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TEST RESULTS:

MACRO EXAMINATION

Weld Procedure WPS SZ1/PG1
Depth of penetration 6mm
Material ASTM A105

Welder PG1

Welder SZ1

Weld Procedure WPS PG2/SZ.2
Depth of penetration 6mm
Material ASTM A240 316L
Welder PG2

Welder SZ2
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A Commitment to Quality

ETRS Pty Ltd
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Silverwater NSW 2128
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Fax  (02) 647 2341
Phone (02) 647 1077

Mr P Lonsdale

019366

The machining and macro examination of four (4) only
partial penetration butt welded thermwelds identified Weld
Procedure WPS SZ1/PGl and Weld Procedure WPS
SZ2/PG2 welders SZ and PG

ASME IX and Client Requirements

One 2.35mm inclusion assocoated with
lack of root fusion - Does not comply
No defects evident - Complies

No defects evident - Complies
No defects evident - Complies

Note : Client requested that the weld material only be assessed to the reqirements of A IX

Geoffrey ACKERMAN
Manager Mechanical Testing
Approved Signatory




