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ATF No: Test No. | 52/©
Reference WPS No: o
VARIABLE , QUALIFICATION TEST DETAIL QUALIFICATION RANGE*
Code or Specifioation Used: fine D -1\
Welding Process and Type: C " '
‘m Menual [] Semiautomatio ‘-éManual [J Semiautomatic
[ Mechenized [ Automatic [ Mechantzed [] Automatic
Backing: (JUsed L] Not Used Required f used
Base Motal Spec/P orM-Number | A -Hlp ]
Plate/Pipe Thickness — Groove | Plate [} PipeZ] ‘Thick. / i
Plale/Pipe Thickness —Fillet | Plate [J/Pipe [ thick. ¢ ¥ ynm 4% 2 v
Pipe/Tubuler Oulside Dlameter— Groove { ,v -
Plpe/Tubular Outside Dismeler - Fillet /
Filler Metal Specification No. ’]: . / al &
Clesslfication No. A }
F No. /,
Dlameter
Consumable Insert EI Yes [JNo
Penetration Enhancing Flux | [AYes [JNo
Deposited Weld Metal Thickness
Current/Polarity & Current Range Type/Polarity: .
Range: Amperep Vf M il [7 C‘f
Netal Transfer Mode (GMAW or FCAW)
Torch Shielding Gas Type: Flow:
Root Shielding Gas CINA Type: Flow: .
Position(s) Test Poslﬁog(aﬁ G, 2G, etc.): Qualiﬁed\l?éiﬁon(s) (F, H,V, O, orAll)
Vertical Progresslon Uphill [J Downhill \M Uphill ] Downhill
* NOTE: Inserl NA for Variables that are Identified as Non-essential In the Code or Specification used for the Performance Qualification Test
MECHANICAL TEST RESULTS
Type And Figure No. Results Type And Figure No. Results
A\
Gulded mechanical Testing Conducted By: / o Date! T}‘ W w*&k /;7'/
NONPﬁéTRUCTIVE EXAMINATION RESULTS” —
Radlographlc Results: l ReportNo.
Radiographic Tesﬁnngnd/cted By:
Welding Witnessed By: / .A/W"‘4 LVlsual Inspection: [] Pass [ Fail (reason
We certify that the slatepfients in thjrecond are correct and the test welds were prepared, welded and tested in accordance with
the requirements of: AWS D1. , AWS B2.1- Olher: T ~
Date Qualified: ) M ATF Name and;Number: / #1988 0 ([ )70
y P Slgned By; % CWI No
<t

7
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Az P | /[ o /
R— sName: A3k TwK 2/ 19k0 022 &% b | ATF No: Test No. ] z"f é
Welder’s S8 No. XXX-XX- ' ‘I Date:' ) A Y W Reference WPS No: [
VARIABLE QUALIFICATION TEST DETAIL QUALIFICATION RANGE*
Code or Specification Used: A-wgz D1~ |
Welding Process and Type:
‘é Menuel [] Semisutomatio \ﬁManual [J Semiaufomatio
[ Mechenized [ Automatic ] Machanized [] Automafio
Backing: 7l Used [ Not Used Required if used
Base Metal Spec/P or M-Number | A »}ﬁb /.r X ]
Plate/Pips Thickness — Groove | PlateNZ] Pipe\Y] Thick. , - !i
Plale/Pipe Thickness — Fillel Plag PipeZ Thick. 1 Hymm 2.Y- 5Lmm
Pipe/Tubular Outside Dlameter— Groove f - o ! i
Plpe/Tubular Outslde Dismeter — Fillet /
_ Filler Metal SpecificationNo. | T, 7o 1&
? Classificason No. | A 41)
FNo. | ",
Diameter | /
Consumable Insert |([AYes [JNo
Penetration Enhancing Flux | [2Yes [ No
Deposited Weld Metal Thickness
Current/Polarity & Current Range Type/Polarity:
Range: Amperg' + A(/ Q/-P ¢ -,L
Metal Transfer Mode (GMAW or FCAW) '
Torch Shielding Gas Type: Flow:
Root Shielding Gas CINA Type: Flow:
Position(s) Test Po,xon ) (1G, 2G, etc.): Qualified Position(s) (F, H, V, O, or All)
)]
Vertical Progression [[Z) Uphill_ ] Downhill | 2] Uphill ] Downhill
* NOTE: Inserl NA for Variables that are Identified a¥ Non-essential In the Code or Speclfication used for the Performance Qualification Tost
MECHANICAL TEST RESULTS
Type And Figure No. Results Type And Figure No. Results
N
Gulded mechanical Testing Conducted By: jau) Date: 7 ) 701"[
NONDESTRUCTIVE EXAMINATION RESULTS
Radlographic Results: | Report No.
Radiographic Testing Conducted By: /
Welding Witnessed By: { | Visual Inspection; p Pass [J Fall (reason
We certify that the statements in record are cormrect and the test welds were prepa?ed welded and tested In accordance with
the requirements of, AWS D1.1-~ , AWS B2.1- Other;
Date Qualified: 777 ATF Name and Number: [Ml@ 7/7 ‘O'W)g bl’)sb
! yjﬁ Signed By: . CWI No.
T ] wam
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i Welder's S5 No. YO0 i [ Date: 74}, 44 -741:1” Reference WPS No: (
i Dby
VARIABLE QUALIFICATION TEST DETAIL QUALIFICATION RANGE*
Code or Specification Used: AWS- 1) - |
Welding Process and Type: ’ '
\.ﬁManusl [ Semiautomatio \,éManual [ Semiautomatio
[ Mechenized [ Automatic I Mechaenized [J Automstic
Bacldng: \D/Used [ Not Used ) Required if used
Base Metal Spec/P orMNumber |~ A - 1h
Plate/Plps Thickness — Groove | Plate &Y Pipel¥ Thick. . ,
Plate/Pipe Thickness —Fillet | Plale iJ/Pipe Ig‘l'hlok. 1 Ve, 2N
PipefTubuler Outside Dlameter— Groove |, . i rr
Plpe/Tubular Outside Dismeter— Fillet L& /
Filler Metal Specification No. I e
Classificaion No. | A «+§ +\ .
FNo. | /
Diameter /
Consumable Insert [\Z]Yes [ No
Penetration Enhencing Flux | (2 Yes [ No
Deposited Weld Netal Thickness
Current/Polarity & Current Range Type/Polarity: pb -f)
Range: Amperes AL o V (Jf
Metal Transfer Mode (GMAW or FCAW)
Torch Shielding Gas Type: Flow:
Root Shielding Gas INA Type: Flow:
Position(s) Test Posiﬁ;;n( ) (1G, 2G, etc.): Quallﬁed\7>siﬂon(s) (F, H,V, O, orAll)
/[ Vi
| Vertical Progression |\] Uphill_LJ Downhil \Z] Uphill ] Downhil
* NOTE: Inseri NA for Varisbles thet are Identified as Non-essential In the Code or Spacification used for the Performance Qualification Test
MECHANICAL TEST RESULTS
Type And Figure No. Results Type And Figure No. Results
\ i’
Gulded mechanical Testing Conducted By: / v Date: IR e Zad|
NONDGESTRUCTIVE EXAMINATIONRESULTS /7 ©
Radlographic Results: | Report No.
Radlographic Testing Wwd By:
Welding Witnessed By: / Py | Visual Inspection: [] Pass [J Fail (reason
We certify that the statemgnts In s record are correct and the test welds were prepared, welded and tested In accordance with
the requirements of; AW&D1.1- , AWS B2,1- Olher;
Date Qualified: ™ / ATF Name and Number;
%bé/ Vﬁ signed By: Tl |/ 514 ﬂw(fép76‘t/’ 0  cwiNo.
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