Avaon Rae JOL /M | 5592 pom
Centif (%7 T B

CHHER - ——= Eltl’!?:‘lrgdua Used? O N:s Er:’cllm Pgllanygeﬂc ” E ' Ex?uenr:go: lﬁ

Woelding Sequence Filler Metal Arc Parameters Welding Sequence Filler Metal Arc Parameters

Welding ClFLat B VERTICAL UP
Position(s)  [AHORIZ. VERTICAL DOWN

3

T T
Side ,Laysr Pass Size W.Feed | Amperes | Volts | Arc Travel Side Layer | Pass Size W.Feed| Amperes | Volls | Arc Travel
| Speed | Speed Speed Speed
1

UNITS mm) (}{A: & 1N _(ﬂ%d‘ UNITS ( )¢ )| A v ) |
[ 11 |32 298 1 19 | &9

|
| |

|
ecuien LABORATORY EVALUATION
opesmceion 3 ogmmery. B o S B g R
£ F-'!j {3 Root Bend B
Face Bend E e
: Facled dueto L2eK[smom [0 00
! twon (1
. oL 3 Macro Eich O OO0
F'rm-{-u.xe.— S fec Fraclure [0 & 0O
Other(s) l

it [y (¥ s
'ooog

NOTE <

T Fadled dueltv

DATE D7 A G

MONTH| DAY YEAR




CANADIAN WELDING BUREAU WELDING PROC "'@S\T
DIVISION OF CWB GROUP - INDUSTRY SERVICES QUALIFICATION
REPORT OF J
Ql 2| ¢ 2|2 [ APPLICABLESTANDARD | ¥ e S e
MON{: s me & = csawar ECsawarz || Company Code P"56594  weoswno. 4 R332- 14
Nl [CJCSAW186 [ ]AWSD1.3
DATEOFTEST || SoTHER FIBAIRZ2 wes No. 43300
QUALIFICATION REQUESTED BY: @coumﬂv D cwB RETEST D YES @ NO |LAB WORK REQUIRED D YES B NO
Company INVOICING DATA
name D) . Raynes [+4d
s [J cl Hours on Site [-5 HRse Zppp MR- [1p.00
of Test AU .‘ S H
ours Travelling A ,_5" HRS. @ g'a 00 MHR. = Hn .20
Test P o
cws winess L) Nnber 2O Z || kiometras (kms) 747 KM 8 Bug M= 9,
Signature of 2 M Travel Expenses
Comp. Rep.
z Welding Process Process Mode Method gf Backgouging
Welder's Weld O v
Ko MM[&L N.T. Card Requited (] No_ g":ﬂfw il g‘:;‘;jummm ﬂ i&
s,m,j ’ J [ l ‘ L | rcaw [ amaw Machine Oyt Jackgouging
Sy _ ! OTHER ] Automatic l A
:!aast:nals ; z::::::"u—"gﬂ—% ::: M—‘: / Classification Trade Name Manulfacturer
Preheat Interpass N Wiy ER“& b nclﬂiﬂb
Temperatur 12/[1— Temperalure N 4 | [ A *| | Eiller Metal 8
Post-Weld
Trealment N ONne_ Flux
Cieaning P ures Tungsten Type: & ] P Tungsten Diameter: Aﬁ.bﬂ_&
| lS lﬂ. ahi:lding 4 X ;Iuw 3 / E Nozzle
Welding FLAT B VERTICAL UP BOVEHHEAD C:ﬂified r_?on = C:::enllT AL :::t merim
Position(s) ORIZ. VERTICAL DOWN OTHER Electrode Used? No and m Extension /
\_ Welding Sequence Filler Metal Arc Parameters Welding Sequence Filler Metal Arc Parameters
Side Layer | Pass Size W.Feed | Amperes | Volts | Arc Travel Side Layer | Pass Size W.Feed | Amperes | Volts | Arc Travel
Speed S Speed Speed
UNITS mmy | ") A v ‘”ﬁlmﬂj UNITS { ) | v )
( 1L ] |32 NA| 2997 19 | &9 | |
" : ] _ ) ABORATORY EVALUATION
R i e g . (O Specen Etmecil
4 Rool Bend e B
[ﬂ.‘ (C) F‘ 'lﬁ l[s Face Bend ElLFL 1]
Side Bend il e i)
Tensil O o._ag
h F:-Q_,{ led du‘e‘ to /a‘k M:-:roe&ch | ) ﬁ'
/ / o # ﬂeue_{'Ya_{' (on N Facne O ¥ 0O
,4! Ervectuse Specimad (o 0 oo
(7 e 0 0O
NOTES :
'€- /5> _ﬂ/ A ledd tee Yo
\\._ FI [
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1 |
i L"—&] ATElp 7o 7 2. 005
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CANADIAN WELDING BUREAU

WELDING PROCEDURE

CWB Form 130E/2003-1

P 036341

DIVISION OF CWB GROUP - INDUSTRY services | QUALIFICATION REPORT
REPORT OF
Company Code
ol |2le|2]ololg APPLICABLE STANDARD WPDS No.
\ SA W47.1 CSAW4T.2 .
Cmmmnr:orn—::':ﬂ g'gs;\wws SAWSD‘B M E__rJ 11011 WES Ha.. 1 00
[JOTHER D 473 metest [ | ves [no Jua workreauiRen  [LAves [ [no
INVOICING DATA
QUALIFICATION REQUESTED BY: ]zcoumuv Dcwa Hours On Site JL WS 9% do MR % =Ror
Company bJ Hours Travelling 0:5HRS. @ SN 00 MR = kg Z=|PR02
Name  Mefa | ovid Kilometres (kms) 20 kM. 0 A.4F Kv.=  96°|proa
Location : Travel Expenses PR-08
atesi St Johus , AL Lab Charges HRS. @ /HR. = PR-04
OWE Winsss LB Fel ham Lﬁﬂm::'ﬂ 220 Specimen Assessment HRS. @ HR. = PR-05
Engineering Charge HRAS. @ HR. = PR-09
ot i ! ) g9y | duaan £ i Outside Lab. Charges PR-08/7
o e + — Welding Process Process Mode Mathod ckgouging
v loe Feuer NP | Qo How | B | NIA -
s.mTJ | | Fcaw  Llamaw Machine D oGy
2 OTHER Automalic
1, Speciﬁcaiionﬁ d 0225 Grade S 555 / 3
BM:T:""S 2. Specification éd {HA225 Grade 5355 é{ﬂ ek bl #A::nulacmmr
TPrmal 75°C"_ |Tmamass 8’ :!IN | Mm:: Filler Melal A 555'137-(-’! 4{4 22){8’
emperalure emperature
ks o (20°C || Fiiermetarn QITI-NI( |SAepuedL (22| SAF
Treaiment ND ne Flux
Clganing Proced hﬂﬂsn‘rme: Tungsten Diameter:
Chupng Hammex , Wive Brush, @evndeyr | [snoan Fiow Nozzle
| weing T Jrear Evenncm. uP B(;VERHEAD S o 1 rate 22L [y | Sae lomm
O Position(s) ORIZ. VERTICAL DOWN OTHER oo AR ol Mo Em‘;z“ Zﬂﬂ\
Welding Sequence Filler Metal Arc Parameters Welding Sequence Filler Matal Arc Pau;llur:
Side Layer | Pass Size W. Feed akr'n;:»aresI Volts | Arc Travel Side | Layer | Pass Size W.Feed| Amperes| Volls | Arc Travel
Speed Speed Speed Speed
UNITS MM )| (Y] A v [M%am UNITS mm )| Vgm| A v (‘FE%'(:
Ll [Ralum]i32a 20 ] 45 ([ 1 [ s]® [Lalse ]| 242 | 225] 268
I 12 |2 |/6 &g | 24p | 23| j9/ | 9 1le |50 | 275 (225|306 |
[ |3 1R [ 1e 4y | 230 | 23| 29/ | | (6 |l1b (S0 | 265 |225] 34]
7 D | 4 |le S| 28n| 23| A8 || | |46 |1 |t |S0 ]| 225 1 22.5] 3Ll |
| 4 S5 |1le!50 26523 2% || [ |7 Y2-lo| ll | 5.0 | 279 |72.5| 435
L 4 g |ielsal 282 225] 297
e S Lo 225 +ed ORATORY EVALUATION
ey i S o} e s RECHIE, X v LT
QQ-) TANSHructions Rool Bend 000
Face Bend {808
Side Bend < B
Tensile Ho i alliw
Macro Elch |0 O af
g:u Fraclure sisig i
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MOSHER ENGINEERING LIMITED Page 1
2089 Upper Water Street

Halifax, Nova Scotia, B3J 2R7 MARCH 28, 2002
WELDING STANDARDS CWB APPROVAL ENGINEERS STAMP
to CSA W47.1

GENERAL NOTES

1. General Notes

1.1 The Welding Standards of this firm are prepared in accordance with CSA
Standard W47.1 - 1992. All welding will be performed in conformance with CSA Standard
W58 - M1989, and to any revisions to the above mentioned Codes.

1.2 All welding operators employed will be qualified in accordance with CSA W47.1

and will be allowed to weld only the classifications (T and S), and positions for which they
are qualified. They shall use only those welding processes and electrode classifications for
which they are qualified.

1.3 Any welding sub-contracted by this form will be sublet only to firms approved

and certified to CSA W47.1 - 1992 by the Canadian Welding Bureau. Drawings and
welding procedures will be issued to the above sub-contractor so that welding quality is
insured. (The subcontractor's CWB approved welding procedure may be used if
satisfactory to the prime contractor.)

1.4 Changes in welding methods or welding engineering standards and additions to
joints welded will be submitted to CWB for approval in accordance with Clause 6.4 of CSA
Standard 47.1 before being used in production.

1.5 Only electrodes approved under CSA electrode standard or those conditionally
approved under CSA Standard W47.1 shall be used. Each welding procedure data sheet
will designate the electrode(s) to be used for the joint, the applicable codes and the number
of the welding procedure specification which governs the data sheet application.

1.6 The individual data sheets will show the material specification(s) which may be
welded.




MOSHER ENGINEERING LIMITED Page 2
2089 Upper Water Street

Halifax, Nova Scotia, B3J 2R7 MARCH 28, 2002
WELDING STANDARDS CWB APPROVAL ENGINEERS STAMP

&
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GENERAL NOTES

1.7 Unless called for otherwise On a specific data sheet, vertical welds shall be made
with progression of each pass in an upward direction.

1.8 All slag or flux remaining on any bead of welding shall be removed before laying
down the next successive bead. Similarily with any new cracks, blow holes or
porosity.

1.9 Metal surface to be welded shall be dry, clean and free from loose scale, paint
and grease.

1.10 Specially designed anti- Spatter compounds shall be used where called for on
shop drawings.

1.11 No welding shall be done when temperature of the base metal is lower than -18

C (0 F) except with the express consent of the engineer. At temperatures below 0 C (32 F)
the surfaces of all areas within 75mm (3") of the joint where a weld is to be deposited, shall
be heated to a temperature at least warm to the hand before welding is commenced.

1.12 The operator and the work shall be adequately protected against the direct
effect of wind, snow and rain.




MOSHER ENGINEERING LIMITED Page 3

2089 Upper Water Street

Halifax, Nova Scotia, B3J 2R7 MARCH 28, 2002
WELDING STANDARDS CWB APPROVAL ENGINEERS STAMP
to CSA W47.1

2.a WELDING SYMBOLS AND
BASIC JOINTS

1. Welding symbols shall be as shown in AWS Standard A2.4, Symbols for Welding
and Nondestructive Testing. See Appendix D of CSAWS59-M1989 for symbols from that
Standard and additional conventions developed for incorporation into this Standard.
Special requirements shall be fully explained by notes or details.

Detail of butt joints, corner joints, T-joints, lap joints and edge joints are shown
in Appendix D, CSA W59-M1989. Standard location on elements of a welding
symbol are also shown in this appendix.




MOSHER ENGINEERING LIMITED
2089 Upper Water Street
Halifax, Nova Scotia, B3J 2R7

Page 4

MARCH 28, 2002

WELDING STANDARDS
to CSA W47.1

CWB APPROVAL

ENGINEERS STAMP

2.b CLARIFICATION OF "ARROW"

AND "OTHER" SIDE

SIEnATURE

Other Side

/ Arrow Side
3

5 4

o)

@

Arrow Side = Corner No. 1
Joint = Contact Area 1 - 2
Other Side = Corner No. 2

8
%
@/@
L§1
© || ©
B

Arrow Side = Corner No. 1
Joint = Contract Area 1 - 4
Other Side = Corner No. 4




MOSHER ENGINEERING LIMITED Page 5

2089 Upper Water Street
Halifax, Nova Scotia, B3J 2R7 MARCH 28, 2002
WELDING STANDARDS CWB APPROVAL ENGINEERS STAMP
to CSA W47.1

&
b.. A. T.Efs
S . L7

2.c CLARIFICATION OF INTERMITTENT o TUSIGNATURE

AND STAGGERED FILLET WELDS WAV

Sl
<
vl

CHAIN INTERMITTENT FILLET WELD
"4 N4-i12 12 P [ O

/ bV 412 w212

el e le | e

, [} T
STAGGERED INTERMITTENT FILLET WELD

Note;

(@) When intermittent fillet welding is used by itself, the symbol indicates that
increments shall be located at the ends of the dimensioned length.

(b) If required by actual length of the joint the length of increment of the welds at
the end of the joint should be increased to terminate the weld at the end of the joint.




MOSHER ENGINEERING LIMITED Page 6
2089 Upper Water Street
Halifax, Nova Scotia, B3J 2R7 MARCH 28, 2002

WELDING STANDARDS CWB APPROVAL ENGINEERS STAMP
to CSA W47.1

2.d GENERAL DRAFTING AND DESIGN
INFORMATION

(1) Welds on both sides of the joint shall be shown by placing weld symbols on both
sides of the reference line. The size of a fillet weld or groove weld (Depth unless it is
complete joint penetration) shall be shown to the left of the weld symbol.

The length of a fillet or groove weld, when indicated on the welding symbol, shall
be shown to the right of the weld symbol. Unless otherwise indicated on the
welding symbol all welds shall be continous.

When no general note governing the dimensions of fillet welds or groove welds
appears on the drawing the dimensions of fillet welds and groove welds on both sides of the
joint shall be shown as follows.

(a) When both welds have the same dimensions, both shall be dimensioned.

(b) When the welds differ in dimensions, both shall be dimensioned.

(2) Symbols apply between abrupt changes in the direction of the welding or to the
extent of hatching or dimension lines. Weld extending beyond abrupt changes in the
direction of the welding shall be indicated by means of additional arrow points to each
section of the joint to be welded. The above applies except when the weld all around
symbol is used.

(3) When desired, General Notes, may be placed on a drawing to provide detailed
information pertaining to predominant welds,
i.e. Unless otherwise indicated all fillet welds are 8mm (5/16") in size.

Such information need not be repeated on the symbol.
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2089 Upper Water Street
Halifax, Nova Scotia, B3J 2R7 MARCH 28, 2002

WELDING STANDARDS CWB APPROVAL ENGINEERS STAMP
to CSA W47.1

#. T. ROSE
2.d GENERAL DRAFTING AND DESIGN S L7 S
INFORMATION TRy

(4) When only one member of a joint is to be prepared the arrow shall point with a
definite break toward that member.

(5) All welds to be called up in Imperial Units unless drawing is designated as a
metric drawing in which case all welds will be in Metric Units.

(6) The following finishing symbols, indicate the method, not the degree, of finish
required for a weld.

C - Chipping R - Rolling
G - Grinding H - Hammering
M - Matching

The above does not include for normal cleaning which is always required after
each weld pass.




MOSHER ENGINEERING LIMITED Page 8

2089 Upper Water Street
Halifax, Nova Scotia, B3J 2R7 MARCH 28, 2002

WELDING STANDARDS CWB APPROVAL ENGINEERS STAMP

to CSA W47.1

3 SUPPLEMENTARY WELD
INFORMATION

3.a Fillet Welds

1. The effective area of a fillet weld shall be the effective weld length
multiplied by the effective throat thickness.

2. The effective length of a fillet weld shall be the overall length of the full-size
fillet, including end returns. No reduction in effective length shall be made for either the
start or termination of the weld if the weld is full size throughout its length.

3. The effective length of a curved fillet weld shall be measured along the
centreline of the effective throat.

4. The effective throat thickness shall be the shortest distance from the root
to the face of the diagrammatic weld for al| processes except SAW which will be
governed by CSA W59-4.3.2 4.

5. Fillet welds may be used in skewed T-joints having a dihedral angle of not
less than 60 degrees nor more than 120 degrees as shown in figure 4-2 and
clause 4.3.2.5 of CSA W58-M1989
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2089 Upper Water Street
Halifax, Nova Scotia, B3J 2R7

WELDING STANDARDS
to CSA W47.1

MARCH 28, 2002

CWB APPROVAL ENGINEERS STAMP

3 SUPPLEMENTARY WELD
INFORMATION

3.A Fillet Welds

4. The maximum fillet weld size permitted along the edge of material shall be:
(a)

The thickness of the material for material less than 6mm (1/4") thick.
(b)

2mm(1/16") less than the thickness of material for 6mm (1/4

ll) Or
more in thickness unless the weld is designated on the detail drawing
to be built out to obtain full throat thickness.

(c) The size of fillet welds on top of groove welds when required by the
engineer for smoother transiton in "T" and corner joints shall not be
less that t/4 where it is the thickness of the groove welded member,

but need not to be more than 10mm (3/8"). They shall be mandatory
for T-Joint subject to tension normal to the axis of the weld.

5. The minimum effective length of a fillet weld shall be 40mm (112" or 4
times the size of the fillet whichever is larger

6. Fillet welds may be continous or intermittent except for CSA W59-12.4.14.
1.d which notes restriction on the use of intermittent welds in dynamically
loaded structures.

The minimum overlap of parts in stress carrying lap joints shall be 5 times
the thickness of the thinner part joined. Unless late

ral deflection of the parts
is prevented, they shall be connected by two transverse lines of fillet, or by
longitudinal fillet welds along the edges or in slots.
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2089 Upper Water Street
Halifax, Nova Scotia, B3J 2R7

MARCH 28, 2002

WELDING STANDARDS

CWB APPROVAL ENGINEERS STAMP

to CSA W47.1

3 SUPPLEMENTARY WELD
INFORMATION

3.A Fillet Welds

8.

Fillet welds shall not terminate at corners of parts of members but shall be
returned continously, full size around the corner for a length equal to twice
the weld size where such return can be made in the same plane.

The minimum fillet size as measured s
(Table 3-1). Except that the weld size

hall be shown in the table below
need not exceed the thickness of

the thinner part joined unless a larger size is required by calculated stress.
For this exception particular care shall be taken to provide sufficient heat

input to ensure weld soundness.

When welding attachments to members which do not carry calculated
stress, the requirements of the table below need not apply.

TABLE 3-1 MINIMUM FILLET SIZE

MATERIAL THICKNESS OF MINIMUM SIZE OF FILLET
THICKER PART JOINED IN WELD IN MILLIMETERS
MILLIMETERS (INCHES) (INCHES)
To 12mm (1/2") Inclusive 5mm (3/16")
Single Pass
Over 12mm (1/2") to 20mm (3/4") 8mm (1/4") welds Must
be used
Over 20mm (3/4") 8mm (5/16")
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WELDING STANDARDS CWB APPROVAL ENGINEERS STAMP
to CSA W47.1

3 SUPPLEMENTARY WELD
INFORMATION

3.b

Groove Welds

1. A complete penetration groove weld is defined as one made from one
side on a backing bar or on both sides combined with back gouging to
provide complete penetration and fusion of weld and base metal
throughout the depth of the joint.

2. The effective area of a groove weld shall be the effective weld length
multiplied by the efective throat thickness.

3. The effective throat thickness of a complete joint penetration groove weld
shall be the thickness of the thinner part joined. (No increase is permitted
for weld reinforcement.).

4. The minimum groove depth of single partial joint penetration groove
welds or on each side of double partial joint penetration groove welds
shall be in accordance with the Table 3.2 on page 12.

S.  For details of Plug and Slot Welds refer to section 4.4.2 of CSA
W59-M1989

6. For details of Flare Grooves and their effective throats refer to Section
4.3.1.6 of CSA W59-M1989
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3 SUPPLEMENTARY WELD

INFORMATION
MINIMUM GROOVE DEPTH FOR PARTIAL
JOINT PENETRATION GROOVE WELDS
(NOT COMBINED WITH FILLET WELDS)
TABLE 3-2
MINIMUM GROOVE DEPTH
THICKNESS OF THICKER Groove Angle Groove Angle
At Root At Root
PART JOINED IN MILLIMETERS
> 45 > 60
<60 (V, bevel

(V, Bevel Grooves) J-,U-Grooves)

To 12mm (1/2") Inclusive 8mm (5/16") 5mm (3/16")
Over 12mm (1/2") to 20mm (3/4") Inclusive 10mm (3/8") 8mm (1/4")
Over 20mm (3/4") to 40mm (1 1/2") Inclusive 12mm (1/2") 8mm (5/16")

Over 40mm (1 1/2") to 60mm (2 1/4") Inclusive  14mm (9/16") 10mm (3/8")
Over 60mm (2 1/4") Inclusive 16mm (5/8") 12mm (1/2")
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to CSA W47.1

3 SUPPLEMENTARY WELD
INFORMATION

3.b Groove Welds

5. The effective throat thickness of a partial joint penetration groove weld for
joints with no root openingshall be the depth of camfer less 3mm (1/8") for
grooves having an included angle at the root of the groove less than 60 but
not less than 45 .

6. The effective throat thickness of a partial joint penetration groove weld shall
be the depth of camfer for grooves having an included angle at the root of
the groove of 60 or greater.

7. The effective throat thickness of a partial joint penetration groove weld
reinforced with a fillet weld shall be the shortest distance between the root
of the groove and the surface of the fillet less 3mm (1/8") where such
reduction is required by Paragraph (5).

8. For hollow structural sections the effective throat thickness of Flare-V and
Flare-Bevel Groove welds shall be established by the contractor. Unless
otherwise approved by the engineer, this shall be done by means of trial
welds for each set of procedural conditions shall then be sectioned and

measured to establish welding techniques which will ensure that the design
throat thickness is achieved in production.
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4 SHOP STANDARDS

4.a Acceptable and Unacceptable Weld Profiles

TABLE - 1

- ml-mma-.-um

g aecejate

L v--m..u-..--.-.........;...
Netam
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4 SHOP STANDARDS

4b Splicing

1.

Connections or splices in beams or girders when made by groove welds
shall be complete penetration groove welds, unless otherwise approved by
the Engineer.

Splices of tension members made by groove welds shall be complete joint
penetration groove welds unless otherwise approved by the Engineer.

All shop splices in each component of a cover-plated or built-up member
shall be made before such component part is welded to other component
parts of the member.

Tension butt joints in plates of different material thickness or widths shall
be made in such a manner that the slope through the transistion zone is
not steeper thatn 1 in 2 1/2. The transisiton shall be accomplished by
chamfering the thicker part, tapering the wider part, slopeing the weld
metal, or by any combination of these.

Compression butt joints do not require a transistion zone in members of
different thickness or width, if approved by the Engineer.
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4 SHOP STANDARDS

4.c  Preparation of Material (From CSA W59-M1989 Clause 5.3)

1. Surfaces and edges to be welded shall be smooth, uniform and free from
fins, cracks and other defects that would adversely affect the
quality or strength of the weld. Surfaces to be welded shall also be free,
within 50 mm (2") of any weld locations, from loose or thick scale (except
for tightly adhering small islands of scale), slag, loose rust, paint, grease,
moisture and other foreign material that will prevent welding to meet
acceptance levels of this standard or produce objectionable fumes.

2. Preparation of edges for welding shall be smooth and regular and shall
be left free of slag. The edges resulting from cutting shall be smoothed
when necessary to provide a surface equivalent to that specified in Clause
5.3 (CSA W59) (Pre-ceding paragraph). All re-entrant corners shall be
shaped, notch-free, to a radius of at least 15mm. All cutting shall follow
closely the lines prescribed. Oxygen gouging not to be used on quenched
and tempered steels.

3. For reference to occassional notches and their repair see Clause 5.3.2 CSA
W59-M1989 and for planar edge discontinuities refer to Clause 5.3.3 CSA
W59-M1989
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4.d

Assembly Practices

1. The parts to be joined by fillet welds shall be brought into as close
contact as practicable, (see Clause 54.1 of CSA WS58-M1989) and in no
event shall be separated by more than 5mm (3/16"). If the separation is
1mm (1/32") or greater, the size of the fillet weld shall be increased by
the amount of the separation. The separation between faying surfaces
of lap joints and of butt joints landing on a backing shall not exceed
2mm (1/16"). Where irregularities in rolled shapes or plates after

straightening, do not permit contact within the above limits, the
procedure necessary to bring the material within these limits shall be
subject to the approval of the Engineer. The use of fillers is prohibited
except as specified on the drawings or as specially approved by the
Engineer, and made in accordance with Clause 4.5 CSA W59-M1989.

Abutting parts to be joined by groove welds shall be carefully aligned.
Where the parts are effectively restrained against bending due to
eccentricity in alignment, an offset not exceeding 10% of the thickness
of the thinner part joined, but in no case more than 3mm (1/8"), may be
permitted as a departure from the theoretical alignment. In correcting
misalignment in such cases, the parts shall not be drawn into a greater
slope than 1in 25. Measurement of offset shall be based upon
midplane of parts unless otherwise shown on the drawings.

Members to be welded shall be brought into correct alignment and held
safely in position until welding has been completed. Suitable allowances
shall be made for warpage and shrinkage.
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4 SHOP STANDARDS

4.6 Allowable Workmanship Tolerances from Detailed Drawings

Dimensions of the cross-section of groove welded joints which vary from

those on the detail drawings by more than the following workmanship
tolerances shall be corrected as per Appendix C, Clause C1.1 (f) (CSA W59), or
referred to the Engineer for approval,

Root Not Gouged Root Gouged

a) Root Face of Joint +/- 2mm (1/16") Not limited

b) Root Opening of Joints without +/- 2mm (1/16") +2mm (1/16")
steel backing - 3mm (1/8")
Root Opening of Joints with steel +6mm (1/4") Not applicable
backing -2mm (1/16") Not applicable

Root openings wider than permitted
by the above tolerances but not
greater than twice the thickness of
the thinner part of 20mm maximum
be built up be welding to acceptable
dimensions prior to the joining if the
parts by welding.

c) Groove angle of Joint +10 Degrees +10 Degrees
- 5 degrees - 5 degrees




MOSHER ENGINEERING LIMITED Page 19
2088 Upper Water Street
Halifax, Nova Scotia, B3J 2R7 MARCH 28, 2002

WELDING STANDARDS CWB APPROVAL ENGINEERS STAMP

to CSA W47.1

4 SHOP STANDARDS

4.f

Control of Distortion and Shrinkage Stresses

1.

Insofar as practicable, all welds shall be deposited in a sequence that will
balance the applied heat of welding while the welding progresses.

Before the start of welding on a member or structure in which shrinkage
stresses or distortion is likely to effect the adequacy of the structure, the
program for welding sequence and distortion control shall be developed by
the Contractor and submitted to the Engineer for approval.

The direction of the general progression in welding on a member shall be
from points where the parts are relatively fixed in position with respect to
each other toward points where they have a greater relative freedom of
movement.

Joints expected to have large shrinkage shall normally be welded before
joints expected to have lesser shrinkage and with as little restraint as
possible.

All shop splices in each component of a coverplated or built-up member
shall be made before such component part is welded to other component
parts of the member. With the approval of the Engineer, long girders or
girder section may be made by shop splicing sub-sections, each made in
accordance with this Clause (Clause 5.4, CSA W59 - M1989).

For conditions of severe external shrinkage restraint refer to clause 5.1.7
(CSA W59-M1989).
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4.9 Quality of Welds
1. Welds shall have no cracks
2. Welds shall be free from overlap
3. Undercut shall not exceed the permissable valves as given in Clauses
11.5.4 and 12.5.4 of CSA W59-M1989 for statically and Dynamically
Loaded structures respectively.
4. The minimum acceptable quality of welds, including visual examination,

shall confirm to clause 11.5.4 for Statically Loaded Structures, and Clause
12.5.4 for Dynamically Loaded Structures.
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Note: Tank #5 is labeled as Tank #4 here as
AEM has changed their internal labeling sys{ém.
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AEM
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Dessine par:

JF Landreville

Echelle:
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No plan:
AB 4083 — Top Sand

Approuve par:

Hamel Arp.
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Item 8: Floor - Weld Map
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Initials Welder Name

DW DJ White

ZK Zack King

iD Justin Dredge

MP Michael Paul

DG Dean Goodyear

RK Ryan Kettle

ic John Cusick

AK Abel Kalai

0 Joel Overgaard {Sub Arc Systems)

F5C Fid

F5C

L ;/Zoc{/; A ﬁ ctr :)’/ {print supervisor name) have visually inspected the welds shown on this weld map.
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Item 8 - Floor - Vacuum Test Report

i i i PO Box 654
Inukshuk Construction Limited N B
industrial Contracting = project Management T 867.645.4030 F 867.645.4064

-

4 TESTINGMEDIA: yac vvm TesT ad —I1XLFs5L

£y

wik Soepy  walek

5. CALCULATED PRESSURE / ACTUAL PRESSURE AT LOWEST ELEVATION:
TIME (MIN) TEST PRESSURE (KP) | TEMPERATURE (C)

Z30pm — 15 —i ga (6 *

I

|

include all pressure, temperature and pressure valve recording charts where applicable. Charts to be
signed and approved by Engineer before acceptance. The location and course of any leaks or failures
and description of repair action(s) taken to be included on additional sheets. All certificates to be
submitted to Engineer for each Test Section.

CONTRACTOR REPRESENTATIVE ENGINEERT L C~

f‘*{ (6’/!?/1 [E(/f’)’“% 4

7

vinst:iame) j ;;"" (Print/;g;e) ’ / _
%f %7 i / ’,-/;,/W,-A_,;"/g;,.%ﬂ;f

4 (Signature) Vd / ”(signature)

(Date) (Date)
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Item 8 - Floor - Vacuum Test Report

‘ ! PO Box 654
Rankin Inlet, NU X0C 0G0
T867.645.4030 F B67.545.4064

\tracting = Project Management
av

(o]
it

|ndustrial C

/

SITE: gm&% y WORK ORDER #
ey P Iﬂ_&fﬂf
onte: ety 9 20 (7

1. DESCRIPTION OF PIPE AND LOCATION: Tan f( ++ £

Voecov m 25T The F (oo == PSE

2. SKETCH INDICATING TEST POINT {S):

3. PIPE STANDARD / SPECIFICATION OF TEST SECTION:




Item 9 — Shell to Floor Seams

Contents

1. Initial and Final (Inside and Outside) Pass Weld Map
2. Visual Report
3. Diesel Test — Leak Test Report



ltem 9: Shell to Floor Seams - Initial Weld Map

Initials Welder Name
DW D White
ZK Zack King
D lustin Dredge
MP Michael Paul
DG Dean Goodyear
RK Ryan Kettle
ic John Cusick
AK Abel Kalai
0 Joel Overgaard (Sub Arc Systems)

)
I, 5 l £ (d Zn g ¢, / }’I 9/ (print supervisor name) have visually inspected the welds shown on this weld map.

Sign: f/kbé(‘é//&‘}/




ltem 9: Shell to Floor Seams - Final Weld Map

__J#ﬂ-‘“‘dd—;—‘&'“"b
< P soc ]
/ F5C F5C
/ el 38 CWERLAR TYF
/ SEE DETAIL &
.“r 3

| FsB

§j ™ FSA F5B

!

[

ll

b
)
\ F5C
Initials Welder Name - .

DW DI White .
K Zack King . " F5D
0 Justin Dredge W
MP WMichael Paul e
DG Dean Goodyear 1 |
RK Ryan Kettle
ic John Cusick
AK Abel Kalai
jo Joel Overgaard (Sub Arc Systems)

I, ;/1«{ (/ﬂf{ g&f"fl’;f (print supervisor na

Sign:

me) have visually inspected the welds shown on this weld map.
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Item 9 - Shell to Floor Seams - Diesel Test Report

e

H bo s B 1 e g N = ol b i 654
inukshuik Construction Limiieg PO Box

HE RO 1 Fohad i% ‘hor'sr oLl i LU - R L .
nukshuk Lot T Wi B b Rankin Inlet, NU X0C 0G0
Industrial Contracting = Project Management T 867.645.4030 F 867.645.4064

4. TESTING MEDIA: i W’( Teot om Shell do- Floor
Jar K 5

5. CALCULATED PRESSURE / ACTUAL PRESSURE AT LOWEST ELEVATION:
TIME (MIN) TEST PRESSURE (KP) TEMPERATURE (C)

[l10® a- ﬂw V7

include all pressure, temperature and pressure valve recording charts where applicable. Charts to be
signed and approved by Engineer before acceptance. The location and course of any leaks or failures
and description of repair action(s) taken to be included on additional sheets. All certificates to he
submitted to Engineer for each Test Section.

CONTRACTOR REPRESENTATIVE gnemesr O

Sthualdan [ (./t“'/'“/y SWtal n EhAn+icn—

{Print Name) J— %Aﬂe)
% //ﬂ . -

(Sigmre) / / - (Signature)

W {7 T LFEF

(Date) (Date)
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Item 9 - Shell to Floor Seams - Diesel Test Report

PO Box 654

Inukshuk Canstguctmn Limited RPN ot

industrial Contracting "= Project Management T867.645.4030 F 867.645.4064
mw

PRESSURE TEST CERTIFICATE

site: e teagind WORK ORDER # ‘
. —
TITLE: 7‘@-, K [fatm -

DATE: Cﬂaj} 19 *Xvol7

1. DESCRIPTION OF 42t AND LOCATION:

"7:& e /\/ 7

2. SKETCH INDICATING TEST POINT (S):

277

3. PIPE STANDARD / SPECIFICATION OF TEST SECTION:
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Item 10 - Shell

Contents
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Roundness Dimension Report (AmSpec)

Horizontal Weld Map and Visual Report

Vertical Weld Map and Visual Report

Dimension Report — Peaking and Banding Horizontal Weld Seams
Dimension Report — Peaking and Banding Vertical Weld Seams
Dimension Report — Plumbness

Diesel Test Reports

UT Report (3™ Party)



10NA0¥d - 1SI9YNTIVLIN HOINIS NOILVOI4103dS JLVIHdO¥ddY IHL ‘40 SINIFWIHINOIY

T 00by 200 ICZ T+ P USNT 3HL SL13IN ANV ‘HLIM IONVAHOIOV NI d3LS3L #Hed isno @
SVM TVINILYIN SIHL LVHL AJILYIO AGIHIH IM

862509 6/049./3 8¢E¢ sd1 T -S30d €9¢250.9 103 /0923
T192¢S0.9 G/09.3 8¢E¢ sd1 ‘T =S30d 6525029 103 S/09/3
2925029 G/09.3 8¢¢¢ 891 ‘1 =S30d 0925049 103 §208./3
[ASTAS{OVAS) 6/049./3 8¢E¢ s91 ‘1 -S30d 962509 103 20923
§G2S029 G/09.3 8¢E¢ sdl ‘T =S30d €625029 103 §209/3
7525029 G/09.3 8¢¢c¢ 841 ‘1 =S30d JASTAS{OVAS) 103 §.08/3

-d3ddIHS S19Ndodd

"31V1d d3Llv3adl 1v3IH WOodd N3IMVL SNOdNOD 1S3l

"SILNNIN PT  d04 4S99T 1V Q3lvIH ~"S3LV1d d3ZI11vINYON
WA NI 3ZIS 1S3l / OT X 9AV A9YINT QIqy0sav = INFTIVAINDT IZIS T1INd AdHVHO

INVITTdNOD T°€ J1vOId11430 NOILO3dSNI t700Z-¥020T N3 d1IN

30110vdd NIVYD 3INIJ V OL d3oNdodd “133LS a3l

“19Ndoydd SIHL 40

JYNLOVANNYIN IHL ONIYNd A3dAVY ATIYNOLLNILNI SVYM AYNOY3IN ON ANV 1331S FHL 40 LNINOAAOD VvII9dNTIVLIN ¥V LON S1 AdNDYAN
1331S a3

vsn | 29007 20007 +#L0| 00| o0 €0 90| €v| 9z| +veo| 2Lzo| SZ| 100> 6007 96 8L 6,09.3
NO¥O N =] 1L A q0 O\ ko) IN no IVIoS Iviol IS S d Un bo] pI
sisAjeuy |eoiwayn JeaH
0'g 1| dos- ve 92 LE 9F 2
0'S 1| 40g- 67 8¢ GG ¢€§ 1| 9z S/ €5|0 (140S1a) 9520 103 5,09/3
(wi)
ys%dwy |z | ng |(dwp| Bay ¢ z | Bay ¢ T 1 ng | wg uig asy) | (1Isy) | 201 ssauyoIyL Pl pI
Limas ISL | ISL | IsL Jeays 9% (g114)ABJsau3z "sqy | ssaupteH | I1sL | % Buoja | vd% | sLn | SA |isL pejsel| @29eld jesH
s)sa] joedwy Adieyo 1s9|Isua] 1S9291d poa)salL
: : ‘0 -9ZI
(NI) 0°2¥€ X 00°96 X 0620 9218 955711 NO
Q3ZITVYWHON NOLONITINE
VII'YD - 37aVL (@3 HLZ1)0S91dV SAOTIV
(1 Jo | ebed)| LI JeN Zo :a1eQ HaD d-€29V/4Sr-©SET L4EINADL'SAT 1451 NADT'S 3NIT A931ddV 052
/88865180 ‘ON HaD | LI Jelu zo :8jeq diys 1V0 - LM09Z/LM8E (€102)1.2°0vD VSO :uondiiasag jonpoid d11°02 ® NOS T3INNVS
#5902V :3sajiuey buiddiys | ¥1-6L116v-L¥ "ON J9pJO I | 96106%-L¥ 8 996 7D:"0ON'O’d Jewojsn) Jdwosny

SN ‘'G0G9¢ eweqely ‘sIXy ‘UUoN € AemybiH 00z 1L

T s o SAVANY

102 Jdy €2 9leq :Z UOISINaY 11O 1 Wio4



¥EQ'9C  GCB9C =abeieny
A

3 4%
£e
4%
Le
0¢
62
8z
1z
9z
(o4
4
€T
[
L
0c
6l
8l
Ll
9l
Gl
14"
el
¥8°9¢ €892 |2l
S334930 09€ HO4 MNVL IHL 40 MMNM MMMM Hw__u
H3L3NRN3d 3AISNI 3HL ANNOXY L334 § A¥3IAT LNnOogy cg9z v39z |5
(NWNT02 vV INO¥H LON) 3did ¥3LNID WONAH 1avy IMVL 7992 7392 |g
i N3HL “¥3SY1 404 LY3yD O0L SI IONVLSIA ¥ILIWVYIA 4I = -
= £8°9¢ €8'9¢ |L
GR'9¢ ¥8°9¢C |9
[ 'NWNT102/LS0d ¥3LN3D IHL 40 s34Is (ILYNYILTY) MMWM Mwwm W
i HLO9 SONIAY3X ONDMYL (ANNOY AYM 41TVH) S33893a 1192 z89z e
\\I\ lj 081 ¥Od4 MNVYL FHL 40 ¥3 L3NNI 3AISNI FHL ANNOYY 2897 89z |z 06°Ch :x3 |
il 1334 G 01 € AY3IAT LNOIY SHILINVIQ ¥3ISYT IMYL - - M4 [ewdap ui (upey
K\\\ ¥8'9¢ v8'9Z [l 10) sis)@wWelq Jajul
weaq J2jus? Jo VSR TET, = !
siojoweiq
SHILAWYIA HI5¥]
0000 0009 4 0009
dAH wesg eig

1oday ssaupunoy [18ys - 0] W8y



7 \\ﬁl“cgm

ya 5
‘dew pjam Siy} U0 UMOYS splam ay} pajoadsul A||ensia aney AoEmm Josiniadns jund) \‘\.\Q «\.\‘\GV§ 4

(swa3sAs 24y gns) pieedianQ |aof or
1ejey 12qy Y
321snD uyor Ei
31133y uehy XY
5 1e3Apoog ueag oa
[ |ned |aeyaiiA dN
a8paiqg unsny ar
3ury yoez %Z
AYM ra ma

awep Jap|am s|eniu)

{.7%s-6]

(. %e-07) {.%e-620
1297

L e — r190

deyy pia [BIUOZUOH - []BYS - O Wa)|




o0

\
dew plam sy} Uo umoys splam sy pajoadsul A|lensiA aAey (sweu Josjaladns julid) \\,\\\u% \\\\Q\ V\“ q

wubig

(swa3sAs 24y qns) pJeediang [2of or
le[E}] |3qV IV
218N uyor ar
a3ey uedy hE|
Jeakpoog ueaq o0
Ined [2EYIIA dN
adpaig unsnr ar
Fuy ez Nz
apisino = (o) alym ra Ma
apisul = (1) alwe Jap|ap s|eniuj
S |
+ feooo0 A
|
| | |
[
|
DN _ (o)or
_ : I
I _ _
06z 4522 ]
[ %e-p0e] [He- gt} _,.xmn.mwm H.ﬁmwwm

p1ag

vi9E

dej\ PI9AA S|BOIISA - [|YS (0L Wa)|




ww ul aJe sjun ||V

°sct ‘oL °SIE °0 °sy °06 °SET °08I
14 14 0 4 l 4 "4
SINY3S 1AM TVLNOZIH4OH

sweag p|opA |ewuozioH buipueg pue Bupjead - 0 way|



ww ul aJe sjun ||v

\\\
-

—

) " §1ST

5 § pug

R

J0LE
08T

06

SINV3S dT1AM TVIILd3A

c 8s5ino)/saie|d
7 $351N07)

sweas plap\ [eola A Buipueg pue Buiyesd - 0L way m > o : V— : m_l—l



JuswiaINseaw Yyoes Wodj 2 10elqns ue) Jo JooJ Wod) ,0'Z SPuslxa a|bue wry ajbue wi apisino wolj quog quinid yjim usye) sjuswainsesw ||y

B/5C H/1T wt ZOfTT WBITT W1 T FITT T
°gZZz °o0/¢ °SIE °0 ° S °06 °GET °08T
e 1 T

—

SSINgGINNd

ssauquin|d - Joday uoisuawiq - 0} Way|



Item 10 - Shell - Diesel Test Réport

H i i PO Box 654
Inukshuk Construction Limited .
Industrial Contracting <& Project Management T867.645.4030 F 867.645.4064

4. TESTING MEDIA:

Oi“(?SCI fgg"l( fu "IM‘\ <L¢I{ ﬂ 5

5. CALCULATED PRESSURE / ACTUAL PRESSURE AT LOWEST ELEVATION:

TIME {MIN) TEST PRESSURE (KP) TEMPERATURE (C)

!’mej‘ A7 2ei7

Include all pressure, temperature and pressure valve recording charts where applicable. Charts to be
signed and approved by Engineer before acceptance. The location and course of any leaks or failures
and description of repair action(s) taken to be included on additional sheets. All certificates to be
submitted to Engineer for each Test Section.

CONTRACTOR REPRESENTATIVE ENGINEER

Eha LWa Scundinp

z ﬂ (Print Name) (Print Name)

(Signature) (Signature)

_Aﬁ 97 [ Aot 7
{Date) (Date)

A Em [ AM—

2 B-082bt?



Item 10 - Shell - Diesel Test Report
Inukshuk Construction Limited PO Box 654

- Rankin Inlet, NU XO0C 0G0
Industrial Contracting T 867.645.4030 F867.645.4064

; Project Management
PRESSURE TEST CERTIFICATE

SITE: %/.“ad,fne Tank T WORK ORDER #
Tonk s 4~ TME _fresel  Fess

DATE:

1. DESCRIPTION OF PIPE AND LOCATION:

2. SKETCH INDICATING TEST POINT (S):

W v e

o
é J@k \)w\' _‘)eik \)N* {"#

Hovezsnlof  |feched

et Yt el Jeifule?

3. PIPE STANDARD / SPECIFICATION OF TEST SECTION:




Item 10 - Shell - UT Test Report

Client :

Inukshuk Construction Ltd,

Date d’intervention :

Adresse/Address : PO Box 654 Rankin Inlet, Intervention date : 2017-08-29
Nunavut X0C 0G0 Date du rapport : 9017-09.08
Contact : Marc Losier Report date : s
Entrepreneur : N° dossier :
Contractor : N/A File no : INS-117107-01
Endroit du travail : . Commande :
Job location Rankin Inlet , Nunavut Order : 295-1046
. Page 1 de/of 2
INSP. VISUELLE D MAGNETOSCOPIE RESSUAGE D ULTRASONS
VISUAL INSP. MAGNETIC PARTICLES LIQUID PENETRANT ULTRASONIC
DESCRIPTION :
Magnetic inspection and Ultrasonic inspection on tank 5
The client is opting to use an ultrasonic testing, instead of radiographic testing
Remark : Visual testing was performed by client.
|
NORME : N° équip. :
INSP. VISUELLE / VISUAL INSP.  gprciFicATION - B NIA
MAGNETOSCOPIE NORME : . N° équip. :
MAGNETIC PARTICLES SPECIFICATION :  API 650 Equip.no: MP-Q-27
Ampérage : Continue Résiduelle Humide
Amperage : Culasse/Yoke Continuous Izl Residual D Wet D |X|
Longitudinale Circulaire C.A. C.C. Démagnétisée
Longitudinal D Circular |:| A.C. |Z D.C. D Demagnetized D
RESSUAGE NORME : N° équip. :
LIQUID PENETRANT SPECIFICATION : Equip. no :
Pénétrant/Penetrant : Emulsifiant/Emulsifier : Révélateur/Developer :
Temps/Time : Temps/Time : Temps/Time :
NORME :
ULTRASONS / ULTRASONIC SPECIFICATION :  AP1650
ETALONNAGE/CALIBRATION :
Bloc/Block: [IW Type 2 Trou/Hole : N/A C.AD./D.AC.: O
APPAREIL/EQUIPMENT :
Instrument: USM GO+ Couplant: Echogel Echelle/Sweep length: 0”"to2"

N° équip./Equip. no: UT-Q-34

Palpeur/Transducer :

0 degre and 70 degre

RESULTATS/RESULTS :

Ultrasonic inspection was performed:

e On every T (where vertical weld and horizontal touch each other) between first/second, second/third & third/forth course:

Accepted

e On every vertical first course from 1” to 7 and 53" to 59”: Accepted
e On horizontal UT on two locations, placed at center over each manhole 6” long: Accepted

Magnetic particles inspection was performed on angle joint between the shell and nozzle & bottom weld to shell inside and outside the

tank:

e -Inside tank, weld shell/nozzle and shell to the bottom weld at 100%: Accepted

e -Outside tank, weld between shell/pad, and weld pad/nozzle, and on weld shell to bottom weld at 100%: Accepted

Remark: 12 nozzles including 2 manholes; one nozzle outside does not have pad. Please refer to drawing 295-M13; part
section J-J item #35. This nozzle corresponds to a %" coupling for a water temperature gauge in the shell and the client has
advised that no repad is needed for this specific coupling.

Techniciens :
Technicians :

CSAW178.2 level 2

Sylvain Germain

Assistants:

Approuvé par :
Approved by :

Pierre Dostie
Technical Supervisor

CSAW178.2 Level 3

This document is issued by the Company under its General Conditions of Service accessible at http://www.sgs.ca/en/Terms-and-Conditions.aspx

Ce rapport ne doit pas étre reproduit, sinon en entier, sans I'autorisation écrite de SGS CANADA inc.
Le présent rapport est émis par la Société conformément a ses Conditions Générales de Service accessibles sur http://www.sgs.ca/fr-FR/Terms-and-Conditions.aspx
This report is confidential and shall not be reproduced without the written approval of SGS CANADA Inc

Services industriels / Industrial Services

RAP_INS-117107-01_2017-08-29_RO1._Inukshuk_Tanks. doc

1300, boul. du Parc Technologique, Québec, QC G1P 4S3 t(800) 361-1679 f (418) 683-6328

WWW.sgs.ca

Membre du groupe SGS (SGS SA)




Item 10 - Shell - UT Test Report

Client : Inukshuk Construction Ltd, Date d’intervention : 2017-08-29
Adresse/Address : PO Box 654 Rankin Inlet, Intervention date : e
Nunavut X0C 0G0 Date du rapport : 2017-09-08

Contact : Marc Losier Report date :

Entrepreneur : N° dossier :

Contractor : N/A File no : INS-117107-01

Endroit du travail : . Commande :

Job location : Rankin Inlet , Nunavut Order : 295-1046

Page 2 de/of 2
Picture : 1
View of tank # 5

Techniciens : Sylvain Germain Assistants: Approuvé par : Pierre Dostie
Technicians : : Approved by : Technical Supervisor

CSAW178.2 level 2

CSAW178.2 Level 3

Ce rapport ne doit pas étre reproduit, sinon en entier, sans I'autorisation écrite de SGS CANADA inc.
Le présent rapport est émis par la Société conformément a ses Conditions Générales de Service accessibles sur http://www.sgs.ca/fr-FR/Terms-and-Conditions.aspx
This report is confidential and shall not be reproduced without the written approval of SGS CANADA Inc
This document is issued by the Company under its General Conditions of Service accessible at http://www.sgs.ca/en/Terms-and-Conditions.aspx

Services industriels / Industrial Services 1300, boul. du Parc Technologique, Québec, QC G1P 4S3 t(800) 361-1679 f (418) 683-6328 WWW.SgSs.ca

RAP?|Ns»117107-0172017»08»297R017|nukshukjank5.dOC

Membre du groupe SGS (SGS SA)




Item 11 — Compression Ring

Contents

1. Weld Map / Visual Report



Iltem 11: Compression Ring - Weld Map

90}deg
MP
R5C RSD
28 OFFSET 7Y8,
2 REA
180 }_0
deg deg
ﬂl,._.—l
{38 ovERLER TR
SECDETAIL &

R5D

Initials Welder Name

pw DJ White

2k ZackKing

D Justin Dredge

MP Michael Paul

DG Dean Goodyear

RK Ryan Kettle 270 deg

ic John Cusick - >

AK | AbelKalai ‘ TK 5 (250KL) ROOF LAYOUT
1 o s - -

10 Joel Overgaard (Sub Arc Systems) SCALE 1 ‘.r 75

1, ’% [f] g g & ‘/"’I) 74 (print supervisor name) have visually inspected the welds shown on this weld map.

Sign: é%k‘g . —



Item 12 — Roof

Contents

1. MTR
2. Visual Report
3. Vacuum Box Test Report
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Inukshuk Construction Limited PO Box 654

— Rankin Inlet, NU XO0C 0G0
Industrial Contracting = Project Management T 867.645.4030 F 867.645.4064
as

Item 12 - Roof - Visual Report

Fuel Tank Welding Visual Report

ICL Project #: 299 Supervisor Name: ___Sheldon Burry Location: Meliadine (Portal #1)

Client: _ Agnico Eagle TankNo: ___ 2 Component Inspected: ROOF

Was all work on this component found to be acceptable? @é D No (if no, provide details below)

Details:

Corrective Action Required? DYes (if yes, provide details below) DNO (if no, explain why not)

Details of Corrective Action:

Supervisor Signature: ;ﬁo“éé/ ,/;(“;7/ Date: ‘?/ ['y /7



p"‘”‘_!

Inukshuk Construction Limited

PO Box 654
— Rankin Inlet, NU X0C 0G0
Industrial Contracting %<& Project Management T 867.645.4030 F 867.645.4064
Lh
4. TESTING MEDIA: el yy jr Tos+ Tk & feve £

Vbccruin test by Mot bemp ~ Matdhe  [hpad

5. CALCULATED PRESSURE/ ACTUAL PRESSURE AT LOWEST ELEVATION:
TIME (MIN) TEST PRESSURE (KP) TEMPERATURE (C)
Jz{qﬁ 2/ / 2/ 7

Include all pressure, temperature and pressure valve recording charts where applicable. Charts to be
signed and approved by Engineer before acceptance. The location and course of any leaks or failures
and description of repair action(s) taken to be included on additional sheets. All certificates to be

submitted to Engineer for each Test Section.

CONTRACTOR REPRESENTATIVE

poteer 2L
,S zgo.‘.) A ‘Sc;un der$ SVLW/}/I Cﬂﬁﬂ—‘i”ll‘f\-

(Print Name) Z\ C (Pré‘ t Ng
e 7

{Signature) / i {Signature)
oy 21 [ Doy 2 2-09- 20/
V4 (// ¥

(Date)

Date)




Inukshuk Construction Limited PO Box 654

Rankin Inlet, NU XOC 0G0

Industrial Contracting 2 Project Management T 867.645.4030 F 867.645,4064
LA

PRESSURE TEST CERTIFICATE

SITE: Mg/ Sl WORK ORDER #

TITLE: géeum :égdi [ Bk S /@oﬂ)

DATE: /aﬁ 2/ / 2677

1. DESCRIPTION OF PIPE AND LOCATION:

2. SKETCH INDICATING TEST POINT (S): / \ Vd . i
: Lt
'
L~

Tonk 5

T
1

=

3. PIPE STANDARD / SPECIFICATION OF TEST SECTION:




Item 13 — Roof Structure

Contents

1. Column Plumbness Report
2. Visual Report



Inukshuk Construction Limited PO Box 654

Rankin Inlet, NU X0C0GO
Industrial Contracting ;%; Project Management T867.645.4030 F 867.645.4064

ltem 13 — Roof Structure — Column Plumbness Report

Fuel Tank Column Plumbness Report

ICL Project#: 295  Supervisor Name: _Sheldon Burgl" Location: _Meliadine (Portal #1) .

Client: _Agnico Eagle . Tank No: 5 .

l, ﬂ £ {d{ g4 / W/ /¥ (print supervisor name) have inspected the roof structure
columns for plumbness and found them to be acceptable.

Supervisor Signature: ,;/W{/;W Date: {7 / e /7




Inukshuk Construction Limited PO Box 654

= Rankin Inlet, NU X0C 0G0
Industrial Contracting = Project Management T 867.645.4030 F 867.645.4064
&}

Item 13 - Roof Structure - Visual Report

Fuel Tank Welding Visual Report

ICL Project #: 295 Supervisor Name: ___Sheldon Burry Location: Meliadine (Portal #1)

Client: _ Agnico Eagle Tank No: __ 5 Component Inspected: ROOF STRUCTURE

Was all work on this component found to be acceptable? E@ D No (if no, provide details below)

Details:

Corrective Action Required? DYes (if yes, provide details below) [:lNo (if no, explain why not)

Details of Corrective Action:

Supervisor Signature: g/w//é}%&;{? Date: 7. /ﬂ /7



ok wnNPRE

Item 14 - Nozzles

Contents

Shell Nozzle Weld Map / Visual Report
Roof Nozzle Weld Map / Visual Report
Dimension Report (AmSpec Data)

Air Test — Leak Test Report Water Drawoff
Air Test — Leak Test Report Inlet/Outlet
MPI Report
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ltem 14: Nozzles - Roof Nozzle Weld Map

TOP PLATFORM
SEE SUB-ARC SYSTEMS
DRAWING 17-03-5

SM13501
N S
MID PLATFORM
SEE SUB-ARC SYSTEMS
DRAWING 17-03-5
e,
:‘SM13501;———-- —ﬁ—.,i‘___‘_’
0®
o
6M13501 ;
N F
SM13501) ==
\
Initials Welder Name /L Y
DW DJ White (SHifs01)
ZK Zack King
D Justin Dredge SCALE 1/ 50
MP Michael Paul
DG Dean Goodyear =
RK Ryan Kettle
ic John Cusick
AK Abel Kalai
10 Joel Overgaard (Sub Arc Systems)

1, fé{)éﬂ’ﬂff /fo:¢ (print supervisor name) have visually inspected the welds shown on this weld map.

Sign:




1 1600000 14" Ll 2 € FAN A L
STATAV [ 0R0 Gl 6 L 9 N A c
11600000 | S€l 2/l 0L 2] € N\ A L
082¢c000 | G'LS ¢/l éc Z/L s 6¢ MIA A c
8ELL0000 | c/bel | 2/LOL all L € A A |
99€10000 | ¢/t gl /L6 6 9 N A L
€/800000 | ¢/l gl c/L 6 128 9 N A L
GE800000 | 2/l Sl c/lL 6 a/l s 9 N A |
71LCL0000 | S9°GL a6 8 9 N A L
uig/sio ulg/siag oL wopog | ybisH | ybuaT | Je)swelg | apod uondussaqg | Amuend
asM woid yojeH = yoleH
92140 ybioH abuejd =4 oAEA=A Aemuely = MIN
|eultaixy

poompeap [ensnun 10} Yo)ays Juqgng

1loday uoisuawiq S8|ZZOoN - 7| Wa)|



Iltem 14 - Nozzles - Leak Test Report

Inukshuk Construction Limited PO Box 554

= Rankin Inlet, NU X0C DGO
Industrial Contracting S Project Management T867.645.4030 F 867.645.4064
[ 23

PRESSURE TEST CERTIFICATE

SITE: %ﬂuu WORK ORDER #
: TmE Tand Fawm  Toank B 4
DATE: 2/ 7 [/ LA

1. DESCRIPTION OF PIPE AND LOCATION: ;
LR @u{’w_o{‘,/ L /tzci)’

B 8" (R AT’

2. SKETCH INDICATING TEST POINT (S): .7

b — waln
Lo ff-
on Tadl # 5

3. PIPE STANDARD / SPECIFICATION OF TEST SECTION:




Iltem 14 - Nozzles - Leak Test Report

o i i PO Box 654

Inukshuk Construction Limited R ...

Industrial Contracting Z Project Management T 867.645.4030 F 867.645.4064
L 23

4. TESTING MEDIA: i 2rtddtve amed s '4%/ W &

5. CALCULATED PRESSURE / ACTUAL PRESSURE AT LOWEST ELEVATION:

TIME (MIN) TEST PRESSURE (KP) TEMPERATURE (C)

[30 p 20 PsT

Include all pressure, temperature and pressure valve recording charts where applicable. Charts to be
signed and approved by Engineer before acceptance. The location and course of any leaks or failures
and description of repair action(s) taken to be included on additional sheets. All certifi icates to be
submitted to Engineer for each Test Section.

CONTRACTOR REPRESENTATIVE ENGINEER
Shtlion Burry AR
(Print Name) (Prmt Na
£ okl froney Waume

(Slgnau{)

7/?/ 17 POTEZ5C0L

(Date) (Date)



Item 14 - Nozzles - Leak Test Report
Inukshuk Construction Limited PO Box 654

= Rankin Inlet, NU X0C 0G0
Industrial Contracting °‘Z Project Management T867.645.4030 F 867.645.4064
mw

PRESSURE TEST CERTIFICATE

SITE: ma.d/w; WORK ORDER #
me JaaK Farn TJTaak H 5
DATE: ?// q (/ /7

1. DESCRIPTION OF PIiPE AND LOCATION:
6" Loading fumdpuiding
waok 22¢° __ 732 o wf

2. SKETCH INDICATING TEST POINT (S):
$5 — Loadeg [ undendizy
L ha { / /L,%Zl.’w

on Tank # 5

y e

/‘ W_é(&/

LJ‘I d,l:o’
un Lmz:l.e’ay
Wl

3. PIPE STANDARD / SPECIFICATION OF TEST SECTION:




Iltem 14 - Nozzles - Leak Test Report Tz&/L K :ﬁ' 5

i i H PO Box 654
Inukshuk Construction Limited .
Industrial Contracting ‘& Project Management T 867.645.4030 F 867.645.4064

L1

4. TESTING MEDIA: & Mau armed G o apy A A

5. CALCULATED PRESSURE / ACTUAL PRESSURE AT LOWEST ELEVATION:
TIME (MIN) TEST PRESSURE (KP) TEMPERATURE (C)

130 _gp pr 20 ST

Include all pressure, temperature and pressure valve recording charts where applicable. Charts to be
signed and approved by Engineer before acceptance. The location and course of any leaks or failures
and description of repair action(s) taken to be included on additional sheets. All certificates to be
submitted to Engineer for each Test Section.

CONTRACTOR REPRESENTATIVE ENGINEER

Sheldpa Borry _ BRun Roy

{Print Nar[;e) (Print Name)
C ity v, %j\)\u\(\ﬂ” )

! ((Siﬁgture) w (Signat%

7/9/17 2013 -0

(Date) (Date)



Iltem 14 - Nozzles - MPI Report

Client :

Inukshuk Construction Ltd,

Date d’intervention :

Adresse/Address : PO Box 654 Rankin Inlet, Intervention date : 2017-08-29
Nunavut X0C 0G0 Date du rapport : 9017-09.08
Contact : Marc Losier Report date : s
Entrepreneur : N° dossier :
Contractor : N/A File no : INS-117107-01
Endroit du travail : . Commande :
Job location Rankin Inlet , Nunavut Order : 295-1046
. Page 1 de/of 2
INSP. VISUELLE D MAGNETOSCOPIE RESSUAGE D ULTRASONS
VISUAL INSP. MAGNETIC PARTICLES LIQUID PENETRANT ULTRASONIC
DESCRIPTION :
Magnetic inspection and Ultrasonic inspection on tank 5
The client is opting to use an ultrasonic testing, instead of radiographic testing
Remark : Visual testing was performed by client.
|
NORME : N° équip. :
INSP. VISUELLE / VISUAL INSP.  gprciFicATION - B NIA
MAGNETOSCOPIE NORME : . N° équip. :
MAGNETIC PARTICLES SPECIFICATION :  API 650 Equip.no: MP-Q-27
Ampérage : Continue Résiduelle Humide
Amperage : Culasse/Yoke Continuous Izl Residual D Wet D |X|
Longitudinale Circulaire C.A. C.C. Démagnétisée
Longitudinal D Circular |:| A.C. |Z D.C. D Demagnetized D
RESSUAGE NORME : N° équip. :
LIQUID PENETRANT SPECIFICATION : Equip. no :
Pénétrant/Penetrant : Emulsifiant/Emulsifier : Révélateur/Developer :
Temps/Time : Temps/Time : Temps/Time :
NORME :
ULTRASONS / ULTRASONIC SPECIFICATION :  AP1650
ETALONNAGE/CALIBRATION :
Bloc/Block: [IW Type 2 Trou/Hole : N/A C.AD./D.AC.: O
APPAREIL/EQUIPMENT :
Instrument: USM GO+ Couplant: Echogel Echelle/Sweep length: 0”"to2"

N° équip./Equip. no: UT-Q-34

Palpeur/Transducer :

0 degre and 70 degre

RESULTATS/RESULTS :

Ultrasonic inspection was performed:

e On every T (where vertical weld and horizontal touch each other) between first/second, second/third & third/forth course:

Accepted

e On every vertical first course from 1” to 7 and 53" to 59”: Accepted
e On horizontal UT on two locations, placed at center over each manhole 6” long: Accepted

Magnetic particles inspection was performed on angle joint between the shell and nozzle & bottom weld to shell inside and outside the

tank:

e -Inside tank, weld shell/nozzle and shell to the bottom weld at 100%: Accepted

e -Outside tank, weld between shell/pad, and weld pad/nozzle, and on weld shell to bottom weld at 100%: Accepted

Remark: 12 nozzles including 2 manholes; one nozzle outside does not have pad. Please refer to drawing 295-M13; part
section J-J item #35. This nozzle corresponds to a %" coupling for a water temperature gauge in the shell and the client has
advised that no repad is needed for this specific coupling.

Techniciens :
Technicians :

CSAW178.2 level 2

Sylvain Germain

Assistants:

Approuvé par :
Approved by :

Pierre Dostie
Technical Supervisor

CSAW178.2 Level 3

This document is issued by the Company under its General Conditions of Service accessible at http://www.sgs.ca/en/Terms-and-Conditions.aspx

Ce rapport ne doit pas étre reproduit, sinon en entier, sans I'autorisation écrite de SGS CANADA inc.
Le présent rapport est émis par la Société conformément a ses Conditions Générales de Service accessibles sur http://www.sgs.ca/fr-FR/Terms-and-Conditions.aspx
This report is confidential and shall not be reproduced without the written approval of SGS CANADA Inc

Services industriels / Industrial Services

RAP_INS-117107-01_2017-08-29_RO1._Inukshuk_Tanks. doc

1300, boul. du Parc Technologique, Québec, QC G1P 4S3 t(800) 361-1679 f (418) 683-6328

WWW.sgs.ca

Membre du groupe SGS (SGS SA)




Iltem 14 - Nozzles - MPI Report

Client : Inukshuk Construction Ltd, Date d’intervention : 2017-08-29
Adresse/Address : PO Box 654 Rankin Inlet, Intervention date : e
Nunavut X0C 0G0 Date du rapport : 2017-09-08

Contact : Marc Losier Report date :

Entrepreneur : N° dossier :

Contractor : N/A File no : INS-117107-01

Endroit du travail : . Commande :

Job location : Rankin Inlet , Nunavut Order : 295-1046

Page 2 de/of 2
Picture : 1
View of tank # 5

Techniciens : Sylvain Germain Assistants: Approuvé par : Pierre Dostie
Technicians : : Approved by : Technical Supervisor

CSAW178.2 level 2

CSAW178.2 Level 3

Ce rapport ne doit pas étre reproduit, sinon en entier, sans I'autorisation écrite de SGS CANADA inc.
Le présent rapport est émis par la Société conformément a ses Conditions Générales de Service accessibles sur http://www.sgs.ca/fr-FR/Terms-and-Conditions.aspx
This report is confidential and shall not be reproduced without the written approval of SGS CANADA Inc
This document is issued by the Company under its General Conditions of Service accessible at http://www.sgs.ca/en/Terms-and-Conditions.aspx

Services industriels / Industrial Services 1300, boul. du Parc Technologique, Québec, QC G1P 4S3 t(800) 361-1679 f (418) 683-6328 WWW.SgSs.ca

RAP?|Ns»117107-0172017»08»297R017|nukshukjank5.dOC

Membre du groupe SGS (SGS SA)
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Item 15 — Manways

Contents

Shell Manway Weld Map and Visual Report
Roof Manway Weld Map and Visual Report
Dimension Report (AmSpec)

Leak Test Report

Bolting Pattern and Torque Wrench Photos
Torque Wrench Specs

MPI Report

Rev. 1 - Diesel Test Report on Shell Neck Weld
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ltem 15: Manways - Roof Manway Weld Map

TOP PLATFORM
SEE SUB-ARC SYSTEMS \
DRAWING 17-03-5
\\\, (sm13502)
g

SM13501)
Sy 7

MID PLATFORM—,
SEE SUB-ARC SYSTEMS ™,
DRAWING 17-03-5

e

7 . (4
(SM13501p——
180° | 0°
I-/‘
,f‘r
)
S —_
g (sm13501)
B N
ot
fe e
x‘\S_MlaSGJJI
Initials Welder Name
DW DJ White 4 "
ZK Zack King ‘\mm/'
D Justin Dredge
MP Michael Paul SCALE 1/50
DG Dean Goodyear
RK Ryan Kettle
ic John Cusick
AK Abel Kalai
Jo Joel Overgaard (Sub Arc Systems)

I, %s& 4?(4 # /] VA /’/ & (print supervisor name) have visually inspected the welds shown on this weld map.

Sign: /AM e 27
P %l &




1 1600000 14" Ll 2 € FAN A L
STATAV [ 0R0 Gl 6 L 9 N A c
11600000 | S€l 2/l 0L 2] € N\ A L
082¢c000 | G'LS ¢/l éc Z/L s 6¢ MIA A c
8ELL0000 | c/bel | 2/LOL all L € A A |
99€10000 | ¢/t gl /L6 6 9 N A L
€/800000 | ¢/l gl c/L 6 128 9 N A L
GE800000 | 2/l Sl c/lL 6 a/l s 9 N A |
71LCL0000 | S9°GL a6 8 9 N A L
uig/sio ulg/siag oL wopog | ybisH | ybuaT | Je)swelg | apod uondussaqg | Amuend
asM woid yojeH = yoleH
92140 ybioH abuejd =4 oAEA=A Aemuely = MIN
|eultaixy

poompeap [ensnun 10} Yo)ays Juqgng

Joday uoisuawiq sAemuel - G| Way|



ltem 15 - Manways - Leak Test Report’rawx f( #H

i i i PO Box 654
Inukshuk Construction Limited it e
industrial Contracting ;: Project Management T 867.645.4030 F 867.645.4064

4. TESTING MEDIA: @i /JWM aef 3 @a/& MJ@‘-—

5. CALCULATED PRESSURE / ACTUAL PRESSURE AT LOWEST ELEVATION:

TIME (MIN) TEST PRESSURE (KP) TEMPERATURE (C)

/02 po X9 Psr

Include all pressure, temperature and pressure valve recording charts where applicable. Charts to be
signed and approved by Engineer before acceptance. The location and course of any leaks or failures
and description of repair action(s) taken to be included on additional sheets. All certificates to he
submitted to Engineer for each Test Section.

CONTRACTOR REPRESENTATIVE ENGINEER

574//@/: ﬁ vrtry @@UNQ W}V

// (Signaﬁ o (Siﬂa/tu re}

?/a/ /7 013/

{Date) (Date)






