LELETO0 SPID dS

1.2.4 Quality Control Level | - Daily Field Weld Summary Report

DAILY FIELD WELD SUMMARY REPORT R FO-40:A
For welds on pipelings sperating grester than 8058l OF/05/2012 Rev, O
Project: Ri34 L-114, Pipe Replacement, Orderd - 30943472 Location:: Bremtwood, MP 1270t 1657
Welding Organization: PG&E/Snelson NDE Contractor: (Wi} Western industrial X-Ray
(A} Welder LD. Numbers are listed according to theit Exatiiples - Welder 10 / Weld Pass Code {2) Visusl Weld Defect Codes
position on weld erlented countersclockwise facing EAST or L Wilder Cre 2 4elder Crew C=Crack UA = Unacceptable Appearance
NORTH {mamples shovn tothe right), Welderin [ Waldar iD Weld Pass AR = ArcBum P~ inadequate Penetration
11 NS St e s s
i Waldsi'1 fiA A NA Welder 1 Ualder 2 A A WD = Weld Dimensions IF = Incomplete Fusion
) A WA W T NA . BT=Burn Through WUt =Undercut
{B) Weld Pass Code » ;\/ it m e P = Porosity
R=Root Bead, HeHot Pass Tueo 2 Welder) Cravs
F=Filler; C=Cap, A=Cornplete Weld 1 Weldee i Weldpass .|
52 Welderd . ez | RH 4 &H *% Al iterns must be withessed and nspeeted ¥
Welder3 Welder 4 RC i Mark sach ltem with Asfccepied 08 Religjected
3 g ®
o Ng?‘heﬂﬂ o2 |helals |2 5 § HERE G 218 Remarks
: Weld Plpe Dlameter, | Welding Protedure. | Walder 15 (LAN D or AR} Elajdzlela g lEg sl 8t £ 12% )
- tﬁ:‘%w Rumber or. | Wall Thickness, | Specification Nurbier | ‘gi:‘::;f & § ik g g % § 5 ;% g % H g 5 % g gE % Record all WE‘{?‘;’%{T‘ cades with
2 BB gl 2 = & = welder iD
Heat Number NET Number B Grade rs) {BeaRota ) :Tg\ g % &S & Q & §° 2 § 518 8 § & § {sek Nitﬁ (7]
for Tracebillty & |8 ] EE § =le
280,180 TERY ABBD A A
jL.204t0 jt.532E TiB78 2325e-G ALTALALTATALA]L AL ATFAINAL Y | AJNATA Soap Test
2400/ 378/%-60 NA NA NA NA
Miltiple Repalr Procedure Number (I used) A NA
2400/ 375/%-80 ElMB RITS A A
JEE32B toJr.210 Tha78 2375¢-G AlALATALATATATATAINALY ] ATNA A Soap Test
24.00/,312/%-60 nNA NA NA M
iultiple Repair Procedure Numbier {If used) NA NA
Multiple Repair Procedure Number (If used) MNA NA&
Multiple Repalr Procedure Number {If used) NA NA
Multiple Repalr Procedure Nurber (If used) NA NA
Multinle Repalr Protedurs Number (I used) NA
A O S A O TS
* ALLWELDS NOT STRENGTH TESTED MUST BESOAP TESTED AT LINE PRESSURE; T i
Total Welds Visuslly Inspected: { 2 | Total Welds Refacted: inspectorin:  Be172 Coinpany: Canus Slanstire:
inspector qualified by:
oa [} Exp. Date: _a/24/2017 ow B cew 2020691 Bperence [ cown [Jeertw
O0 oy CWl gualification is acceptable for ANY weld, but REQUIRED for DO covered welds Qualitication by Exporience or CPW s for NEW construction ONLY.
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1.2.4 Quality Control Level | - Daily Field Weld Summary Report

DAILY FIELD WELD SUMMARY REPORT Date: 10/44/20152 FD-40:4
Forwelds on plpalines operating graater thar 60 psl 07/05/2012 Rev. 0

Project: Ai34 1114, Pipe Replacement, Orderdt - 30943472 Location:  preptwood, MP 12,7040 16.57

Welding Organization: PGRE/Snelson NDE Contractor: (W) Western Industrial X-Ray

(&) Welder LD, Numbers are listed gecording 1o their

Esamples « Welder 1D/ Weld Pass Code

{Cy Visual Weid Defect Codes

posttion anweld orlented counter-clockwise facing EAST or LW Craw 2 Vilder Crew L= Crack UA =Unacceptable Appearance
NORTH {examplés shown to the rightl, ‘Walder i Weld pass Welderip Wald Pass AR = Arc Burn 1P~ inadeguate Penstration
? Welder 1 WA A A Welder1 Vsldar2 A A WD =Weld Dimenslans:  [E = Incomplete Fusion
f 87 = Butn Through U= Undereut
NA A WA N Na WA A A
{B) Weld Pass Code 48 i #=Porosity
R=RootBead, HsHot Pass Tope: {2 Wielder) Cravs
F=Filler; C=Cap, A=Complate Weld ! Waldarip Weld puss |
i Welder1 Welder2 BH | R 2% Al items must be witnessed and Inspecied ©7
Welder' Walder 4 EC £ Mark 2ach Hem with A=Bccepied OR Relisjected
Jolnt Number(s) sl s g g % % 2 fﬁ& & . y
or plEiby 28 2 §18 e B . emarks
Weld Plpe Dlameter, | Welding Provedure. | Welder 1D [LAN D or 88 E e B2 F wBaie B EE LE 28 %
PO Zz;:ﬁer Nurbaror | 'Wall Thickness, | Specification Number ff:‘:;f g é '§ e 5 g § § § § § % % é § ’E g § § z‘—’- *E Recard 3l watd':effgt codes with
= g wia| 2 e @ | = S ol 8 welder
Hest Number | NPT Number| & Grade {wes) {saetiote A) £l2 % e % § Elrls _g 7 % |Bg 5 (SN
for Fraceability Ss gB8F 1817148
26,00/ 375/%-80 1560 8772 A A
20410 L5320 232808 AlAlATA]A]ALA AINALY 'R
24.00/.375/%:60 NA NA NA NA
Multiple Repair Procedure Number {if used) NA NA
2400/ 3757560 500 BY72 A A
B30 10210 2325¢-6 ALAl AR AIAALA A NA YA
24,00/312/%60 NA NA MA NA
Wiltiple Repair Procedure Number (If used) NA NA
Multiple Repair Procedure Number [fused) NA NA
Multiple Repair Procedure Number (If used) NA NA
Wiultipte Repalr Procedure Number (If used) NA NA
Multiple Repalr Procedure Number (i used) NA NA
W ALLWELDS NOT STRENGTH TESTED MUST BE SOAP TESTED AT LINE PRESSURE, P R AR
Total Welds Visually inspacted: Total Welds Rejected: E mspectori:. P72 Compatiy: Canus Signature: ; ; y 4
Inspestor gualified by:
oa [ Exp. Date:  8/24/2017 cowt BB certn 2020691 experience [ cewi [Jeert. #

OO o DWW qualification Is acceptable for ANY weld, but REQUIRED for 0Q covered welds

Qualification by Experience or CPWT s for NEW construction ONLY:
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1.2.4 Quality Control Level | - Daily Field Weld Summary Report

DAILY FIELD WELD SUMMARY REPORT . D404
Far wilds on plpelines operating greater thaw 60 psi 07/05/2022 Rev. 0
Project: Ri34 1114, Pipe Replacement, Order# - 30943472 Location:  Brentwood, MP 127010 1657
Welding Organization: PG&E/Shelson NDE Contracton: {WH) Westernindustrial ¥-Ray
(&) Welder LD, Numbers are listed according o their Examples - Welder 1D/ Weld Pass Code (C) Visual Weld Defect Codes
positon on weld orlented counter-clockwise facing EAST or 1 Welder Craw 2 Welder Craw C=Crack UA = Unacceptable Appearance
MORTH (examples shown to the right). Veldsr 1D Wik Pass Waldsrin el Fass AR = Are Burm i# - nadequate Penatration
? Welder 1 NA & 8 Welder 1 Weldat 2 A A WD=Weld Dimensions IF =incomplete Fusion
/' BT Burh Through UC= Undercut
; NA WA HA A A NE A NA
{B) Weld Pass'Code i - P = Porosity
Re=Root Bead, H=Hot Pass Toio [ Welder) Ceiws
F=Filler; C=Cap, AsComplete Weld | Welderit ., Mield Pags
12 Welder 1 Welder2 | RH | BH =5 all items must be withessad and Inspacted %
Welder3 Welder 4 R i Mark 8ath fvem with AzAccepted DR ReRelected
Iotnt Numbaris) aly g uls % " f .
or ' g 5el g B85 | AL Remarks
Weld Pipe Dlametar, | Welding Procedure | Welder 1D {LAN 1D o A% €15 gz E g2is 18 § £ 1%el & 58
#o !:::bef Nuimbier 6¢ | Wall Thickness, | Spectfication Number g:i;;g § é 55 ’g é g § :§ :ti : % 3 g % ?,3 § BE % Record sl weiﬂl :efe!;t codes with
2 2E R - P = oz wi ou walder
Heathumber  |NPTMumber|  &Grade {wps) {8eeNote A} £l % LN g ;,*{f & z § s = glEE 3 e mte )
for Treiceablity d1s 82 |§|7¢8
FA00/375/%60 AB50 R1T5 A A
jr.528B to jt.532B TI<970 133506 AlA]AJALA]ATA]TALAINA Y] ANATA Soap Test
24100/.375/%:60 A NA N& MA
Multiple Repalr Procedurs Number (1 used) NA WA
24,00/ 37B/%60 ABB0 RITS A A
532850 1233 TI-971 2328¢-G Alal AJATALATA ATA NALY A NALA Soap Test
24.00/312/4-60 MA NA NA MNA
Multiple Repair Procedure Number (I used) NA NA
240013751460 THRY B508 A &
Jr248 w B30 2325¢-G alalalalalAlA]AAINAMYIR]IALA )
24.00/:375 460 MNA NA NA NA
Maltiple Repair Procedure Number (If used) NA NA
F4.00/:375/5-60 TXBY B5O8 A A '
j1.532Ct0 4180 T973 232566 ATALATATATATATALAIRBA Y] AINA A Soap Test
2A00/.313/%:60 HA NA A | NA
Multiple Repair Procedure Nutmber {(If used) NA NA
24.00/375/8-60 R1TS ABSQ A -3
5338 1o L5228 TH-§76 2325306 ATAIATATATAATATA NAL Y LA TNALA Soap Test
24:00/,312/%-60 NA NA NA | NA
Mudtiple Repair Procedure Number {If used) NA NA
24.00/.375/%:60 R1TE ABSO A A
15228t jt.618 Ti-977 232Se-G ATAL A ATA]LALA ATAINA ¥ A INA A Soap Test
24.00/ 313/%-60 Na Na NA& NA
Multiple Repair Procedure Number (If used) NA NA
"FALL WELDS NOT STRENGTH TESTED MUST OE SOAP TESTED AT LINE PRESSURE. SR TR i e
Total Welds Visusily lnspacted: { & Total Welds Rejected: mspectorit:  B-172 Companyg Canus Signature:

inspector gualified by

oo [ Exp. Date:__8/2/2017 e B8 cens 2020691 Bxperience ] cows [ Jeert
O or CWguslification is acceptable for ANY weld, but REQUIRED for OQ covered welds Qualification by Exparience orf CPWI is for NEW construction ONLY.




1.2.4 Quality Control Level | - Daily Field Weld Summary Report
DAILY FIELD WELD SUMMARY REPORT

Forwelds o ploslines uperating greater than 60 psi

Date: 9/18/2013

FD-A0-A

07/05/2012 Rev. 0

SB GT&S 0023740

Projeci: Ri34 {-114, Pipe Replacement, Orderl - 30943472 Location:  Brentwood, MP 12.70t0 16.57
Welding Organization: PGRESnelson NDE Contractor: {WIX) Western Industrial X-Ray
{4) Welder LU Numbers are listed according to their Biamples - Welder 1/ Weld Pass Code {C) Visual Weld Defect Codes
position on weld oriented counter-clockwise facing EAST or TWalder Craw 2 Welder Crew C=Crack UA =Unacceptable Appearance
NORTH (examples shown to the right). Weldey 1D Wald s Weldsyi 1D iWeld Pass AB = Ar¢ Burn P - Inadequate Penetration
f Waldiir 1 s A WA, Welder 1 Welder 7 A A Wi = Weld Dimensions it= Incomplete Fusion
{/ BT =Burn Through UC = Undercut
NA [ A NA NA& A A NA
{B) Weld Pass Code 1 e 4 P =Porosity
R=fgot Bead, HeHot Pass Tovo {2 Welder) Crews
£=Filler, C=Cap, A=Complete Weld ] Weldarin Weld Pass ! ey
i1 Welderd | Weerz | AH [ RH ** all items miust be witnessed and inspedted ** o i
Welder3 Welder4 ke ke WMark sach ltem with A=Sccepted OB R=Rejocted L
Iolnt Humbesls) & 4 yle B 8 i
23 B b
o ) , ‘ @& %a Lls [ERIE B & g%,‘x; = Ramarks
B0 Rumber Weld Pipe Diamster, | Welding Procedure | Weldér (D {LAN 1D or A} VWeld Pass % 218 % £y g alg " 2 g £ 58 3 é E *:E, Recire il el det i
and Numberar |Wall Thickesss, | Specification Numbser {Bocnote B) 3 § =gl 5181 2 g 2 HERR § I5 2188 = erord all we me Tgc codes wit
g SEl B jas g2 3lg = 8 welder
Haat Number NOT Number;  BGrade {wes} IBnaitiote ) ] E % & f?«. £ % ’g § ‘;»3 3 % 3 52 é 5 & {§as Note'T)
for Tragaability S S § Tl E
24.00/,375/%-68 Bsos MIMS A A
157w jE5%18 W-3ES 233806 ATAL ALA ALA]L A AINAL Y A NAL A SoEp Test
24.00/.375/%:60 NA NA NA NA
Multiple Repalr Procedure Number {If used} NA& NA
24,00/.375/%:60 180G ADGA A A ,
JE2A-2 %0 4870 W-066 23080:G ATA]IATATAT AL A|AIA|INALY ] ALNALA Soap Test
2800/ 378/%.60 NA WA WA NA
Multiple Repalr Procedure Number (If used) ‘ NA Na
26.00/.375/%-60 8772 BCGB A A
jeAki 8 g At W-8E7 LV e ATALATAAIA]A]A|AINA Y] AINALA Sosp Test
2400/ 3751460 NA NA NA | NA
Multinle Repair Procedure Number (If used) L NA
8.625/.813/Gr. B B508 M1ME A A
538010 15380 W-aeE 123506 AlATATA|AIATA]ATAINALY | ANALA Soap Test
B.625/.32%/Gr. B NA MA NA NA
Miultiple Repair Procedure Number (if used) NA N&
SB25/322/6r. 8 B508 MIMS A A
RBEED-L o L 34H W-969 322506 - AlALTATATAAI AT &]AINAL Y| ANALA Soap Test
B6IS/32/6r.B NA NA N& | NA
Multiple Repale Procedure Number {If Used) NA NA
Wultiple Repair Procedure Number (i used} NA NA
*ALLWELDS NOTSTRENGTH TESTED MUST BE SOAP TESTED AT LINE PRESSURE.
Total Welds Visualiv inspecied: g Total Welds Relacted: {I] Inspector 1D; 172 Company: Canus Slgnature;
insgector qualified by:
oa Exp. Date: _g/24/2017 ewi B cers 2020691 Experince | ) cpw [ Jeert. #
Qo CW gualificatlon ls accaptable for ANY weld, but REQUIRED for OO covered welds Quslification by Experlence or CPWL is for NEW construction ONLY,




1.2.4 Quality Control Level | - Daily Field Weld Summary Report

DAILY FIELD WELD SUMMARY REPORT Date: S/isjs0i FO-40-8
For waids on plpelines operating greater than 60 psi U7/05£2012 Rew. ©
Project: R134 =114, Pipe Replacement, Orderl - 30943472 Lacation:  prentwood, MP 12.70t0.16.57
Welding Organization: PG&E/Snelson NDE Contractor: {WIK) Western Industrial X-Ray
(A} Weider LD, Numbers are listed according to thelr Examples - Welder ID / Weld Pass Code () Visual Weld Defect Codes
position onoweld orlented eounterclockwise facing EAST or 1 Walder Crew 3 Waldar Craw C=Crack WA= Unacceptable Appearance
NORTH (sramples shown to the right), Welder 1D Weld Pass Welder 1D Welld Pass AB = Arc Burn 1P ~Inadequate Penetration
? Waldar 1 A A NA Walder 1 VWalder2 A A W= Weld Dimensions iF= Incomplete Fusion
// BT = Burd Throligh UC = Undercut
. M NE A A NA NA WA NA
{8y Weid Pass Code . 5 b= Porasity
H=Root Bead, HsHot Pass Tuia {2 Welder) Cruiis
F=Filler; C=Cap, A=Comiplete Weld i Weldse i Wald Pass y :
2 Weldsr1 Welderz | RH | BH *# il items must be witnessed and inspected *7
Welder's Welder 4 £ Y Miarl aach Hem with B=fccepted OR ReRtejectad
Jotnt Nunther{s) sy g " B 3
z @ le {% g % i 2 B P
- Niinbe;‘ Weld Pipe Dlameter, | Welding Procedise |'Welder 10 [LAN I or A%} Weld 7 g = § B2 g " fé . % § &g g £ i3 % Remarks
and Numberor | Wall Thickness, | Specification Number {;ﬁ m::f § -g b g g 2 § gz 5 § 3 § é ‘?:% T § §» _g = Record aitwelﬂ’ :ef;act codeswith
] 5 E @ g = & welder 1D
Heat Number HNDT Namber & Grade {wes) {856 Note &) ;;"% 5 % : é £ % % § ga § E % =l & § & & {5 Mot ©
for Traceability & 1= 22 lEl71E”
2A00/375/5:60 B508 EiMis A A
JE538 1o 15208 TH963 et O AlB]AJATALA]ATATAINAl Y] ANAlA Soap Test
400/ 37560 NA NA NA | NA
Multiple Repalr Procedure Number (I used) NA i MNA
. g 2200/ 375/%:65 ABS0 8D A A
jrs378 m}t LA TI-864 832803 AlA]lAJATA]A]IALATAINAL Y] AINAl A Soap Test
Existing 22,00/, 375165 NA NA T
Multiple Repalr Procedurs Number {If used) NA NA
Muhlole Repair Procedurs Number (i used) NA NaA
Miultiple Repair Piocedure Mumber {if used) NA HA
Multiple Repair Procedure Number [If used) NA NA
Multiple Repalr Procedure Number {If used) ’ Na& : NA
* ALLWELDS NOT STRENGTH TESTED MUST BE SOAP TESTED AT LINE PRESSURE. : ’ o
Total Welds Visusily Inspected: [I] Total Welds Rejected: nspactorty 8172 Company: Canus Signature: A / o
ingpedtor gualified by
oo i Exp. Date: _8/24/2017 cw B cew 2020691 esperience | cowt [ Jeert
D0 or CWH qualification Is acoeptabie for ANY weld, but REQUIRED for OQ covered welds Qualification by Exparience or CPYWI is for NEW construction ONLY.

SB_GT&S_0023741



1.2.4 Quality Control Level | - Daily Field Weld Summary Report
DAILY FIELD WELD SUMMARY REPORT

Date: _9f17/2018

FD-40:4
07/05/2012 Rev. U

SB GT&S 0023742

4 For welds on ploelines operating greater than 60 psi
Broject: Ri34 1+114, Pipe Replocement, Orderd - 30943472 Location: Brentwood, MP 12,7010 16,57
Welding Organization: PGRE/Snelson NDE Contractor: {WIX) Western Industrial X-Ray
A} Weldsr LD, Numbers are listed according to their Examples - Welder 1D / Weld Pass Code () Visual Weld Defeet Codes
position onweld ariented counter-clockwise facing EAST or 4 Welder Craw 3 Welder Crew C=Lrack . UA =Unacceptable Appearance
NORTH {exarmples shown to the right). Weldar i Weld Past Walder iy Wald Fans, AB=: Arc Burn 1P -~ Inadeguate Penetration
? Weldary A & HA Walder 1 Weldet 2 A A WD = Weld Dirmensions |F = ircomplete Fusion
f NA e T - o TR BT = Burn Through UC= Undercut
(B} Weld Pass Code o e P = Porosity
R=Root Bead, H=Hot Pass Tuio 2 Weldar) Crows
F=Filler, C=Cap, A=Coniplete Weld ] Viehler B \eld ase
2 Weldert Weider2 | RH | RH % Al iterns miust be witnessed and inspecied **
Welder 3 Welder 4 K FL Mark each iteny with A=fccepted OR R=Relected
Joint Numbarfe) s lg Bole |8 2
H sle |ES5E [E]812ls .
- N:;her weld Bie Dismeter, | Walding Procedure | Welder 1D [LAN 1D or 48 Weld P g = § % & § § 2 g- sl 8 £k £ g £ § £ Remarks
ant Nismibar o | Wall Thickness, | Specification Number in: m::j & ~§ | § i % 2 E sE3 3 g 35 é} G5 £ Recordal weid' :efe;t:sﬁes with
‘ = = E R b REER - =] F welder |
Heat Number NOT Number & Grade (wes) ee Nata 2] ,% T % SLE e % § j% %18 z ‘;:f 2 % g 4 {Sea Mot &)
for Traceabifitty 2|2 2815 |E|7 |8
2 22,00/.375/%:65 Bsog WIMS A A
J.536 to JtL-114 TI8E0 B3280-G ATALTATATALALA NAF ¥ | A [NA] A Soap Test
Existing 23,00/375/%-65 NA A MA | NA
NMultiple Repair Procedire Nuimber {(if used) MNA N&
240073751550 B772 isbey A S
JH528Ato L5260 Tha61 232506 AlA|AJATAT AL AT ALAINA Y| A]|NALA Soap Test
24.00/.375/%:60 NA NA NA NA j
Multiple Repair Procedure Number (If used) NA NA
24,00/.375/%-60 8772 fslal A A
BBt Leu8A W-852 232566 AlA]ATATA]AJATATAINALY ] ANA & Soap Test
24,00/375/%-60 NA NA NA | NA
Multiple Repair Procedurs Number (If used) ) NA NA
Multiple Repair Procedure Number (ifused) N& ) NA
Muttiple Repair Procedure Number (if used) NA NA
Multiple Repair Procedurs Number {If used) NA A&
*ALLWELDS NOT STRENGTH TESTED MUST BE SOAP TESTED AT LINE PRESSURE. P -
Total Welds Visually Inspected: E Total Walds Rejecteds Ej nspecter 1y BW172 Company: Cante Signature: : A F
Inspecior qualified by
Bxp. Date: _ 8/24/2017 ewt B certs 2020691 Experience || cown [Jeert.#
Q0 or W qualification ls acceptable for ANY weld, but REQUIRED for OO covered welds Qualifieation by Experience or CPWI Is for NEW censtrucz_i‘?n DMLY,




1.2.4 Quality Control Level | - Daily Field Weld Summary Report

My

DAILY FIELD WELD SUMMARY REPORT Bate: sagngs FD40-A
, For weldy on pipelines operating greatar than 60 psi 07/05/2012 Rev. 0
Project ; Ri34 1-114, Fipe Replacement, Order#~ 30943472 Logation:  gréntwood, MP12.7010 16,57
Welding Organization: PG&E/Snelson NDE Contractor: {WiX) Western Industrizl X-Ray
(A) Welder LD, Numbers are listed according to their Exaraples - Welder 1D/ Weld Pass Code () Visual Weld Disfect Codes
position on weld oriented sounter-clociwise facing EAST or e Craw 2 Wellder Crave C=Crack YA =Unacceptable Appearanice
NORTH (sxemples shown to the right). Waldar 5 Wald Pass Wetder 10 reld Pris AB = Arc Bum 1P~ Inadeguate Penstration
? Welder 1 A 4 [ Welder1 Walder 2 # & WD'=Weld Dimenslons IE = Incomplete Fusion
BT = Burn Through U= Uniderout
" A NA A A, NA NA NA
{By Weld Pass Code i ,;"// o 34 . - F= Porosity
Re=Root Bead, HeHot Pass Tue 2 Walder] oy g
F=Filler; C=Cap, A=Complets Weld { Wetder10 Wekd pase R
12 Weldar2 Wedez | BH I WH #% All ftemns must be withessed and Inspected *% L TE
Yelder 3 Weldsr 4 S FC Wiarlceuch item with A=Accepted OR ReReloctad e
Joine Mumber(s) - Syl TE] 13
25T | E g 15 o
o N Weid | Pipe Diameter, | WeldingPracedure | Weiderip(ianioras)| oo | £ |5 E} s g §.t2 e § 21242189 Remarks
and Wermbieror | Wall Thickiness, |Specification Nuniber §s:; o n? & g s £ § 24 § Bl § % § 8 § Z £ § &}z | Recordall weﬂdz defect codes with
7 & Beldlesl it S L ELe = =) 8 welder 1D
Moot Nummber | NOT Number|  BiGrade {wps) {geatate ) 5 37| ¢ £t % Flals é %2 Ex| 4 See ot 0
for Traveability £ S8 [ EIC 8
24.00/,875/%-60 SDGA AB3G A A
517 1o L5228 THa58 23280 A 1A A AIA A TALALAINAY NA&T A Soap Test
24,00/ 375/ 460 NA NA NA N&
dultile Repair Procedure Number {If used) NA NA
2 24,00/ 375/%-50 B508 MIMS A A
el B T 23256 alalafajalalalalalnalv|a|nala Soap Test
Existing 24,004, 312/%:60 BA NA NA | MNa
Multiple Repalr Procedurs Number (i used) NA i N&
24,00/.375/%60 1shey RAMS A A
h2ddto 3164 THE58 23250G ATATAJATATALATAIAINAL Y] A NALA Soap Test
24,00/.375/%-60 NA NA NA NA
Muliiple Repalr Procedure Namber {If used] NA NA
i 4 24.00/375/%-60 s B772 A A
A7ZA LIS | g 232805 alaialalalalalalainaly]alvaa Soap Test
Existing THOOLILINB0 NA NA NA | A :
Multiple Repair Procedure Number {if used) NA NA
Wiuitiple Repair Procedure Number (If used) NA NA
Multiple Repair Procedure Number (f used) NA NA
S ALL WELDS NOT STRENGTH TESTED MUST BE SOAP TESTED AT LINE PRESSURE, B R R S
Total Welds Visually Inspacted: & Total Welds Rejected: E:] wepectori: | Be172 Companys Canus Signature:
Inspector gualified by: 3
oo Exp. Date: __8/24/2017 owr B certn 2020691 Bperience [ ] cowt [TJeert. o

00 ar CWI gualification is acceptable for ANY weld, but REQUIRED for OQ covered welds Gualification by Experlence or CPW Is for NEW construction ONLY.

SB GT&S 0023743

4
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P.O. Box 238 Fairfield, CA
(707) 425-4673

(888) For X-Ray
info@wixincnet
Wawwixinonet

Western Industrial X-Ray, Inc.

Nondestriictive Inspection Report

Diate GG Page !

Radiographic Report or Control # RIGE

Customer PGAE

Address

Customer's P.O. Number

Job Location BREMTWOOD

Job Numbear Zﬁfé%% f‘?

ltern Deseription TR T GIBTHEWELDS

100% Insp. __s/__ Spot Insp. Percent,

A TR

0 Defect
i | Code

Weld
Number

Film
o,

Piece orjoint #s

Comments

Work Surnmary

Armount Description

EXTIICAZ0TA TWEE58

P LT

©
€
4
v

A LA

ST LI EA TE5E

FAUHLBTE LMD

2 Travel Hours
4200 I Time
Work Hours
o Standby Hotirs

& # Persors
Bty Out Time

_&8

A Total Hours
ey Per Diem
1on

# Persons
Mileage: OneWay ____ Round Trip E

Weld 74 in.dia Weld in, dia.

I Weld _ 27 in.diz Weld
‘Weld in..clia. Weld
Filrm X,

in.-dia,

in. dia,

Type

Film % Type

Technique Date/Procedure Qualification

Inspection Specification AP
Acceptance Standard 2OTH
RT Procedure Mo, BT 7. Shooting Sketch (RSS5)

Views DeevE. Sy Source felvl Curies Edu
Phiysical Source Sizer . 1060080 . Effective Focal Spot, 133
Po Sereensi Front _ 008 Center “FlLI. Badk

T

Dia.__ 207 Materal Type: (47 Thickress: Reinf: 175

SFD_ 9% SourceTo Objr 215 IO Essential Wirer 000
Bup: Times 34 mine 400 sec DevTimer 5 @ 67 deg
Filim Manufacturers 050 Speeds_ 0% No. of Bxp. Pl
Geometric Unsharpness (Ug): 003 Awg, Density: 25

Dia. 74" Materal Type: X0 Thickness: Reinf: 175
SFO:_ 24" SourceTo Obj: 2.5 O Essential Wire: i3

B Timma 9 i, 30 set Bev Tirng: @ 4. deg
Filrn Marwifacturen A0GEA Speed: 105 Al o3
Geometric Wnsharpness (Ug): 5102 Awg. Dansw 25

SR

Thickness:
YOI Esserrtial "/ire:

Dia; Material Type: Reinf:
SFD: Source To Objz
Exp Tirnes iy sec. Dev, Time: @
Filen Manufactirer: Speed: I, of Exp.

deg.

Filrv

Geometric Unsharpness (Ug); g, Density:

Defect Code

1CP = Inadequate Cross Penetration

iF - !ncomp ete Fusion

P ncompiete Penetration

PD < Inadequate Penetration Dueto High-Low
O~ Oxddation

BT - Burn Through
¢~ Crack

CV — Root Concavity
O~ Root Convexily
B ?mp Through

1. Lewel

Radisgrapher i,

% Lel

= Poross
SL Slag Lines

<Slag Inclusions
UC L%n dercut
TH= Tungsten Inclusion

i

i

s s i iy v ot ofthe

The pes ity e gy vipy the b

s report ¢

Wk

guararty ofwarrsaty e condition of the. ma‘cﬁnak tesped, Western Industrial %-Ray, Inc. i niot flable: forany inferpretation of msoltisr

immambumblmoany ing p
serdces i iy Firesl flens iterpredition §-the

ustorner %ﬂaﬁil £

Report Form WIK-101

ity w¥ iy
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s,

i for thiess services. Ay Teblity & Brnited 1 the Broint paid for the

Date %
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Western Industrial X-Ray, Inc. ~ Date_____ 097160013 Page [ _Of I
P.O. Box 238 Fairfield, CA Radiographic R ——
(707) 425-4673 A
(888) For X-Ray Customer's P.O. Number émfs’?/ 59984
info@wixincnet Job Location BRENTWOOD CALINE 1142
WWW.WiXi!’TC.ﬂEi }Ob MNumber SRAIAT T BIGAA
ftern Description LA GIRTH WELDS
i, - .
Nondestiuctive Inspection Report 100% Insp. £ Spot Insp. Percent
Piece of Joint #5 Weld 1 Fijm /é g Defect Commerits Work Summary
Number |y, | c | j | Code Amount Description
EXIST-LIBA0 16024 4 A : 2. Travel Hours 2 # Persons
BAOAERIET-L11 ) P53 3 7 HTCEN0 A48 e Time 2100 Out Time
JTHITITE22-R ThGEE O AETE 1 Waerk Hours
EXIST-L-11400T-523 | TH057 | 8 |V KIS —g——--i_’mﬂ?‘:f Hours
i BE ¥ ours
M ITZAEXIST 114 11909 3 / SIS s Per Diem # Persors
0 Mileage OneWay__ Round Trip ¥
I Weld 187 india Weld in. dia.
oA Weld 247 mcdia Weld in. dia,
Weld in. dia. Weld in.dia,
Fifm Type
Film Type
Technique Date/Procedure Qualification
Inspection Specdification AP0
Acceptance Standard 20TH
BT Procedure Ne, 7 Shooting Sketch (RSS5)
View: ME. iy Source 9 Curies St
Physical Souree sze wggﬁgf; 3t . Effective Focal Spot: 60
Pb Sereens: Front __ 008 Center /& Back _ 005
Dia.__ 24" Materal Type: 560 Thickness: 374, Reinf:
SFD: 74" Sotirce To Objy 2507 10 Essentigh Wares G
Exp, Time: 4 win, 300 sec Dev.Time: 430 @ 70 deg
Filen Manufacturer: iy Speedi (D28 MNocofBxp.. 0. Flm. 0
Geometric Unsharpness (Ugk Lol Awg, Density: i
Dia: Materal Type: 60, Thickness: 500 Reinf; 95
SHO g4r Saurce ToObl 222 10O Essential Wu*e Gitng
s Tirnies i . 20 ser. Dev Time: L@, PO deg
Filrn Manufacturer: gl Speed: L5 Movof &p, 3 Fim, 2
Geometric Unsharpniess (Ugy: 19 Hi Avp. Density: A
Dia.__ 167 Material Type: 210 Thickness: 205 Reinf:
SFDy 14" Seurce To Objs 16605 KOt Essential Wire: A
B, Tirvie: min,__ 50 ser. DeviTime 470 @ 70 deg
Filrm Mamfacturen gl Speed: 105 No: ook Pl g
Geormetric Unsharpress (Wgh o 05 Ave Density, L6
Defect Code e
BT - Burn Through CP - Inadeduate Cross Perietration P - Poidsity . . -
C Crack i~ Incomplete Fusion Sk~ Slag Lines A B . i £
~Root Concavity 1P~ Incomplete Penetration 5t Slz{? Inclusions E -
CX Raot Conwemty PO equate Penetration Due to High-Low WC - Undercut |
DT = Drop Th " v 8 T Tungsten Incusion .
i Level " ) )
= . ‘ i
7 /. Level ' — [ y : { E
MSICRLE g AT R . ; !
The person signng thisdoe : hit they h fty oy sigrv on the-behalf of the o o, This réptrt dogs not ;{
@ yor inny of the ials testeid. duistrial K-Ray; e 6 pot liabls for any interpinetanon of resilis or ki
log bbb ing: g Thene o o these serices: Anylhbiiiiyismﬁédmiheamcum paid-for the i i i g
services i question. Final Ao i s the responshiity of the tustemisr S

sy lgpurr B/72. oo U5

Report Form WiX-101
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P.O. Box 238 Fairfield, CA
(707) 425-4673
(888) For X-Ray
info@wixincnet
wWww.wixine.net

Western Industrial X-Ray, Inc.

Nondestructive Inspection Report

Date S90S Page 1

Radiographic Report or Control # e
Customer BE

Address

Customer's PO, Nurnber SEBGIS e

Job Location BRERITWOOD CALINE 142

Job Number 04T RIGAA

frem: Description LURIAGIRTH WELDS

F00% tnsp. o/ . Spotinsp. Percent,

Weld Film AR

i . f
Piece or joint #s & Defect
MNumber| g,

[l

Cormments

Work Summary

Arnount Description

i [Code
EATLAGIT-538 860 3 i

Lo # Persors

JEBIBALIT-525 TiEET 30

JT-B2BT-5284 wosz | 3 |

b Travel Heurs
L300 InTime
125 Work Hours
@ Standby Hours
135 Total Heurs
B Per Diem # Persors

0i2g Out Time

50 Mileage OneWay ¥ Reund Trip____

‘Weld._ 27 in.dia Weld in.dia.

T Weld Y i dia Weld
Weld in, dia Weld

in, dia,
in.din

Type

Film ¥ Type

Technique DatefProcedure Qualification

Irspection Specification APLITOE

Acreptance Standard Fitiial
RT Procedure Mo, 7. . Shooting Sketch (RS55) e
Viewr TopE oSy Source drl9l.. Curies 94

Physical Source Sizer 10630100 Effective Focal Spot 160
Ph Screens: Front 005 Certer /A Back 0%

Dia, 74" WMaterial Type:_ A0 Thickness: Reinf: 125

SFI¥ _0dt Seurce ToObjr 20000 KO Essential Wive: ___ 06
Exp. Time: v 300 sec. Dev, Timer 430 @ 70 deg
Filrn Manufactirers_jigin. Speed: _[2:5 Mo of Bepe s Fim 2.
Georetric Unsharpness (Ug)y: iy Porg, Density: 2%

Dia. 220 Matedal Type: g5 Thidkness: 375 Reinfz 105
SFD: 07 Source To Oz 716D 10! Essential Wire: Gia

B Times 3 _mine_ 0 sees Dev Timer 430 @70 deg
Film Manufacturer Azl Spesdr 15 No. of Bxp. 3 Fim_ 2

Geometric Unsharpriess (Ug): Gt Avg. Density: F

Dia. Matenal Type: Thickness: Beinf:
SFE: Source To Obiz HO! Esseritial Wire:

Esepy. Tirne: i sec. Do Time: @
Film: Manufactyres: Speed: o, of Bxp. Filrri

deg.

Geormetric Unsharpriess (Lg): g Density:

Defect Code

ICP - Inadequate Cross Penetration

€~ Crack 1P Incomplete Fusion

CVY —Root Concavity 1P~ Incomplete Penetration

X -~ Root Convexity. P — hnadequate Penetration Diue to-High-Low
0T Drop Thmwwwmx ~Osadation

BT - Buryy Thicugh

Level

Radiogihpher
2. 4 Level

Rallbgfapher's Assistant GERRIT VANSICKLE

Gy

P = Porosity

Sk — Slag Lines
S S%? Inclusions
UG- Undereut

Tl Tungsten Inclusion

il

i

The: person signing el presents that Ty i s on b bshall ol the o
guaranty orvwarnnty the condiion of ks et ¢

Iosses attributalile fo any testing perdormed. There s o
servites i epiesticn, Final W inpdepretation & the résponsbility o the distomar

Report Form W10

i This report dloes ot
Hay: Ine1s oot fable for aiy Intsrpretation ol resulis ov
arvives, Aoy tbility & mied wr e amourt peld for the

i | f . i
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Western Industrial X-Ray, Inc. ~ Date__B8m —_Page . Of |
. SO ICMEROrT or Lonro [l
P.O. Box 238 Fairfield, CA st P e
(707) 425-4673 ponid
(888) For X-Ray Customer's P.O. Number 2500759984
info@wianenet Job Location BRENTWOOD CALINE 1197
fgt IOWAIATE RIGA
wWwLwixancnet Job Number : -
[tern Description e CITHWELDS
. . 100% Insp. . SpotInsp. Percent
Nondestructive Inspection Report o sp poLmsp
il y AR I Defect Worlk Summia
Piece or Joint #s We Film | | e Comments diced
Numberd s e || Code Ariount Description
S5 T-520-8 1983 a3 J ATHITE i Travel Hours L ¥ Persons
IT-BAT-BIEXIETL-114 | Thob4 4 i JITRATS 200 e Time 1900, Out Time - '
'7 Work Hours
0. Standby Hours
9 Total Hours
PGy Per Diem # Persons
Wi, Mileage: One Way . Round Trp e
I Weld 27" inodia Weld . dia.
THOBEWAS BEQUAL I Weld 247 in.odia Weld inedia
A ABONM Weld in, dia Weld i dias
5P REQUAL Fils X TypE
4475 Film X Type
ORIGINAL S5 l . Tci;hntque Date/Procedure f:alrfzgnon
BE L
WAS LEET WITH epection Speclheation —
— Acceptance Standard TH
WELDER . o . "
- RT Procedure Mo, 7. Shooting Sketch (RSSS) ____ &
, T;f“@ﬁ‘jM@ 2 4 XIS Views Sy Source Iel32, Curies a4
}; 1ol e See. [ ELmE Prysical Source Sizer, 1162090 Effective Focal Spot 1349
gLM Do Pb Screens: Front 005 Center /4 . Badk 008
Dz 24" Material Type: K860 Thickness 275 Reinfs 128
SED: 347 Sowrce ToObjr 3367 1O Essential Wire: il
EBxp. Time: 4 min_ 30 sec. DevTime 430 @ 70 deg
Filr: Mamufacturer:_ Apla Speedt T0:8 Nocofbp o Fime ]
Geometric Unsharpness (Ug): oy Awg Density: 7
Dia.__ 77" Materal Typer 765 Thickness: 375 Reinf: 135
SFD: 220 Source To Obli 2067 10 Essential Wire: e
Bop. Times 4. min.__ 0 sec. Dev.Time: Gl @ JU des
Filer Manufacturers_Agfs Speed: 005 Nooofbep. 3 Rlm 5
Geometric Wnsharpness (Ug): i Pug. Densitys 04
Dia, Material Type: Thicknigss; Reinf:
SFDx Source To-Objs Q1 Essential Wire:
B, Time: _______min. sec. Dev. Time: @ deg.
Fiter Manufacturers Speed: o of Bap. Filmy
Geometric Unsharpniess (Us): Ay, Density:
Defect Code 4 ,
BT - Burn Through ICP - Inadeduate Cross Penetration - Porosity - o
CoCrack IF ~Incomplete Fusion SL Stag Lines P £
CV.- Root Contavity 1P - Incomplete Penetration Sl - Slag Inclusions o
CX - Root Convextty  PL) - Inadequate Penetration Due to High-Low UC ndercut
DT - Drop Through o ABhddation < Tuirigsten Inclusion :
L i Lewsl WL__.‘_ . . ) .
Radiggfapha 5 T BT TER g |
& 1 Level . . 2 ;
Radiographer's Assistant (3 T VARSI oo e 2
Thesperson signi b vty authors gy on the betialf of th srover, This report does pot f {

guaranty or warray the com'nmn of Bz rterial tested, Westirn Industrial -Ray, Ing & niot labls for arty interpretation of resulis or
losses attributable to any testng performed. There s howansnty for thess sérices Any Tabity s imited to e ameut paid for e

SErvices i uestion. Final Bl iterpretaton & the respansbility of the custormian

% W B2
Ustom saSignaiu

Report Form WEX-1

w SLG/3
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Western Industrial X-Ray, Inc.
P.O. Box 238 Fairfield, CA

(707) 425-4673

(888) For X-Ray

info@wixinc.net

wWwwawixanenet

Nondestructive Inspection Report

Date 09aetg Page ;

Radiographic Report or Control #

Customer FGE

Address

Customer's PO, WNumber PEO07 5008

fob Location BREMNTWOOD CA MME i

{ob Number 309434 «’2

ﬁ:em Description FEIG

100% Insp. Spot Insp, F’ercant

Piece or jont #s

Weld Film ? Defect Comments
Numbﬁr o,

[ ale-

Waork Surmmary

Amount Description

JTBTNT-RE R

i | Code
Waies TS

ST A T80

W-966 X375

# Persons
1238 Ok Time

3 Travel Hours
GEIU In Time

JEE3UIT-158

VREET

&

PLETITOTEE"

JT-E3DUT-558:0

Vess 4

Za

JTBIBAMT-34-H

L
BRPRA S

VI-EEG e

Ll

A Work Hours

& Standby Hotrs

il Total Hours

WGy PerDiemn e B Porsons

108G Mileage OneWay . Round Trip _f_w

3 Weld 24" in:dia, Weld i dia.

2 Weld 8 inedia Weld i dia,

Weld in.dia. Weld
Filrri ¥
Film *

i dia.

Type
Type

Technique Date/Procedure Qualification
Inspection Specification APLLTEY
Arceptance Standard o
RT Procedure No. 7 Shooting Sketch (R555)
View: [COAE. Suwy Source  Jpl9r  Curies &

m‘

Physical Source Sizes __ {08000 Effective Focal Spot 138
Pb Sereens: Front 005 Certer A Bade 005

Diae_ 74" Materid Type: 350 Thickness: 375 Reinf:_ 125

SFOE 04" Soure To-Obl 1367 10! Esserial Wire: Gié
B, Times 4, _riine__ 20 sec Dev Time: 430 @ 70 deg

Filrm Manufacturer: L #fa Speed: L5 MooofBp. 2. Film g
Geometde Unsharpness (Ugh e84 Avg: Density: L4

Dz A7 Material Type: 0908 Thickness: 3727 Reinfz 175
SFD: H475 Source To Objs JL303 1O Esserntial Wire: 3

Bxp: Timer € wiine 33 sec. DieviTimer & Mo®. 70 deg
Filr Manuficturer:_Aghy Speed:, 5.8 NooofBpe A Fim 2
Geometric Unsharpness:(Ug): 5103 Aug Diensity: A

Dia. Thickness: Reinf:
SFD: 1O} Esseritial VWire:

Esp, Tirpe: sec. Dev: Time:
Filrn Manufacturen Speed: INo: of B

Materal Type:
Source To Obj:
e FRIFL

@ deg:

Film

Geometric Unsharpness (Ug): A, Density:

BT« Burn Through
G Crack {F
OV Root Concavity 1P~
¥ - Root Convesdty
DT~ Drop Thr

ICP - Inadequate Cross Penetration

PLy—
0

Defect Code

. Porosity
Incompiete Fusion SL Slag Lines
Incomplete Penetration Sif? Inclusions
UC ndercut

tnad quate Penetration Dueto High-Low

Lews] i

o 7

- Levet '
RRIT VAMSICELE

The prersar saning thi

seAACes i Harp

B ihe res ility ofthe st

Report Form W01

= Tungsteninclusion

that they b the authoity to:sign o the behalf of the costomie: This report doss nit
guaranty op-warranty the condition of thé inaterials tasted. Westsrm Indusirial X Fay; eis not leble for any interpretition  of resulisor
fgses :ﬂmtzmab!e o] any i&sﬁﬂg performed. Thers Is no warranty for these serdces. Any labiity s fimited to the amount paid for the
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Western Industrial X-Ray, Inc.
P.O. Box 238 Fairfield, CA

Date L

w2

Radiographic Report or Control #

Customer POE
(707) 425-4673 o
(888) For X-Ray Customer's P.O: Numb
info@wixinc.net Job Location LLINE 1Y
wwwawixinc.net Job Number 41878790
ftem Description TACCIRTH WELDE
. . 100% Insp. __#"__ Spot Insp. Percent
Nondestructive Inspection Report o nep paLinsp
; . Wel At R Defect Work Sum
Piece or Joint #s d Film e | e Comments i t‘aiwatty
MNumberd w, 1c | ] ] Code Arriouit Description
PAGE L FOR LS Travel Hours 2 #Persons
BILEING ONLY 980 In Time GLED Ot Time
FREEE 9D e Work Hours
THRLU #9 FOR A Standby Hours
e
WELD INFO i, FotalHpor
MOk Per Diern # Persons
50 Mileage Orne Way _ Round T
8 Weld 240 incdia Weld i dia.
Weld ir dia Weld i, dia.
Weld i dia. Weld in:: dia,
2 Filv 250 x 207 Type D15
Film X Type
Technique DatelProcedure Qualification
Inspection Spedification
Acceptance Standard
RT Procedure No, ______ Shooting Sketch (RS55)
View: Source Curies
Physical Source Size; Effective Focal Spot:
Pb: Screens: Front Certter Back
Dia. Material Type: Thickress: Reinf:
SFD Source To Obj: Q) Esserdial Wire:
Exps ik i sec. Dev. Time: @ deg,
Fitmy Manufacturer: Speed: ooof Exp, Fifry
Georrietric Unsharpness {Ug): Avg. Density:
Dia Material Type: Thickriess: Reinfz
SFD: Source To Oby: 11 Essertial Wires
Exp: Tirne: fin. set, Dev. Time: @ deg.
gt ﬁé P Fil Manufactirer Speed: Mo of Bup. Film
mﬁ\ %?yﬁm Geometric Unsharpness: (Ug): HAvg Density:
o i i et : Thickness: Reinf:
AT 30z / {’jf Dig Material Type ‘
i ;ﬁz Le SF: Source To Obis 101 Essential Wire:
joo- i Bap, Times______min see, Doy Time: 0 dep.
Filrri Manufacturer: Speed: o of Bxpe Fitrny
Geometric Unsharpness (Ugy P Derisity:
Defect Code
BT~ Burp Theough ICP - Inadeguate Cross Penetration P Porosity
€ — Crack IF - Incomplete Fusion L+ Slag Lines A L ¥
CV — Root Conawity: 1P —Incomplete Peretration 51 —Shag Inclisions
CX - Root Convexity  PD -~ Inadequate Penetration Due 4o High-Low LI - Undercit
DT — Drop Throu O Osication...... T Tungster Inclusior P
b : i . Level I . .
i ¥
: ; . : 4
2 ; Level . - i |
Radiographer's Assistart GERRIT YAMSICKLE B & ¢ ka2
The person sigiing 1 el repeser it they ity o sign oncthie behalt of e customen, This report dogs ot
ar warranty the condiion of als tasted: fustial WeRay, te i not fable for sny interpretation-of results or
losses attributable 10 any testin formed. Thees is no wananty forth fees: Ay Tabiity & imited o the amount gaid foe the: oo o

services in question. Final filn inerpratstion b the responsibility of the astormen

S p
Cilstomer'd

Sigtlature

Report Form WiX-101

L/



mailto:info@wixinc.net
http://www.wixinc.net

0SLET00 S®ID dS

Western Industrial X-Ray, Inc.
P.O. Box 238 Fairfield, CA

(707) 425-4673

(888) For X-Ray

Date YO0 3 Page | of ]
Radiographic Report or Control # Rl
Custorer PGE

Address

Custorner's PO, Number

info@wixincnet Job Location BRENTWOOL CA LiEd 1
wwwawixincnet Job Number AB6I R
ftem: Diescription JATGRTHWELDS
ez
Nondestructive Inspection Report [00% tnsp. . £ Spotinsp. Percent
Plece or Joint #s Weld Film ? i‘ Detect Comments Werk Sumn'war.y
Number| . e | ] ]Code Amiount Deseription
L VERIBICATION Wese 7 IWEO ORNLY T Travel Mol T Dasens
0708 InTime 4930 O Time
LDUVERIFICATION: | W80 2 INFC DMLY Lo Work Hours
A Standby Hours
SE— : . ” e A5 Total Hours
KOS VERIFICATION BT TD H ARG ONLY MO Per Diem 4 Persons
100 Mileage OneWay __ Round Trip ¥
L VERIFICATION PRI 1 PO ONLY Wald T Weld india
e WeEd e dia Weld i dia
L VERIFICATION W-TEL 1 INECTONLY . weld i dia Weld i dia,
6 Fim 28T s a0t Type 105
Film b Type
Technique Date/Pracedure Qualification
Inspection Specification APl 5{%
Acceptance Standard PiiaR
RT Procedure No. Shooting Sketch (RSSS}

View: Iywi. wwir Solrees bl87 . Curies /

Physical Source Sizer, 10820100 | Effective Focal Spot 160
PhSereens: Fromt 005 Cerder B4 Badk 005

D247 Maerial Type: 060 Thickness. 375, Reinfx_ 128

SFD: 24 Source ToObiz 747 10! Essential Wire: s
B Tirvie: 0 wain 00 sec. Dew: Times @. 8 deg

Filen: Manufacturer:_fats . Speed:  Deh Mocofbap. . o0 Filme

Geometric Unsharpness (Ug): 002 Avig, Diensity: 24
Dia. Material Type: Thickness: Reinf:
SFEY Source To Obj: 11 Essernial Wire:
Exp. Tirmes______ ryin, ser: Dev Times @ deg
Filen: Manufactorer: Speed: e, of By Filen
Geornetric Unsharpriess (Ug): Ave Densityr
Dia. Material Type: Thickrigss: Peint:
SF: Source To Objs 101 Essertial Wire:
= Exp, Time: i sec. Dev. Time: @ deg.
10 -jo-d612 Filkiy Manufactures: Speed: filo, of Bxp. Filrn
Geometric Unsharpness (Ug): Pug. Density: :
Defect Code ,
BT - Burn Through ICP - Inadequate Cross Penglration P Pamsr’cy . : ; ~
C -~ Crack - Incomplete Fusion SL—Slag Lines A B : &
¢V~ Root Concaity mwmp ete Penetration St ‘Slﬁ inclusions
X~ Poot Convexity = lradequate Penetration: Due to Migh-ow ndercut
DT« Drop Through,. soCabddation Tl Tungsten Inclusion .
i s
L el ] ;
; ! p
. ’ Level : i
Radiographer's Assistal o £ ’ = i B
The persii siging i d ir Tyt o e Hiehy the s This report toes not i

LRy OF wanamy ‘tﬁe tond’ figi o

it
Tals tested, Wstem Ind

T8l Ry, Inds i not Babls Torany ntrpretation of resulis o

fosses attibntat

- Thiere is o warrirty for these services. Ary ety & limied b e armourt paid Torthe

serdites in o) Firegl f‘m

the iy ol the

g ZZ/W/} /f:f:i@f?ﬁ

%d&czmer Sigriature

Report Form WEK-1
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Western Industrial X-Ray, Inc.
P.O. Box 238 Fairfield, CA

(707) 425-4673

(888) For X-Ray

info@wixincnet

WWYWawWIXIngGnet

Nondestructive Inspection Report

Date iyl

Page

Radiographic Report or Control #
Customer Pla

T

i

Adddress

Customer's P.O, Number

Job Location BREW WO, Cf sE Tl

Job Number SIETHI

Hern: Description 247 HTH WELDS

100% Insp. . Spot Insp, Percerit

Weld R Defect

& s
Mumber al5 Code OImmeET

Worle Sumirmary

Amount Description

Mo, 1€ 11
T

970 3 94°X.375

Hike FROMASTTO

PETWISIBLE (0N

FILPL B PIPE

SEE. Travel Hours
Page In Time

#1 Work Hours
Standby Howrs
Total Hours
Per Diem o H Persons
Mileage OneWay ____ Roudd Trip___
Weld in.dia Weld

o Persons
e BDut Time

in. dia.

Weld i dig, Weld
Weld india, Weld

i dia.
i dia.

Filrn % Type
Filr Type

*

Technigue Date/Procedure Qualification
inspection Specification APLIIOE

Acceptance Standard ikl
RT Procedure No. Shooting Sketch (RS55)
View: Jfivve. 8 Source lrl%. . Curles

4

Physical Source Size: 1063100 Effective Focal Spot...140

P Sereens: Fromt _ 005 Certer BlE  Back 1008

Dia 24" Mateﬁa!Type' el Thickness: 75 Reinf:

By
S 2dY  Sowrce To Obj: 20405 1OF Esserrdal Wire: Bz
by Timer 0 el 30 sec. Dev. Times

Filim Manufacturer:

o G deg.
LAt Speed: 135 MooofBe, 2 Blm 3

Geometric Unsharpness (Ugg: 307 Avg. Deosity: T84

Diac Material Type: Thicksess: Reinf:

SFE: Sourge To Obj:

i,

1O Egsential Wire:
Exp. Time: sec. - Dev. Time:
Filrn Manufacharen Speed: Mo-of B
Geometric Unsharpress (Lg): Ay Density:

@

Filrny

deg.

Dia Thickness Fainds

Material Type:
o Souree To Oby
i,

S Q! Esserital Wike:
Exp, Tirme: see. Dlev: Time: @
Fitm Manufacturer: Speed: Py of Bp

Geometric Unsharpness (Ugh Avg, Density:

Filert

deg.

BT - Burn Through
Co Crack

CV - Root Concavity
R
DT« Diop ?hrfggh

Root Convexity

Defect Code

{CP - Inadenguate Cross Perietration P F"cmsrty
F—incomplete Fusion SL -Slag Lifes
P Incomplete Penetration - Slag Inclusions
PO~ Inadeqgiate Penetration Due to High-Low UC ndercut
Gx -+ Ordidation T

== i

= / Level

P AE

&

Lewvel

Radmgrapher’s Assistant 50000

Tungsten: indusion

The persin sxgnmgm £ it mtbiorety 1o slon on 1he behalf ol the CURBITIES, Thisreport does tiot
gumranty or chiti th als tostd, Western Fidusirial 3 ey, I is ot fable for any interpretation of

fosses attil arwy testing . There fsn y for-these services, Any lbility & limited 1o he amount paid forthi
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Western Industrial X-Ray, Inc. gag? - ng ! i;mﬁ 21 : #F’age o %’f 9
v O] f GGt
P.O. Box 238 Fairfield, CA o gepnicTepart.er RO -
(707) 425-4673 bt
(888) For X-Ray Customer's P.O. Number
info@wixincnet Job Location BRENTWOOD, CA LINE 114
www.wixincnet Job Number 41878790
ftern Description AT GITH WELDS
. . 100% Irsp.__ ' Spotinsp. Percent
Nondestructive Inspection Report o Isp P P
! . Weld AR Defect Work Sumpra
Pigce or joint #s Fiim | | e Cormments - W
MNumber | gy | | j | Code Amount Description
BAZE B2 ThE 5 o FHATE B Travel Hours # Persons
PEyiosteyagt Page InTime Out Time
[ e 1 Work Hours
P@615"<332 |~ Standby Hours
e Total Hours
Per Diem # Persons
Mileage OneWay  Found Trip
Weld india, Weld i, dia
Weld ine dia Weld ir dia
Weld in, dia. Weld in. dia.
Eilm Type
Film Type
Technigque Date/Procedure Qualiication
Inspection Specification Friind
Agceptance Standard 20TH
BT Procedure No. 7 Shooting Sketch (RSSS) b
Views DygiE. JSwng o Source pl92. Curies 74
Fhysical Source Size:. 1083 100 Effective Focal Spote. 149
Pb Screens: Fromt 005 Center N4 Badk _ 005
D 4" Material Type: 060 Thickness: 275 Reinf
SFD, 247 Sowree To Objs 20060 5 10O Essential Wire:
B Tirier % s, 300 e PevTimer 5 @ deg
Filn: Manufactorer gl Speed: Dn% MNo.of B d F)m
Geometric Unsharpness (Ugh a03 Avg Dengity: PR
D Material Type: Thickness: Reinfl
SFD: Source To Obj: Ol Essermal Wire:
By, Tirne: i sec.. Dew. Times kil deg.
Film Manufacturer Speed: Plosof Exp. Filin
Geomeric Unsharpness (Ug): Ay, Densiy:
. Matsrial Type: _____ Thickness: Reinf:
SEDE o Source TaObjz 1Ol Essertial Wire:
Exp, Time: min sec., Diev Tirme: @ deg
Filn Manufactorer: Speed Maof B Film
Geornetng Ursharpness (Ugh. Porg, Density:
Defect Code
BT = Bum Thmugh C?’ {radequate Cross Penetration P Porpsity ; L&
C - Cra ~ Incomplete Fusion Sk~ Slag Lines By .
(o Rf}%ﬁ Congavity %5* fﬂrwmgiﬂm Penetration 5t Slag Inclusions
X~ Root Convexity F’D Inadequate Penetration Dige to High-Low U~ Undercut
EF - DBrop Thivus st@gtmn T~ Tungsten Inclusion .
m@% i i
Lesviel "
W‘ap i ?%« ; ] :
s Laval : f ‘i
Radeagraphefs Assistant [y ; VEANSITELE " f . i
¥ g s doog zmrrp%err‘;s ther e ¢ ’y sigry oy thie bebalf of the customen Thisrepord
STy O 1y e erial v, W Industrit Xliay, 0§ rot bl forany inerpretation of resulis By
Tossies atirtbaitable o any festing d Thers g o v Jor these servides. Sry Uabifty & nited 1o e adint pad for the e i e,
serdices i question: Fital B riterpraias e Gl o e o -
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Western Industrial X-Ray, Inc.
P.O. Box 238 Fairfleld, CA

(707) 425-4673

(888) For X-Ray

info@wixincnet

wwwawixinenet

Date 1042013 Page 4 Of __9
Radiographic Report or Control # RIGD
Customer PGE

Address

Customer’s PO, Number

JobLocation BREMTA OO, ChoLINE 114

5
Job Number 41878790

ttern Description T GITH WELDS

18’
Nondestructive Inspection Report 100% tosp. . Spotinsp: Percent
Piece orjoint #s Weld Film Ij Fe{ Eresect Comments Work Sumni:ar'y
Bumber |y, e | | Code Amourt Description
J-2ABISBE2C 972 o 247375 . #Persons
& e o OUE TR
W —ah Work Hours
Standby Hours
PO P - P Total Hours
SZABLIEE2T TO7 R 2 i PTRTE Per Diem S
Mileage OneWay ___ Bowund Trip
Weld irx dia. Weld in. dia
Weld i, dia Weld i dia
e Weld e iz Weld i, diz
il Type
Film # Type

Technigue Date/Procedure Qualfication

Inspection Specification AELLI04

Acceptance Standard 20Tk
RT Procedure No. __ 7. Shooting Sketch (RS55) o
View: e osuwy Source pl8z. . Curles 74

Phiysical Source Sizer _JGEGI00 | Effective Focdl Spot 140

Ph Screens: Front 005 Center A Badke 005

D 24%  Material Type: __HE0  Thitkmess: 375 Reindr 125
p

SEDy 047 Source To Objr 73 625 10T Essential Wire: ke

R ARE——

o Times A e 30 s Dav Tiner o5 @ &0 deg

Film Manufacturer: s Speed: 0.8 MNo.of B od JFilm 2
Geametas Unsherpress (Ugy o Aoz, Density: 5 T
e, Material Type: Thickness: Heint:
A Source To Obj W Eesential Wire:
Esxp. Time: i, see. Dgy Time @ deg.
Filor Manufactorer: Speed: Pl of Bip. Filrr
Geometric Unshiarpress (Ug) g, Densitys

blaterial Type: Fleinfs

s ERRY

VAMNGICKLE

Report. Borm WEET01
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Western Industrial X-Ray, Inc, ~ Daie____ 10013013 Page > __Of -
P.O. Box 238 Fairfield, CA (R:admgmphac Report or Cortrof #ﬁ RiGD
(707) 425-4673 posing —
(888) For X-Ray Customer’s P.O. Number
info@wixinc.net job Location BREMTWOOD, CAUME 114
www.wixincnet Job Number 41876790
ltem Descripﬁon T CIRTH WELDS
Nondestructive Inspection Report 100% Insp. ¥, Spot insp. Perca.
Piece orloirnt #s Weld Film '? @ Defect Comments Wtk Summary
Number | o, | | j | Code Arnount Description
SBEE0T80 TRETE 3 o SEE - Travel Hours B Parsons
Fage InTimie Ot Timie
AL Work Hours
Standby Hours
Total Hours
e PEr Do e B PEFSONS
Mileage OneWay _ RoundTrip .
Weld i dia. Weld i dia
e Weld irdia, Weld i dia.
e Weld in dia. Weld in:-dia,
Filrn x Type
Filrm X Type
Techriique Date/Procedure Qualification
Inspection Specification BELLIA
Acceptance Standard JuTH
RT Procedure No. Shooting Sketch (RS55) o
Mievn i sy Seurce deldl. Curies 74

Physical Sourceé Sizer 100100 Hfedtive Focal Spot_. 140

Ph Screens: Front D05 Center 1A, Bade _ 006

Dia.__34°  Materiad Type: _ 2461 Thickness: 375, Reinf

SED: 347 Seuree To:Obje 206705 10 Essertial Wre: e
Ep, Timer .4 mine 20 sec. Diev, Times 551} deg
Filrey Manufactirer _Asdy Speedt (8 NorofBp.. 2 . Film 3
Geometric Unsharpness (Jg): i Avg Density:

{; i

Dia, Material Type: Thickness: Reinf:
SFD; Source To Obj: T Esseriial Wire:
Exp. Tirne: i, sec. Dev: Time: @ dey,
Filra Manufacturer: Speed: Mo, of B, Fileri
Geometric Unsharpness (Ugy Awg Density:
D Materal Type: Thickness: Reinf:
SED: . Source To Obj: 1 Pasenpal Wire:
Exp, Tirne: i sec. Dev. Time @ deg.
i Manufacturer: Speed: o, of Expx Fllrn
Geometric Unsharpriess (Ugy g, Dersity:
Defect Code :
BT Burn Through 1CP - Inadequate Cross Penetration Pem:»;rty . N
C - Crack IF - Incomplete Fusion SL 53 ag Lines A L €
€V~ Root Conavity 1P~ Incomplete Penetration -

CXo~ Root Convesity:  PD—

i. i

Inadequate Penetration Due to High-low

Hhe o

= Sla !ndustom;
UC L%n

O~ Drop Through .. WQ)( = Chdglation Tungsﬁ:en Inclusion

=
Level

ST YT
s Level

Rad.agmphé% Assistant CLERBIY VAR
vait i whyto Sign on the bekalf of e cistorass This mport does rigt
b warTary this or c?t«m of t i e instustrial X-Hay, toti s not able orany interprétstion of restlts or

1 g

platoeid attnbu{ame Yoany ety perfmeﬁ Thm i Hiowaranity for thess servicis, Ay lablity B limited 1o the amount paid Tor the

SeEvites i o Fanval il inteays

] iy ofthe cusbimrs
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C,ﬁsmm&r :gmture

Report Form WHK-101
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Western Industrial X-Ray, Inc. g:gfo — Ri :; ;:;’z; ”‘Cma #Page — 'Zj’f 9
P.O. Box 238 Fairfield, CA gt e =
(707) 425-4673 Address
(888) For X-Ray Customer's P.O, Number
iﬂfO{f@WiX’fﬂChet job-Logation BREMTWOOD, CREINE 114
‘ i3 ob MNurnber 41B7R790
WWW.Wixine.net {iem Do T
Nandestructive Inspection-Report 0% mp —LSpotInsp. Percent
Piece or Joint #s Weld | Fim ? }2 Defect Corimerits Work Sumrr.xar.y
Number | g, j | Code Amount Description
AL EEE Thaid 3 oy PATHATE SEE Trwel Heurs i Parsoms
e Page. InTime e Oat Tirne
e _HL Work Hours
L P @ T Standby Hours
. Totd Hours
Per Diem # Persons
Mileage OreWay, . Round Trip ...
Weld irv. dia, Weld in, dia.
e Weld _ imdis, _ Weld in. dia
Weld i dia. Weld in. dia,
Filmi Type
Film % Type
Technique Date/Procedure Qualification
Inspection Specification ARLTIOY
Acceptance Staridard 20T
BT Procedure No.___ 7 Shooting Sketch (RS55) £
View: fRAE. Sy Source % Guries 14
Physical Source Sizer 108X 100 Ffective Focal Spot 149
Pb Sereens Front 005 Certer WA Bade 005
Dia._. 74" Materal Type: 260 Thickness: 375 Remfs 025
SFE_t Seurce To Objs 23475 10} Essential Wire: 413
Exp: Timer B im0 see. Dev T 0. @ _ 60 deg,
Filrry Marfacturer;_Agln Speed: L8 No.of B, Ef
Geornetnc Unsharpriess (Ue)e . 000 Avp Density:
Dia______ Material Type: Thickness: Reini:
SFD: Source To Obj: 101 Essential Wire:
Bwp. Timer oo, sec. Dev. Tirme: @ deg.
Filrrt Manufacturér: Speed: Mo of B, Filen
Geometric Unsharpress (Ugh: Aug Density:
Dz, Material Type: Thickness: Reinf:
SFD:  Source To Obje Gl Esgenitial Wire:
B, Tirmies Fries: sec.  Dev, Tirne: @ deg.
Filrn: Manufacturer: Speedi_______ No, of Exp: Film
Geometric Unsharpress (Ug): Avg. Density: -
Defect Code
BT - Burn Through iCP Inadequate Cross Penetration P Porosity
€ —Crack — Incomplete Fusion SL S!ag Lires B E : £
CV - Root Conavity !P znc«:xmpfefte Penetration Slag Inclusions -
CHo~ Root Convesdty P~ Inadequate Pengtration Duete High-Low - L%n dercut
0T —Birop Thmug’hv W Q% Tungsten Inclusion o
b St tevel 1 .
ol Level ' (;"‘ |

F%,ac:ﬁérapheﬁs Assittant|

The persiin s remragents That they haivk the authority (o s on the behall ol the

g i e
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sepvicas in
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Report Form WI- 101
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Western Industrial X-Ray, Inc.
P.O. Box 238 Fairfield, CA

Date 19 a0 Page 7 OFf ¥
Radiographic Report or Control # BiG

Zf,"x
(707) 425-4673 momer
(888) For X-Ray Custorner's P.O. Number
info@wixincnet Jeb Location BREMTW,
wwwawixincnet Job Number 7 :
Jtemn Description PN GITH WELDS
Z p
Nondestructive Inspection Report 100% Insp. £ Spot Insp. Fercent
Piece or Joirt # Weld | g |2 R | Defect Work Sumnfzary
MNumber| e, o1 [ Code Arnount Description
ABIRA R ThE75 3 o _EBEE Travel Hours i Persons
i Bage InTime . Ot Time
e #1 Work Hours
e Standby Hours
Total Hours
Per Diem # Persons
Mileage OneWay . Round Trip____
Weld in. dia. Weld in. dia.
Weld in: dia. Weld irn. dia.
Weld iz dia Weld i dia.
Film % Type
Film % Type
Technique Diate/Procedure Qualification
Inspection Specification AP
Acceptance Standard 20TE
RT Proscedure No.__ 7 Shooting Sketch (RSSS) 5
Miew: 1Ne. Swy Source Jrt9r  Cuories 74
Physical Source Stzer_ J08M 100 Effective Foral Spot 148
Pb Screens: Front 008 Certter _ A Back 008
Dia., 24" Material Type: M40 Thickness: 275 Reinf
SFD: 34" Sourde Te OB 25475 1Ol Essential Wire: &
Exp, Tiener % mine__ 30 sec DevTime 5 @
File Manufacturer: _Aghy, Speed: 105 Mo ofBxp: _ J Film 2
Geormetric Unsharpress (Ug): 247 Avg Density: T8
Bia, Matedial Type: Thickness: Reinf;
SFD: Source To Objs 0] Essermial Wires
B, Tirnies Tin. secs Diev Time: @ deg
Filr Manufacturer: Speed: N, of Bxpu Filry
Geometric Unsharpness (Ug): Poig, Dersloy
Dia. Material Type: Thickness: Reinf:
SFDy___ Source To Objz Wb Essertiad Wire:
Exp, Tirner .. i, sec. Dev, Time: @ deg.
Filrry Manufactorer: Speed: Mo, of B, Film
Geometric Unsharpriess (Ug) Avg. Density:
Defect Code
BT~ Burn Through 1CP -~ Inadequate Cross Penetration P - Porosity e : .
C~Crack {F < Incomplete Fusion SL—Slag Lines A B =
OV —Root Concvity 1P — Incomplete Penetration 51— Slag Inclusions
Cx-Root Convesdty  PD -~ Inadequate Penetration Diueto High-Low UC —Undercut
DT Dirop Throughe . O i Chadation . - Ti~ Tungsten Inclusion
L . Level i ' ; - B
27 Level . 2 o t
&3 ' £ i
The: persorn signing thi frat they bty iy dlaron the behall of e ustorren This repert doss Rt ; .
;guammy x;omrmt:arriy ihe r.mfﬁth:m of the raatenials tested. industrial JRay, Indis not fable for any'i i resyitsor 1

There isno wis

Fingl iy irerpretati

ity of thie sustomiss:
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Report Form WE-101
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Western Industrial X-Ray, Inc.
P.O. Box 238 Fairfield, CA

(707) 425-4673

(888) For X-Ray

Date I EInE Page 8

Radiographic Report or Control %

Customer PoE

Address

Customer’s PO, Number

info@wixincnet Job Lecation BRENTWOOD Ca e
wWwwawixinc.net Job Number 41878
ltemn Descripﬁan GIRTH WELDS
Mondestructive Inspection Report 00% Insp. . Spot insp: Percent
Plece or Joirit #5 weld | g |2 Z Defect Comments Work Summary
Number | 5 | c | j | Code Amount Description
JBIABLEEE ThETE z o FALATS SR Travel Hours ¥ Persons
25 4 ELC@Ia R | Page In Time i, Ot Tine
#i Work Hours
Standby Hours
o Total Hours
Per Diem —# Persons
Milzage OneWay___ Round Trip.___
Weld i dia Weld i dia,
el iy, did, Weld ire dia
Weld in. dia, Weld i dia
Film X Type
Filin X Type
Technique Date/Procedure Qual'rﬁtatx‘on
Inspection Specification AL
Acceptance S“iandard 2078
RT Procedure No. Shooting Sketch (R555) o
Views Wi, S0V Source Jpldz  Cures 74
Phiysical Source Sizes 10830100 Effective Focal Spot 48
P Screens: Fromt 005 Center _ /A Bade 005
Dia. 247 Material Types 2060 Thickness: 275 Reinfz 108
SFD: 94" Source To ij FLATE O Bssertial Wi s
Ewp Tirmey 3wl 20 see Dev, Times @ bl deg
Film Manufacturer: _figiy Speeds L8 Nooof Ex;:o 3 F!m E
Geometric Unsharpress (Ugy: 002 Avg Density:
D, Material Type: Thickness: Beinf:
- SFD Seurce ToObj: 1Ok Esserial Wirs:
_,&m}%{i %ﬁ By, Time: i sec. - Dew. Time: @ deg:
Filry Manufacturer; Speed: e of B Film
Geometne Unsharpness (Ugl: Porg: Density:
Dia, Material Type: Thickriess: Reinf:
SFD: .. Bource To Obj: O Essertial Wire:
Exp, Time: frir see, DeviTime:_____ @ deg,
Filp Manufacturer: Speed: o of Exp, Filrny
Geometric Unsharpness (Ugh Avg. Density:
Defect Code
8T - Burn Through 0P = Inadequate: Cross Penetration P Porosity e : . -
C—Crack {F — Incomplete Fusion SL Slag Lines A & b =
OV Root Concavity 1P~ Incomplete Penetration —Blag Inchsions . =
X~ Root Convexity:  PD - Inadeduate Penetration Due to High-Low UC ndercut [
DT Drop Throwy edasddation Ti—TungstenInclusion -
. j Level i . .
i g S e Ee 1% i
2«»‘”%%% L /@ﬁ Level % o ;
R

diographer’s Assistant %zi,vﬁi

?’éf St

This sefson sighing this docurnért represerts that thiy Five the authority 1o sien e the Bl of the customer, This repart does not
guaranty or weasTirly the condition of the faterls tested Westarm Industyl Yo Ray, Tng s not lable forany intérpratation ol resulteor

i
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Western Industrial X-Ray, Inc. Date tarl 12013 Page ° Of _°
P.O. Box 238 Fairfield, CA Fadiographic Report or Cantrol ¥ 100
(707) 425-4673 A
(888) For X-Ray Customer's P.O. Number
info@wixincnet Job Location
wwwawixincnet Job Number
ftern De&;cripﬁon 5 &
MNondestructive Inspection Report HODR ek Spot lnse: Pement
Piece or joint #s Weld | i | | [ |Defect Comrmients Work Sumrﬁarjy
Number |, |c | j | Code Amount Description
B2 BLEE) b TR 3 i CEEE Travel Hours o #Persons
. # CBage o Time D0t Timie
ggyf’” 1 LHL Werk Hours
B _ Standby Hours
Total Hours
Per Diem # Persors
o Mileage OreWay____ Round Trip___
Weld in: dia. Weld in, dia.
o Weld in; dia. Weld i dia.
Weld i dia. Weld in: dia,
Filrrs * Type
Filrwy bes Type
Technique Date/Procedure Qualification
Inspection Specification AP
Ageeptance Standard SOTH
RT Procedure Na. Shooting Sketch (R558)
Views -pyE.  _Swyy.. Seurce Jplgd Cures 4
Physical Source Sizet 106100 Effective Focal Spot 148
Ph Screens: Fromt 005 Center 1A Back 005
Diiae 24 Material Type: 060 Thickness 375 Reinfe 100
SFD: M,;ﬁi_ Source To Obj: 21575 101 Essential ‘Nzre 553
Exp. Tirne: it wjﬁ,_se& D&v Time: @ bl des.
Filri Manufacturer pta Speedi lg-l Fiben o
Geometric Unsharpriess (Ug): ____j,,‘_ﬁj Avg, Densd_y
Dia. Material Type: Thickiess; Reinf:
SFD: Souree To Obj 1) Essermtial Wire:
£ Exp. Time: T, sec. Dev. Time: @ deg
Filree Manufacturer: Speed: Mosofbxp. Rl
Geometric Unsharpriess (Ug) Ay Derisity:
D, Material Type: Thickress: Reinf:
SED: . Source ToObjs 1O} Essential Wires
Exp. Tines . min, ser. Dev, Time: @ deg.
Film Manufacturer Speed: Mo, of By Filrmy
Geornetric Unsharpness (Ugy: Avg. Density:
Defect Code :
BT - Burn: Thiough ICP - Inadequate Crous Penetration P Pm‘osrty i i
o Crack I nmmpete Fusion SL Sag Lines A L & £
CV —Root Concavity 1P~ Incomplete Penetration Slag Inclusions o =
CX o Root Convexity  PD -~ Ugndem:ut

DT Drop Thmugh

lgadequate Penetration: Dueto Fligh-Low

Tl Tungsten nclusion

i

b < Level
f*\agjmgf’%fer ii;%fl = i
o 2 ¥
bevel
Radidgrapher’s Assistant (5]
The: person sighing this do o Pty Fies autfniity To sig on the betal ol the nustonir, This report does it
g orwarT tiors of th sl taste Tretusterl HeRay, e is niot fable for any Interpretation of results o
T gt any testing performed, Thers ervives: Any ittty & limtted oty otk i foor s
Eervicnsin Firaal Bl nterpretanin s the ity of

ossyy Blres/

} 572

Cihomer's rgnamm

Report Form W01
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Western Industrial X-Ray, Inc.
P.O. Box 238 Fairfield, CA

(707) 425-4673

(888) For X-Ray

info@wixincnet

wWawwwixincnet

Nondestructive Inspection Report.

Date O3 Page i of 2
Radiographic Report or Controb # e
Customer PGaE

Address

Custormer's P.O. Number

job Location BRERTYOCE O,

Job Number ATRTBIO0 LINE B4

itemn Description DACGRITH O WELDS

100% Insp. 7 Spotlnisp. Percent

Piece orjoint #s

Murnber

Weld A IR I Defect
€ Comments
i | Code

Filrn
Mo,

ey

Work Surmary

Amount Description

ST204 TOJT-B37E.

THO?E BRLETE

5

i Fravel Hours:

300 InTime

A Work Hours

.__(L Standby Hours

A Total Hours

% Per Dier LBs# Persons

100 Mileage OreWay __ Rourd Trip R
L Weld 247 in dia Weld

i # Persons
F0 Cut Time

i, dia

Weld in, dia. Weld
Weld i, dia: Weld
Film X
Film %

iy i
in.dia

Type
Type

Technique DatelFrocedure Qualification

Inspection Specification aiamait
Acceptance Standard 26T

RT Procedure Mo, BT Shooting Sketch (RS55)
Wievs: Source . Jei%d. Cures 4%

P

A

4G

Physical Sowrce Size: __ 106 100 | Effective Focal Spot:
Pb Sereens: Front 005 Certer _FiL. Back 005

i, __ 247 Maverial Type: 6D Thickness 275 Rewnfz. 170
P2 Seurce ToObls 22675 10! Essential Wire: g

Exp, Tirme: roin, A sece Dev Tinnes L@ 68 deg
Filr Manufactirer: 2GS Speed: 1025 Nooof B3 Flm 0
Geometric Unsharpress (Ugk aas Avg. Denstys_ 2. 3

Thickness:
1001 Essertial Wire:

Dia. Material Types Reint:
SFDx Source To Obj
B Times Frin. sers D Times
Filrre Manufacturer: Speed: o, of Exp.

Geometric Unsharphess (Ugl: Purge Diensity:

@ deg.

Filrnt

Dia, Materil Type: Reinf:

SFEx Spurce To Obj:

- Thickness:
10} Bsseritial Wirg:

Exp. Timies rrin, sec. Dev. Time:
Filrrs Manufacturer: Speed: o of Exp.
Geometric Unsharpness (Ug) Purg. Derisity:

@

deg.
Film

BT Burnt Through

S By
oot Condvity

CXo—Root Convexity

ICP - Inadequate Cross Penetration
Incomplete Fusion
ncamp!ete Penetiation

Detect Code

P - Porosity
L Slag Lines
Sii% Inclissions
L

Inadequate Penetration Dueto High-lLow dercut

Level

DT ~Drop ugh
L - e

d her kR fwz
2 e

ERTER

[l ,

A
V4

Level

Radiographer's Assistant 7+

The person sining s o

HIMAS FLIIKLID A

i

bty 4o signon-the behall of

guaranty or warvnty the condition of the:

tested.

Services i  Firial il vterp

Yy Blopon> BITS

Taibifity of e clswsrien

e 10/14/13

gmmev‘ zg’;xa‘cum

Report Form WK 101

T - Tungsten Inclusion

This bt dogs rot
i) }(»Ray Irvis ot Bable foe any tarpratition of resultsor
loissés a:mbmb?z o any testing performied. Thm is gy warranity for ﬂm& sepvices, Any febiity is imited G the amgunt paid forthie
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Western Industrial X-Ray, Inc. Date oA Page

P.O. Box 238 Fairfield, CA radagraphic Reportior Lontrol #
(707) 425-4673 A civass
(888) For X-Ray Customer's P.O. Number
info@wixincnet Job Location
WWW.wWixincnet job Nurmber. e
ftern Description 24 GRITH WELDS
1 # s
Nondestructive Inspection Report 100% nsp. £ Spot Insp. Percent
Piece orloint #s Weid Filem /é ff Defect Commerts Work Sumn‘;ar‘y
Mumber | 1y, |« ] | Code Amount Diescription
JEBRRE TR ThaTe 3 %‘[ Travel Hoors e # Persoms
A T e O Time
Waork Hours %
i Stardby Hours
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