s a' a £ o 4 Welding | SARA SAE

Validation Record Date: 20/06/2020

DOC NO. SARA/QA/DOC/0611-1

Equipment:
SMAW Technique — Arc Welding Machines & Instruments

Power Source

Baking System

Protective Equipment

Material based consumables etc.

o0 w® >

Qualification of Personnel: As per ASME Sec. IX attached
Method: SMAW
Material: AISI 4130 to AlSI 4130

Qualified Parameter: As per Procedure Qualification Record — SARA/PQR/SWS-05 Dated-
24.04.2018

Operating Parameter: AS per Approved Welding Procedure Specification WPS/SWS-05 Rev 06
Dtd.-24.04.2018

Process Acceptance Criteria: Mechanical Testing attached
Record: for Validation

Welding procedure specification (as per ASME IX)- WPS/ SWS-05 Rev 06 Dtd.-24.04.2018
Procedure Qualification Record (as per ASME IX) — SARA/PQR/SWS-05 Dated-24.04.2018
Welder Performance Qualification (as per ASME IX) — Attached

Welder Continuity Record — Register available

Calibration of Welding equipment — Record available
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QW —482 Page 10f?2

i WELDING PROCEDURE SPECIFICATION (WPS) !
i (Section X, ASME Boiler and Pressure Vessel Code)
| Company Name: | M/S SARA SAE PVT. LTD.
| |
i | Welding Procedure Specification No  SWS-05 Rev.06 Supporting PQR No. SARA/PQR/SWS-05
] e
|| Dated  24.04.2018 Rev. 06 |
i | Welding Process (es), SMAW Type(s) MANUAL. '

‘ JOINTS (QW —402) Detzils:

i Joints Design: Groove (As per Sketch) |
Backing :NO !
Backing Material: N.A ; ; N : : f

i | Root Spacing: 2-3 mm
!} Groove Angle: 60 Deg. {(+ 5 Deg.) //] N &
i ” A 1.5-2.5 mm
2-3 mm | I .
i i BASE METALS (QW —403)
' = No, - i Group No- To P.NO. - Group No. -
i OR :
Specification type and grade; AlS| 4130 PLATE JI

To Specification type and grade

AISI 4130 PLATE

Chcr\' Analysis and Mech. Prop. AlSI 4130 - C-0.28-0.33, MN-0.4-0.6, F’ 0.025MAX, S-0.025MAX, Si-0.15-0.30, Cr. 0.8-1.10,

Mo.0.15-0.25, ¥.S.-75Ksi, T.S.-95Ksi, Elongation-17% min., Reduction of area- 35%.

: Chem. Analysis and Mech. Prop. AISI 4130 - C-0.28-0.33, MN-0.4-0.6,P-0.025MAX, $-0.025MAX, Si-0.15-0.30, Cr. 0.8-1.10,

Mo.0.15-0.25, ¥.S.-75Ksi, T.S -95Ksi, Elongation-17% min., Reduction of area-35%.

3 Thickr:zss Range:
' Base Metal: Groove 16-70 mm Fillet | Al
I-EJi-e.meter | Groove All Fillet All
| Otihers. | Maximum Pass thickness < 12.5 _'
.| FILLER METALS (QW-404) SHMAW
_ Spec. No. (SFA} | 55
S No. (Class) E-10018D2
! oo 4 !
A No. 11 T
' Size of Filler Metals 3.15,4.00 mm |
 Weld Metal |
' Thickness Range:
| Groove (Max.) 70mm |
. Fillex ALL _:
=
| | Electrode — Flux (Class) | N/A i
| Flux Trade Name ' N/A ! " iI
_ Corsumable insert :, N/A | ]
- .
i i Other | \ 3 N




WPS No. Sws-05 Rev 06

Qw -482
Page 2 of 2

POSITION (QW — 405)

POST WELD HEAT TREATMENT (QW-407)
Temperature Range : 598 - 626 deg. C

Position(s) of Groove : 3G (All) Time Range : 1 Hour Per Inch but 1 hour minimum
Welding Progression Up-hill
Position(s) of Fillet Al GAS (QW-408) N
Percent Composition

PREHEAT (QW-406) Gas (es) (Mixture) Flow Rate
Preheat Type: Heating Torch/Heating Elements
Preheat Temp. Min. 150deg C M-
Interpass Temp. Max 300 deg C Shiedimg  HA
Preheat Maintenance 150 deg. C on both side of GTAW NA

weld edge
ELECTRICAL CHARACTERISTICS ( QW-409)s
Current AC or DC DC Polarity Reverse.
Amps (Range) 150-170 Volts (Range) 18-24 Volt
Tungsten Electrode Size and Type -N/A
Mode of Metal Transfer for GMAW -N/A
“sctrode Wire feed speed range -N/A
TECHNIQUE ( QW-410)
String or Weave Bead WEAVE BEAD ( Max. 2 x Electrode Dia)
Orifice or Gas Cup Size N/A

Initial and interpass cleaning ( Brushing, Grinding, etc.,) WIRE BRUSHING & GRINDING if required.

Method of Back Gouging

Chipping/Grinding up to sound metal, if required.

Oscillation None
Contact Tube to Work Distance N/A
Multiple or single Pass ( per side) - Multiple
Multiple Or Single electrodes - Single
Travel speed (Range) -130mm to 220 mm per minute.
Peening -N.A
Other -N/A
Weld Filler metal Current
Layer(s) Volts Travel Speed
Process ol Di Type Amp Range Range (mm/min.))
an ia(mm) Polarity Range
Ist SMAW 10018D2 3:.15 DCEP 150-170 | 21-23 180-200mm/ minute
Balance _ SMAW 10018D2 4.00 DCEP 170-190 | 22-24 160-180mm/ minute

Note: Electrodes shall be baked as per SES-26-606.

Reviewed By

un Sharma
al 15031721
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PROCEDURE QUALIFICATION RECORD (PQR)
(SECTION IX, ASME BOILER AND PRESSURE VESSEL CODE)

| COMPANY NAME

' PROCCEDURE QUALIFICATION RECORD (PQR) NO.

: MJS SARA SAE PVT.LTD. Dehra Dun.

: SARA/POQR/SWS-05 Rev 06

Date. 24.04.2018

WELDING PROCEDURE SPECIFICATION (WPS) NO : SWS-05 Rev. 6
| WELDING PROCESS (ES) : SMAW
TYPE : MANUAL 5
T | i
" JOINTS (QW - 402) DETAILS : i

¢ JOINT DESIGN : Groove

- Groove Angle : 60Deg
 BACKING : NG

| BACKING MATERIAL (TYPE) : N.A.

| BACKING GAS: NIL

| BASE METALS (QW 403)
MATERIAL SPEC.:

ro 14130 TO ATSI4130

P.NC. :  GROUFNO. -
TOE. NO.: GRCUPNO., --

I THICKNESS OF TEST COUPON: 35 mm
DIAMETER OF TEST COUPON: Plate
OTHER g =
THICKNESS PASS GREATER THAN 13MM: NO

POST WELD HEAT TREATMENT (QW -407)

TEMPERATURE

OTHER NIL

620°C TIME : 1 Hour 45 Minutes

GAS (QW — 408)
TYPE OF GAS OR GASES
COMPOSITIONS OF GAS MIX. :
FLOW RATE
BACKING

: NLA
N.A

: N.A.
:+ Nil

, FILLER METALS (QW- 404)

¢ SFA SPECIFICATION. : 5.5
© AWS CLASSIFICATION: 16018D2
PFILLER METAL F-NO . 4
| A NO. : 1

SIZE OF FILLER METAL: 3.15mm, 4.0mza
| OTHER: :

CWELD METAL THK. 33 mm

ELECTRICAL CHARACTERISTICS (QW-409)

CURRENT: DC
PCOLARITY: REVERSE
AMPS: 150 tc 190Amps.

TUNGSTUN ELECTRODE SIZE: N/A

OTHER: -

POSITION ( @W- 405)
' POSITION OF GROOVE : 3G

TECHNIQUE (QW - 410)

WELD PROGRESSION : UPHILL TRAVEL SPEED 170mm to 200 mm per minue.
OTHER 2o STRING OR WEAVE BEAD Weave
OSCILLATION NIL
MULTIPASS OR SINGLE PASS (PER SIDE) : Multi-pass
PREHEAT (QW - 406) SINGLE OF MULTIPLE ELECTRODES Single
PREHEAT TEMP: 165°C | BACK CHIPPING METHOD : Geinding

INTERPASS TEMP: 27C°C
| Preheat Type: Heating Torch

i OTHER

|
|




: T 0 Date. 24.04.2018

Fage 2 ol 2

E 1 Filler metal Current i
| Weld oI | Speed §
' | Volt FaVEl OPSEE | Lieat inpui
(| ayans) Process | R Ra Range i L3l P
i i Type Amp HIgs mm/min ! Ll
| ‘ lass Dia(mm) Polarity ‘ Range | ( D f
| ; |
11 —_— Bp——
| | - f
| I RootPass | SMAW | 10018D2 | 315 | DCEP i 1o-iv0 | 28 | 1L 1320
| : I T ; |

| | | | ) e | y

| Balance |\ oy | 10018D2 | 400 | DCEP | 170-190 | 22.24 | 160-180mMm/ 0 |

Pass | ' | I minute
| | | | | == A
HEAT NO. MG 737
TENSILE TEST (QW — 150) AS PER QW 462.1 (a) B

SAMPLE [ SPECIMAN SIZE | AREA | ULTIMATELOAD | UTS R
' NO. WxT (mm) (mm?) (KN) N/MM? i
| T 19.00X 35.00Thk | 665 4273 642.58 BROKEN OUTSIDE WELD /DUCTILE
| TTI 19.00X 35.00Thk | 665 438.0 658.74 BROKEN CUTSIDE WELD /DUCTILE

| HARDNESS SURVEY SCALE

]

|
AT WELD ZONE
' AT HEAT AFFECTED ZONE

AP PARENT METAL

: HRA,

TEST METHOD: ASTM E-18

OBSERVATION: AT WELD CROSS SECTION

: 59, 60, 60, 60, 61, 62

: 64, 65, 65
: 61,62,62

' CHARPY V NOTCH IMPECT TEST: - SIZE: 10X 18 X 55MM CVN 2MM DEEP AT TEMP. {-) 60 DEG.
TEST STD: ASTM-A370, Transverse.

| | @M (D) @) [AVG. | :
i wic | AT WELD METAL j 2 gg ’348 - | |
| ; AT HEAT AFFECTED ZONE | jf ' ig jg Jz I
GUIDED BEND TESTS (COLD) OVER MANDREL ¢ = 4t X180° (FIGURE QW 462.2/466.2) OF ASME SEC [X
SB-1 & SB -2 SIDE BEND ‘ SATISFACTORY
SB-3 & SB-4 SIDE BEND : SATISFACTORY
SB-5 & SB-6 SIDC BEND i SATISFACTORY
SB-7 & SB-§ SIDE BEND ! SATISFACTORY
CHEMICAL COMPOSITION OF WELD (ASTM — E413)
| C% | Si% | WMn% P% | S% Cu% | Ni% | Cr% Wio%
0.0892 " 0.4544 | 1.618 0.0175 i 0.0088 0.0436 | 0.5812 ,' 0.1350 g 2651 )




] " I Examination: Report Number - 2018/RT/0151 Resuli - Satisfactory
. Visual Inspection: Satisfactory. '

| WELDER NAME & IDENTIFICATION NO: VAIBHAV W-25

Welding Supervised by; Mr.- RAVI RAJ THAPA

MECHANICAL TEST BY:

Indiana Test Calibration & Certification Services Report No. WT/2018/96859
i
| WE CERTIFY THAT THE STATEMENT IN THIS RECORD ARE CORRECT AND THE TEST WELD WERE PREPARED. WELDED ANM[2
TESTED IN ACCORDANCE WITH THE REQUIREMENTS OF SECTION [X OF THE ASME CODE.

o

DATE :24.04.2018 /273 /NS 30,0,
| B S SN run Sharma
; . 3 CWI 15031721

QC1 EXP. 3/1/2021

N> wmme” o) JIECO Quality Testing Services (P Ltd,




Report No. 2018/AT/0151 Date ofﬁ; 24.04. 2018 P.O. No.
RADIOGRAPHY TESTING REPORT _ Specification APl B4 Procedure I - Acceptance Criteria | Asper procedure
Material AlS| £1304A151 4130 | Product Size 125 12" Wald reinforcement | L5 mm
Customer | SaraSae (P)Lid. Dehradun Welding Process | SMAW 3G | wes No. WPS/SWS-05 Rev 6 | Thickness Cidin
Heat No. WG 737
Equipment Used BT Technigue Film Processing
| Type = Gamma Ray 13l Type Wire Type (DIN 5150 13) Technique Manual
Focal Spot Size @ 2.7 mmx L8 mmHT Technigue Single wall single image Development Time 5 Minutes
_Kw/fSource Ir, 152 Wire Visible B wire Wash Time 1 Minutes
Ma/Curie 16 101 Position Seurce Side Fixing Time 15 Minutes
| SFD A00 mm Film Type & Size Carestream AA 400 Wash Time 30 Minutes
Exposure Tima As reguired Film Position 1 5egment {4-B) Drying Time a0 Minutes
Ug 0.5 mm Scroen & Size 15%%4"=1 Temperatura 18%-20°C
__I:le-ni‘utr Attained 2.0-35 Sensitivity Attained <20% Intensifying Screen Front 0.1mm, Back 0.1 mm
5. no. ldentification of weld joint for radiography :IF::‘Q:-I: Ohservation M::EptedHDT Rejected Am-p?::.rﬂhl:?ei:ted Remark
= Vaibhav Saini W-25 POR A-B N5D Yoy
ixrfn =]
L ' '
MNDT Inspector Level-ll Inspection Authority ===
Signature Signature =
Name Shrikant st Name
Date 24.04.2018 Date
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|NDIANA

TEST, CALIBRATION & CERTIFICATION SERVICES
TEST REPORT

TC-5982

CUSTOMER: Sara Sae Pvt. Ltd. (Unit-II) REPORT NO: WT/2018/96859 ISSUE DATE: 24.04.2018
A/2, Sara Industrial Estate Ltd
Chakrate Read, Rampur, Selequi, Dehradun LSRF NO: 35518 RECPT DATE: 06.04.2018
(U.K)
CUST.REF. NO: Gate Pass No-238/Dated: 04.04.2018 SAMPLE NO(S): ONE PROTOCOL: ASME Sec. IX: 15/AP16A
WELDER CODE: W-25, Vaibhav Saini TEST DATE (S): 20.04.2018
SAMPLE DESC: S.No-1, M.S. Plate Size-300 x 300 x 35mm, Heat No-MG737, 4130-4130 PAGE NO(S): 02 OF 02
0 d)Hardness Test *ASTM E18
. Rockwell Hardness (HRA) Conformity to
o S.N
= = anpey Parent Metal HAZ Weld Metal Standard*
b Layer-1 61.0,62.0,62.0 64.0,65.0,65.0 55.0,60.0,60.0
1 762 _8 adiatass
o WI_98762. Layer-2 e B 60.0,61.0,62.0
o0
o
o
=
i
=)
(=
oD
o
%
>
o
—
=
) e) Charpy Impact Test at Temp. (-60 C°) (ASTM A370-2017)
&
Dimension{mm)/ . Observation value [Joule) Conformity to
Lid
! S.No Sample ID CVN(mm) Zone Specified Value Standard®
Set-1 Set-2
1
E WT 987629 | 10X10X55/2.0 Weld 27 Avg.(Min) 3&:&? 3:;23320 _
E 7 36,36,40 35,32,36
E 3 WT_58763_10 10X10X55/2.0 HAZ 30 Avg.(Min) Ave.37 Avg.37 _—
T
g *See relevant standard for detailed reference and correlate the results before any conclusion.
A=
.2
=
=
<<
c By | App s
j Abrol A.P. Singh
Sr. .. - R CEO
Mote: . This et refers anly to the tosted samele and appicatle: parameser and resultreerted = vaid at the Sme of and ender the snabﬁWu" h 2. Ay complainraboan the sepertshouli b icsted in wi g within 7 days of e of this report. 3. The sample will be destrayed after ane month uales.
iretructed atherwize. & Laboratory mtandards are waceable o naticeal iavemagonal sandards. 5. This fepert i nat be reproduced whally oria partand et b sed 2 eviden e 10 a coursof [ and shall noc be used in advertising mecla withoue the writeen permission of CEQ. 6. The fabilicy of our [aboratary is liited to ke

irwaiced amoust. Ko liakicy will be accopied after che sampla is hen back. 7. The sarmple desenptinn s nus verified in all cases and i
. i el

irmplicd a3 the testing percaing anky co the sampie tested. 9. Wil “INDIHAT has made their b

pr a

piven “as described” by the customer the sample sot draw by us and analysis conderted ta
“INDIARA" is not respacsible foe any financial lisbifty diee 10 any act of cmissica or error made.

“Bs reeeived hatis™ wnless specified atherwise, . Endorsementafany productis neither interred nae

Address : D-151, Phase VII, Industrial Area, Mohali (Near Chandigarh) - 160 055 Punjab (India)
Tel.: +91-172-4668151, 5097151 Fax : +91-172-2236518 Email : indianaindia@gmail.com

website : www.indianaindia.com
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TEST, CALIBRATION & CERTIFICATION SERVICES

TEST REPORT s

CUSTOMER: Sara Sae Pvt. Ltd. (Unit-II) REPORT NO: WT/2018/96859 ISSUE DATE: 24.04.2018
A/2, Sara Industrial Estate Ltd
Chakrate Road, Rampur, Selequi, Dehradun LSRF NO: 35518 RECPT DATE: 06.04.2018
(U.K)

| CUST.REF. NO: Gate Pass No-238/Dated: 04.04.2018 SAMPLE NO(S): ONE PROTOCOL: ASME Sec. IX: 15/AP16A

LDER CODE: W-25, Vaibhav Saini TEST DATE (S): 20.04.2018

AMPLE DESC: S.No¢-1, M.S. Plate Size-300 x 300 x 35mm, Heat No-MG737, 4130-4130 PAGE NO(S): 01 OF 02

1. Material Specification (Plate)

Base Material -1 M.S 4130 Base Material -2 M.S 4130
Material Thickness 35 mm Material Thickness 35 mm
a) Chemical Composition of Weld *ASTM E415:2014 (Sample ID: WT-98762_1)
C (%) Si (%) Mn (%) P (%) S (%) Cu (%) Ni (%) Cr (%) Mo (%)
0.0892 0.4544 1.6181 0.0175 0.0088 0.0436 0.5812 0.1350 0.2651
b) Tensile Test *ASME Sec. IX: 15
_ . Specified Observed <
SNo | Sampleip | Pimension(mm) Observation Tensile Value | Tensile Value | COMformity
(wxtxl) : to Standard
NMPa (min) MPa
1 WT_98762 2 19 X 35 X 300 Specimen Broken outside from the Weld. o 642.585 e
2 WT_98762_3 19 X 35 X 300 Specimen Broken outside from the Weld. 658.748 e
c) Bend Test * ASME Sec. IX: 15
[ Specified Degree of Bend 180° Over Mandrel Dia 4T 220 mm distance between Rollers
3 Type of Dimension{mm) . Conformity to
S.No Kt Sample ID fwxctil) Observation/Appearance of Convex Sgrface Standard®
1 Side WT_98762_4 22x19x300 No Cracks seen in the weld during bending. Yes
2 Side WT_98762_4 22 x 19 x300 No Cracks seen in the weld during bending. Yes
3 Side WT_98762 5 22x19x300 No Cracks seen in the weld during bending. Yes
4 Side WT_98762_5 22x19 x 300 No Cracks seen in the weld during bending. Yes
5 Side WT_98762_6 22x19x300 No Cracks seen in the weld during bending. Yes
6 Side WT_98762_6 22x19x300 No Cracks seen in the weld during bending. Yes
7 Side WT_98762_7 22 x 19 x 300 No Cracks seen in the weld during bending. Yes
8 Side WT_98762_7 22 x 19 x 300 No Cracks seen in the weld during bending. Yes
ApprowsTBy
P2 - A.P. Singh
st ey CEO

Note: | This cepart refers actly 1o the tested sample and applicable passmeree and resule repnrsed is valid a1 e time of and ender the stated conditien T — hrnfmﬁr;hmimmuldb:mmmuumin wing withirt 7 days of mve of this report 3. The sample hi_llbedmnpd:!w unt month urdess
insirusted otherwisz. 4, Labaratery iandards ate traceale ta nationalfinternaticeal smndarde. 5. This raparcis et be regrodu ced wholly or in gartand cannat b= used as evidence 1n 2 coert of law and sl nat be used in advertiying maedia witheut the written perm ssion of CEO. 6, The [biliey arnurhhnlmnryls Iulmmi 1oihe
imeaicedt ameunt. Mo fasiliny will be acoepted alcer the sample i whes back, 7. The sample deserigtion is not veriied in all cases and is given “2s duseribed” by the customer tha saeple net cra by as and anatyuis cenducted on "o received hasis” uslest specified atherwise. B. Endorsement of any procker s neither incered nor

implied 24 the testing periains only ta the sample testad, 5. Whila [N DIAMA™ s mads thair best endeavors ta provide aceurate and reliable o, "IN i for any inancal [izhility due to any 2ex of emission ee erree made.

Address : D-151, Phase VI, Industrial Area, Mohali (Near Chandigarh) - 160 055 Punjab (India) website : www.indianaindia.com

Tel.: +91-172-4668151, 5097151 Fax : +91-172-2236518 Email : indianaindia@gmail.com




ADOP WELDING LIMITED

SILVASSA PLANT
Survey No. 59/11/1, Silvassa-Khar

REGD. OFFICE . ador House, 6, k. Dubhash Marg, Fort, Mumbai-400 001 Masat, Silvassa-396 230,
U.T. of Dadra & Nagar Haveli, .
Phone 0260 2632287
Telefax : 0260 2632776
TEST CEHTI FI CATE Website : www.adorwelding.com
TENALLOY-75 D2 3.20 450 m
SerialNo. 1496064 g Date: 29 MAY 2015
AWS A/SFAS4: E 10018-D2
TESTED iN ACCORDANCE WITH BSEN 10204; TYPE 3.1
Consumable Batch No Date of Manufucture
; SMAW Electrode 61503092 MAY - 2015
; e certify that the supply made Against this 'T.C, confoirms to all requirements of ASME Section -11 Part C-2013 in all respects.
CHEMICAL ANALYSIS :
Elements C% Mn% | Si% Cr% Ni% [ Mo% Nb% V% W% Cu% | Sn% Fe% 5% P% Ti% ir% | Al
Weld Me:al 0.068 | 1720 | 0360 | 0.020 | 0516 | 0360 - 0.002 i 0.020 - s 0012 | o014 - # "
PHYSICAL PROPERTIES:  PWHT 620 DegCHITr
Ultimate Yield Strength Elongation Charpy V-Notch Impact Hardnms Test Ferrite in Radiography
Tensile strength at 0.2% Offsct L= 4 xad Valuesat .50 % { 3 Layers Weld Deposit
MPa (meml, MP&'(N!n;mz) . % Joules ':Brinell (Re/Hv YITN
722 662 232 66.3 160-170 BHN i SATISFACTOR
I
Remarks ; DIFFUSIDLE if2: 3.24 ML MAX/100GM OF WELD METAL

FILLET WELD TEST: SATISFACTORY, MOISTURE IN COATING:0.
FILLET WELD TEST - SATISFACTORY

12 %

INSP 4018/REV.03

Q;@L&g;,
%@,
$55UR s ) =

AN
NP AY)

Dept. Head (Q.A.)
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ADO ' WELDINS LIMITED

REGD. OFFICE Ador House, 6, k. Dubhash Marg,

Fort, Mumbai-400 001

TEST CERTIFICATE

SILVASSA PLANT

Survey No. 59/11/1, Silvassa-Kh
Masat, Silvassa-396 230

U.T. of Dadra & Nagar Haveli.

FPhone
Telefax

- 0260 2632287
: 0260 2632776

Website : www.adorwelding.corm

R —_—
T LOY-75D .0 ONMM
Serial No, 1496071 HIRALLO t 00800 Date: 26 MAY 2015
AWSA/SFAS5: E 10018-D2
. TESTED IN ACCORD;\NCE WITH BSEN 10204, TYPE 3.1
Consumable Batch No Date of Manufacture
SMAW Eloctrode 61505062 MAY-20(5 J
We certify that the supply made against this T.C. conforms to all requirements of ASME Section -11 Part (‘:-20[3 in all respeets,
CHEMICAL ANALYSIS :
Elements C% Mn%e Si% Cr% Ni% "Mo% Nb% V% W% Cu% Sn% I'e% 5% P% Ti% Zr% A
Weld Metal 0.065 | 1.650 | 0350 | 0.0s0 | 0520 | o3za | . 0.004 | - o011 | . % 0.011 | 0022 w 5
PHYSICAL PROPERTIES: ATER PWHT 620 Deg C FOR ONE HOUR.
Ultimate Yield Strength Elongation Charpy V-Notch Impact Hardness Test Ferrite in Radiography
Tensile strength at 0.2% Offset L= 4 xd Valuesat -5) ¢ 3 Layers Weld Deposit i
MPa (N/mm :) MPa (N/min 2 ) % Joules Brinell /Re/Hy %/EN
21 659 22.7 69.3 160-170 BHN e SATISFACTO

Remarks : H2 CONTENT PER 100 GMS OF WEY,

MOISTURE CONTENT IN THE ELECTRODI COATING =0.
FILLET WELD TEST - SATISFACTORY

D MET ;\I.— 3.05 ML IN

ACCORDANCE WITH 180 3690 BY MERCURY METHOD
12 %,

INSP 4018/REV.03

Officer {Q..&.)_F'

Dept. Head (Q.A,)
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Sample Result Name Type

12892( HND-MG.737;
[HA-330M N &

EHREMIS 13108 Grade Verification
Name
Quthier Remaval
Sample Name Crade
12892 HNO-MC-737)
DiA-320M14 &
AZ0MM
c
Conc
%
1 231
2 k]
2 0.34
Rep 032
Mcon 0.32
Al v
Cone
o
v €01
b i Go7
2 o.ma
Rep 0.016
Mean 0.016
Sn
| Cone
Yo
i nG19
3 G.o7
3 0ozt
Rep 0.019
Mean 0.019
Fa
' Type Cone
l 3"’»
‘ .
3
11/21/2016

Moasure Dale Time

Grade Verificalion
Simllarity

Rrcalculation Date
Timo

Correction Type

[EXvliTg
0.058
0.058
0.058
0.058

Crigin

Type Corr Sample
Mame

Conc

'.‘!9

0,015
0.015
0013
0.014
0.014

Nb \"/
Cone

0018
0.01¢
004C
0.015
0,015
Ca

Conc

D.aoo7
nanm
00os
0.002
0.002

Method Name

Grade Search Name

Cone

Q.014
0.017
0.015
0,015

0.015

i v
Conc

e

Method Version

Grade Search Simi-

larity

ci
Cgnec

G{‘ 1

1.0
10
0.99
1.00
1.00

Cone
Ya

0.093
0.096
n.098

0.097
&
B

Cong

?l
0.0006

0.0005

¥ 12892

Sample Resulls

Operator Name Check Type

Type Status ?

Mo Ni

Canc Conc |
% % '
017 0044 \
017 0054

nr 0,045

017 0.049

017 0.049

w v’ Py v

Conc Conc

Yo %

0.040 ?

0.052 o

0.042 wATA

0045 A

0.045 3043

Zn La

Cone Conc |
%o Yo

0.032 Rt

0.032 [ERHEY)

032 EE ,

0.032 : i

0.032 rit i)




» DELHI NDT SERVICES -

Tes M» he sest 510, Group-1, Hastsal, Uttam Nagar, New Delhi-110059 (India) 150 Cortied Campany
Phone : 011-25376098, Mobile : 9811466220, 9971933512, E-mail : delhindt@yahoo.com, delhindt@gmail.com

POST WELD HEAT TREATMENT (PWHT) JOB CARD

Client Sara Sae (P) Ltd., Unit-II, Chota Rampur Selaqui, Dehradun
Site Workshop of Delhi NDT Services, New Delhi
NDE Cleared on 24.04.2018) NDT Report No. DNS/SSPL/PQR-1/18
Chart No. 01 Date 24.04.2018
Job Identification No. | Vaibhav Saini Material AISI 4130+AISI 4130
Heat No. MG 737 Welder No. W-25
Size 300 mm Thickness 35 mm
Recorder Make Recol Recorder Serial No. 2K3A359
Recorder Type K Chart speed 20 mm / Hour
Calibration Date 20.02.2018 Calibration upto 19.08.2018
Date of Start 24.04.2018 Completion Date 24.04.2018
Starting Time 01:00 PM Completion Time 8:00 PM
No. of Thermocouple | 01 g]l; c:.:;nl:]{:l:lotuple At center of plate
Heating Band 6xT Insulation Band 12%T
Type of Heating Electrical Resistance Date of Heating 24.04.2018

Required Actual
Rate of Heating 100°C / Hour 100°C / Hour
Soaking Temperature 620°C 620° C
Soaking Time 90 Minutes 90 Minutes
Rate of Cooling 100°C / Hour 100" C / Hour
Least Count +20°C +20°C
Result Acceptable

P
Name: Name: Name:
Client TPI Contractor

O Dye Penetrant Testing [ Stress Relieving
O Thick. Measurement [ Visual Inspection
B Trainings O RLA

0 Ind. Radiography (x-Ray, Gamma Ray) ] Ultrasonic Testing
] Metallography
[0 Weld Inspection

Kl Magnetic Particle Testing
0 Third Party Inspection




——e

(]

i
¥ | Kgﬁ‘— q_\ 4
i |
8l
6}
i ..aﬁﬂn
|
L.._
3
~
/
Do _. X | | MWH
! 14 (e ] |
o 4 i
m_ il ﬂr%
._ K
W =H Kb
> % < TR .
! 1 ._.u\
D »
g
. ¢
4 ¥ 4 0
¢
| |




LEETRON SYSJTEMJS

(O 2T AT, Fan 27010237
Call 9810515849 9410507249

' + e | [ e ;
355 NEW VARDHMAN MARKET WEST ENCLAVE, PITAMPLIRA. DELHI - 110034 E:mad | beatron Shotmadt com

| CALIBRATION CERTIFICATE B TEMPRATURE RECORDER |
DATE JOB No. CERTIFICATE No, VALIDITY
20.02.2018 LC-103 LC-103 19.08.2018
1 Indenter $ Delhi NDT Services.
(Name & Addrm} 510, Group-1, Hastsal
Uttam Nagar,
New Delhi-110059
2 Descriptionandidentification :  Make  :  Recol
of instrument Model No. 6 Points
Sl. No, : 2K3A359
Type - - K'
Range : 0-1200°C
 eomRie - *C
Zero Err Nil
3 Standard (s) used associated s As per ERTL certificate
uncertainty - .
4 Traceability.of standard (s Universal calibrator ERTL (N) cal.
used Certificate No. ERTL (N) /90(4)-
: 2K4/A6816
5 Principal / h'ielhodnlm The temp. recorder has been of
calibration calibrated by standard method
Used at LEETRON System, Delhi,
6 Environmental condition : Temperature : 25°C
. 3 Relative Hu:l:mdlty S
7 Result Unit g g .
Standard Reading Oburml Reading _ Deviation Reading
___200 R - 0
400 401 1
& . 600 602 2
800 798 ]
1200 1198 2
Expanded uncertainty of measurement +2°C

*or LEETRON SYSTEMS

@

C Ousiity Cont. Mgy
Calibrated by

THE INSTRUMENTATIONROINT FOR EVERY
MICRO PROCESSOR-CONTROLLER TEGHNDLOG'{ C’OMPTUERISE‘I?PINl;FI;lIlgEAﬂ‘;:m:

—. . FLOT.NO, 77, SECTQR-G, IMT MANESAR, GURGAON - 122 050 PH. : 2322608, FAX : 5083813




T ——

'+ {022) 2520 3104 / Pa-m:a
Pramissnstrument@gmailcom

e : wwwpmiiniumenan INSTRUMENTS

CALIBRATION CERTIFICATE "" A
219, Acharya Commercial Centra, Near Basant Cinema,Dr.C.Gidwani Road,Chembur (E) , Mumbal - 400 074.INDIA

Test Report No. : RS / TC / g 461 Date : 130117
PROhaS for S : M/s DELHI NDT SERVICES
Nomanciature - Temperalure Sensor
Test Sample tag / Sertal No.* : 1. 398
‘ 2 xx
Tost Sample Type® D we(CRAL)  LENGTH': ogyg  DIA/GAUGE®:  300mM
Date of Test / Calibration 13.01.17 AMBIENT : 28
Calibration Standards - Swandard ‘R’ / 'S' / “RTD' ternperature sensor type traceable to national standards,
b, %mwwﬁmw&mmmwm
- The Calibration Is done by GoHARSON 18chnique
Relerance Standard et ol % B Yont Sufepm -2
Reading in Degree °c Deg *C Deviation in *C Deg °C Deviation in °C
202 204 2 XX XX
500 502 2 XX XX
803 806 3 XX XX
1102 " 1107 - XX XX
p

. NEXT RECOMMENDED CALIBRATION DUE ON
12.07.18
RN ACCURACY AS PER | 8 :2054 - 1962
A SAMPLE OF 300MM 1S USED FOR CALIBRATION FROM A 100MTR BUNDLE
+ ACalibration tag indicating Report No.,Sr. No..Date of Calibralion & Dus dte is affed on Tes!
omwmwmunmwmgmmmmmmwmmmm
+ The calibration results reponied in this carificate are valid al The tima of and the staled conddion of measurement,

+ The above mentionad ilem is calibrated as per operating procedure. u
+ This cerificale should not be reproducad axcept in lull withou! the

Tested by

* As Specified by Customer. Form No. 52 Rev 3




WELDER / WELDING OPERATOR

Cert. No : 19-J-122

QUALIFICATION TEST RECORD

Date : 05-08-2019

Company Name:SARA SAE Pvt. Ltd.

Name : Shiv Prasad ) _ IdentificationNo : ~ w-23
Date of Birth : N.A - Joint Type : Single 'V’
Identification of WPS Followed.: ~ SWS-05Rev.6 ~ Weld Type: BUTT
Identification of PQR Followed.: SARA/PQR/SWS-05
Specification of Base Metal(s): AlS! 4130 Thickness: 35mm
Testing Variables and Qualification Limits
Welding Variables Actual Values Range Qualified
Welding Process(es) (QW-401) o SMAW SMAW
Type {ie: manual, semi-auto,auto) used (QW-410.25) Manual N - _Manual
Backing(with/without) (Qw-402) Without With or Without
Test Specimen (Plate or Pipe} __ Plate _ _ __ Plate_ )
Base metal P-number to P-number (QW-403) PitoP1 P1Through P15F, P34
_ &P41ThroughP 49 ~

Filler metal or electrode classification (info only) (QW-404) - E-10018D2 Similar F No. & SFA
Filler metal or electrode specification(s) {SFA) (info only) (QW-404) 5.5 55
Filler metal F-Number(s) (QW-404.15) 4 F No. 4 Without Backing
Consumable Inert(GTAW or PAW) (QW-404.22) N Nil
Filler Type (Solid ,Flux cored etc.){GTAW or PAW)} (QW-404.23) ~ solid Solid i
Deposit thickness for SMAW Process 35mm ' Maxiimurn to bewalded
Position Qualified (QW-405) 36 - -
Groove : Plate& Pipe > 24 in.(610mm) Dia. - 16,36

Pipe < 24 in.(610mm) Dia. 1G

Fillet : Plate & Pipe 162636
Vertical Progession {Uphill or Downhill) Uphill Uphill
Inert Gas Backing(GTAW,PAW,GMAW) (QW-408) NA _ NE.
Mode of metal transfer (spray/globular or pulse or short) (GMAW) (QW-409.2_] _F __NA
Current / Polarity (AC,DCEP,DCEN) (QW-409.4) - DCEP _ DCEP B
Others

RESULTS
Test Conducted Test Detail (Tvpe,Report No,etc.} Results

Visual Inspection (QW-302.4) [X] - Accepted
Radiography (QW-191 [X] DNS/SSPL/WQT-6/19 Accepted
Bend []

Fillet Fracture (QW-180)

[]

Macro examination (QW-462.5(b}} []
Macro examination (QW-462.5(b}) [ 1]

——— =

Test witnessed by: ~ VARUN SHARMA

We certify that the statements in this record are correct and that the coupons were prepared, welded, and tested in occordance with the

reguirements of
For. Co.

Section IX of the ASME Code 2017 Edition.

JIECO Quality Ts.}s‘ting Services (P) Ltd.

Name: Varun Sha varun Sharma Name:

Contractor: SARA SAE Pyt {fiim

o ’
:\:'3’,.-— & :'uf?l‘.',;\

Ly Sl

‘ b CWI 15031721 _ ;
Signature: /: QC1 EXP. 3/1 207 Signature: : 2
pate:  06.08.2019 Date: YBERIONL 1 S

Gl &
NS % o g s ® &




Report No. DNS/SSPL/WQT-6/19 | Date of RT 05.08.2019 P.0. No. =
RADIOGRAPHY TESTING REPORT Specification APl BA Procedure No. - Acceptance Criteria | As per procedure
Material AlISI 4130 + AISI 4130 | Product Size 12My 1> Weld reinforcement | 1.5 mm
Customer | Sara Sae (P) Ltd. Dehradun Welding Process SMAW 3G WPS No. SWS 05-Rev 6 Thickness 35 mm
Equipment Used RT Technique Film Processing

Type Gamma Ray 1Ql Type Wire Type (DIN 6 1SO 12) Technique Manual
Focal Spot Size @ 2.7 mmx 1.8 mm HT Technigue Single wall single image Development Time 5 Minutes
Kv/Source Ir. 192 Wire Visible 8 wire Wash Time 1 Minutes
Ma/Curie 8 1Ql Position Source Side Fixing Time 15 Minutes
SFD 400 mm Film Type & Size Carestream AA 400 Wash Time 30 Minutes
Exposure Time As required Film Position 1 Segment (A-B) Drying Time 90 Minutes
Ug 0.5 mm Screen & Size 15"x4"=1 Temperature 1809-200C
Density Attained 2.0-35 Sensitivity Attained <20% Intensifying Screen Front 0.1mm, Back 0.1 mm

s . " Area of " NDT CUSTOMER

5. no. Identification of weld joint for radiography litareet Observation Accepted | Rejected | Accepted | Rejected Remark
1 Shiv Prasad W-23 WQT A—-B N5D Yes
= B
NDT Inspector Level-Il A AT Inspection Authority AL CH

Signature %/ AT \ Signature
Name Shrikant _‘9(&‘ Name
Date 05.08.2019




WELDER / WELDING OPERATOR

Cert. No : 20-)-25

QUALIFICATION TEST RECORD

Date : 22-07-2020

Company Name:SARA SAE Pvt. Ltd.

requirements of
For . Co.

| Section IX of the ASME Code

JIECO Quality Testing Services (P) Ltd.

Name: Warun Sharma

Signature: CWI 18031721

OC1 EXP. 1/2021

Date: 22.07.2020

Name : ShivPrasad = Identification No : w23
Date of Birth ~ Na Joint Type ! Single V"
Identification of WPS Followed.: ~ SWS-05Rev.6 Weld Type: BUTT
Identification of PQR Followed.: ~ SARA/PQR/SWS - 05
Specification of Base Metal(s): _AISI 4130 ~ Thickness: ~ 38mm
Testing Variables and Qualification Limits _
Welding Variables Actual Values Range Qualified

Welding Process(es) (QW-401) SMAW SMAW
Type {ie: manual, semi-auto,auto) used (QW-410.25) ____-_ Ma_nu.a_l_j __ __ M_ar!g_al__ B __
Backing(with/without) (QW-402) Without _ ~ With or Without
Test Specimen (Plate or Pipe) : _ - _-_P__[gge__ 0 —— ___i_glgge_ i -
Base metal P-number to P-number (QW-403) AlSI 4130 to AISI 4130 AIS1 4130-to AlISI 4130
Filler metal or electrode classification (info only) (QW-404) E-10018D2 _Sirﬁl-a_r F_Iio. & SFA
Filler metal or electrode specification(s) (SFA) (info only) (QW-404) o -5.5 85 s
Filler metal F-Number(s) (QW-404.15) D FNo.4 Without Backing
Consumable Inert(GTAW or PAW) (QW-404.22) Nil Nl
Filler Type (Solid ,Flux cored etc.)(GTAW or PAW) (QW-404.23) r solid solid
Deposit thickness for SMAW Process - ?!E'urn _Magrnum ‘to be w-relded_
Position Qualified (QW-405) 3G o -
Groove : Plate& Pipe > 24 in.(610mm) Dia. i 16,36

Pipe < 24 in.(610mm) Dia. 1.6

Fillet : Plate & Pipe 16,26,36
Vertical Progession (Uphill or Downhill) Uphill o -Uphill
Inert Gas Backing(GTAW,PAW,GMAW) (QW-408) B NA B NA
Mode of metal transfer (spray/globular or pulse or short) (GMAW) (QW-409.2) NA WA -
Current / Polarity (AC,DCEP,DCEN) (QW-409.4) ~ DCEP _ DCEP
Others '

RESULTS

_Test Conducted _ T il (Type,Report N Results
Visual Inspection (QW-302.4) [X] - - gcc__epteg__
Radiography (QW-191 (X] _ RNDTES/SSD/07/2020/01 Accepted
Bend . [1] I 3 -
Fillet Fracture [QW-180) oI
Macro examination (QW-462.5(b}} [] R A— — S

Test witnessed by: ~ VARUN SHARMA

We certify that the statements in this record are correct and that the coupons were prepared, welded, and tested in accordance with the
2019 Edition.




RUDRA N.D.T. ENGINEERING SERVICE

493, Vill. + Post - Sadarpur Police Station, Kavi Nagar, Ghaziabad - 201 002

NONDESTRUCTIVE TESTING (X-RAY, Y -RAY RADIO GRAPHY, UT, UT THICKNESS, MPT,
DPT, SR, DYNAMIC BALANCING, HARDNESS TESTING) AND THIRD PARTY INSPECTION

E-Mail : rudra_ndtes@yahoo.in

Telefax No.: 0120-2766402
Mobile No.: 8910138497

RADIOGRAPHIC EXAMINATION REPORT

Customer M/s Sara SAE Private Limited. Dehradun | Report No. RNDTES/SSD/07/2020/01

Description 300X300X38 MM SAMPLE PLATE | Date 22.07.2020

Radiation Source | Iridium-192 Screen Thickness Front:0.004’Back 0.006”

Source Strength 10 Curie Radiography Film Laser D-7

Intensifying Screen | Lead Sensitivity 2%

Penetrameter ASTM/6ISO12 Density 2.0-3.0

Shooting Technique| S.W.S.I Date of Test 21.07.2020

Material Thickness | 38 mm Evaluation Standard | ASME-Sec-V

Customer Procedure No| SES-26-703 Rev. 4 Acceptance Standard .| ASME-Sec VIII Div.1

Heat NO MG-737 Welder Name SHIV PRASAD

Welder ID W-23 Date Of Welding 15.07.2020

WPS NO SWS-05 Rev-06 Specification API 6A /API 16A

Material AISI 4130+AISI 4130 Welding Process | SMAW 3G

S.No| Portion Film Size Observation Remarks
Job Description Radiographed

01 | SHIV PRASAD-W23-WQT A-B 04X15 NSD Acceptable

No.of Films 01 No. of Elliptical Shots Nil

Film Area Claimed (Ir-192) Square inches

Runing Inches Square inches

LEGEND-> C: Crack, LP: Lack of Penetration, LF: Lack of Fusion, MP: Minor Porosity, MS: Minor Slag, SP: Surface porosity,
UC: Under Cut, SD: Surface Depression, BH: Blowhole, PH: Pinhole, NSD: No Significant Defect, FM: Film Mark.

External Inspector

BHEL/IBR/NTPC/LRIS/EIL

Customer

: 90." o
/ T I ! O
[ NDT Ageney -'.I_"'-\"-"1.\
RUDRA N.D.T ENGINEERING SERVICE

Saurav Kumar
QA/QC Depti
Sara Sae Pvt.l'td




RUDRA N.D.T. ENGINEERING SERVICE 8 Voo v ssiotsas:
493, Vill. + Post - Sadarpur Police Station, Kavi Nagar, Ghaziabad - 201 002

NONDESTRUCTIVE TESTING (X-RAY, 7 -RAY RADIO GRAPHY, UT, UT THICKNESS, MPT,
DPT, SR, DYNAMIC BALANCING, HARDNESS TESTING) AND THIRD PARTY INSPECTION

E-Mail : rudra_ndtes@yahoo.in

POST WELD HEAT — TRKEATMENT KEFOK1

REPORT NO: RNDTES/SSD/2020/01 ) DATE : 20.07.2020

CLIENT NAME : SARA SAE Pvt. Ltd. Dehradun

HEAT NO : MG 737

SITE : GHAZIABAD

Drg. No : N/A
1. PROCESS : PRE-HEATING/P.W.H.T/NORMALLISING//ANNELING/TEMPERING/HARDINGS
2. JOB DETAIL : DIA : N/A LENGTH : 300X300 MM
THICKNESS 38mm WEIGHT :
3. WELDER NAME : SHIV PRASAD WELDER NO : W23
4. CODE OF CONSTRUCTION : N/A
5. METRIAL OF CONSTRUCTION : AISI 4130+AISI4130
6. JOINTS NOS : N/A
7. JOB STARTED AT : 8.00 AM

JOB COMPLETED AT : 4.30 PM

8. THERMOCOUPLE PLACEMENT : At Center of Plate (01 NO)

PROCESS SPECIFICATION : SES 26-616 Rev-2 & SWS-05 Rev-06

HEATING FROM AMBIENT TO 300 °C : UNRESTRICTED

HEATING FROM 300 °C TO 620 °C : 150 °C/HOUR

SOAKING PERIOD : 1 HOUR

SOAKING TEMPERATURE :  620°C CERAMIC BLANKET DENSITY: 96/128

RATE OF COOLING TO 300 °C : 150 °C/HOUR

300 °C TO AMBIENT : TO COOL IN STILL AIR

CERAMIC BLANKET DENSITY THIK : 25mm OF 1200°C

CERAMIC BLANKET LAYER: 02 LAYER

TEMP RECORDER NO : TR03

RECORDER MAKE : SYNEX RECORDER S.NO.: 2K21D8451
_ALIBRATION DATE : 11/02/2020 CALIBRATION DUE DATE: 10/02/2021
THERMOCOUPLE TYPE : K-TYPE IDENTIFICATION NO. : THW-03
CALIBRATION DATE : 11/02/2021 CALIBRATION DUE DATE: 10/02/2021

HEATING BAND: 6 X T

INSULATION BAND : 12X T

TYPE OF HEATING : ELECTRICAL RESISTANCE

DATE OF HEATING : 20/07/2020

CHART SPEED : 20 MM /HR

RESULT : Acceptable

[

External Inspector CLIENT

Saurav Kumas
QA/QC Deptt.

Sara Sae Pvi.ltd,




Calibrartion Services

(CALIBRATION POINT FOR INDUSTRIAL INSTRUMENTS)
D-248, VIKAS MARG, LAXMI NAGAR, DELH} -110 092

aAslaTtic

Phones : 011-46514286 Mob.: 9310779624
E-mail : asiatic_engineers@yahoo.co.in

CALIBRATION CERTIFICATE

Type
Tested for

Calibrated on .
Calibration due
Certificate No.
Mark Neo
Ambient
Humidity
Range

Length

The results of Comparison is as follows: - Reference Junction at Ambient Temp.

: Thermocouple Wire *
: RUDRA NDT ENGINEERING SERVICE 493,Vill+Post-Sadarpur
Police Station , Kavi Nagar , Ghaziabad-201002

+ 11/02/2020
:10/02/2021
: ACS/CAL/9628/002:/2K21
: THW-03
: 25%

: 60 %

: 0-1200°C
: IMeter

Instruments | Applied Input | ActualInput | Errer
‘Reads ) {mvy) (%) .

: idie 33 35 0.4
200°¢ 6.7 6.9 0.6
300°¢ 11.4 11.6 0.4
400°¢ 15.0 I8 0.2
500°¢ 19.8 19.8 0.0
600°¢ 23.7 - 237 0.0
700°¢ 28.3 283 0.0
800° 32.0 32.0 0.0
900°¢ 36.6 36.6 0.0
1000°¢ 40.4 40.4 0.0
1100°¢ 44.3 44.4 0.2
1200°c 48.1 48.3 0.4

.
a
E“ |Q

Qb

The Thermocouple has been compared with the Master Thermocouple Traceable to
8.No. ACL-2 National Standards through ERTL (NORTH), New Delhi vide their

_ Certificate No. ERTL (N) /90 (4) (202021)/R1241 DT: 11/02/2020 with Master

Furnace. -

Standard Followed: The Thermocouple is calibrated as per National Standards.

Calibrated by. MD.TARIK

Lab Incharge.

DeP
P\"

=

Al K1

an

Uté
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Cahbna‘rmm Servic ES

(CALIBRATION POINT FOR INDUSTRIAL INSTRUMENTS}
D-248, VIKAS MARG, LAXMI NAGAR, DELHI -110 092
Phones :; 011-46514286 Mob.: 8310779624
E-mail ; asiatic_engineers@yahoo.co.in

CALIBRATION CERTIFICATE

Party : M/S. RUDRA NDT ‘:”GINEERING SERVICE 493,‘»’i§!+?0§#53darpur
Police Station , Kavi Nagar , Ghaziabad-201002

. Certificate No: ACS/CA Ll_930r‘J’UL/2K21 _

Instrument
Make Calibrated On : 11/02/2020
Range : 0 TO 1200° Next Calibration Due : 10/02/2021
Humidity : 55 % o + Serial No. :2K21D8451
Mark No. : TR-01 Sensing Element : CR-AL .
Instruments . | Applied Input | -~ Actual Error | ) '
Reads = (mv) | Input 0 (%)
" : _.fmy) . /
100 33 35 0 ’?ﬂf\ ao 1R
©200% 6.7 , 69 0.6 'L”‘Y:“ knat
300°¢ 114 11.6 04 a™ geott |
400<c 15.0 B A 0.2 A
500 198 | 198 0.0 - gard
600°c 237 b 0.0
706°c 28.3 28.3 | 0.0
800°c 32.0 32.0 - 0.0
900°c 36.6 36.6 1 0.0
1000°¢ 404 . : 40.4 0.0
1100° 44.3 44.4 0.2
1200°c 48.1 48.3 0.4

These Readings are taken with Standard Universal Digital Calibrator SL No.8752 |

" Traceable to National Standards through M/S.ERTL (N), New Delhi vide their

Test Report No. ERTL (N) /90 (4) — (2020-21)/R1241 DT: 11/02/2020
Instrument is found within the preseribed accuracy Limit (1%,
Standard: Instrument is calibrated as per IS 2057 — 1962. Q’

Calibrated by: MD.TARIK | ab Tncharge.



QW- 484A
WELDER PERFORMANCE QUALIFICATIONS RECORD (WPQ)

Welder's name Mr. SHIV PRASAD Identification No. W-23

Test Description
Identification of WPS followed SWS05 Rev08 Testcoupon \] Production weld [

Specification of base metal(s): AlSI4130 TO AlSI4130 Thickness 38 mm |
Testing Variables and Qualification Limits I\ _ 4
Welding Variables (QW-350) Actual Values Range Qualified
Welding Process (es) : SMAW SMAW
Type (i.e. manual, semi-automatic Manual Manual
Backing (with/without) without with &without
Plate/Pipe (enter diameter if pipe or tube) Plate 38mm
Base metal P-Number to P-Number.
Filler metal or electrode specification(s) (SFA) (info. Only) 5.5 5.5
Filler metal or electrode classification(s) (infa. Only) E10018 D2 E10018D2
Filler metal F-Number(s) 4 4
Consumable insert (GTAW or PAW) N.A NA
Filler metal product form N.A NA
(solid/metal or flux cored/powder) (GTAW or PAW) Solid Solid
Deposit thickness for each process
Process 1.3 layers minimum Yes  No 38mm with nine layer Maximum to be weld
Position gqualified (2G,6G,3F etc.) 3G 1G. 3G (For plate) & (for pipe over 610 mm OD)

1G (For 73mm O.D pipe and over but less than 610mm OD
1F, 2F & 3F (For plate and pipe)
Vertical progression (uphill or downhill) UPHILL UPHILL

Type of fuel gas (OFW) N.A N.A
Inert gas backing (GTAW, PAW, GMAW) NA N.A
Transfer mode (spray/globular or pulse to short circuit-GMAW) N.A N.A
GTAW current type/polarity (AC, DCEP, DCEN) DCEP DCEP

RESULTS

Visual Examination of Competed Weld (QW-302.4) No defect was observed- Satisfactory

Transverse face and root bends [QW-462.3(a)] [] Longitudinal bends [QW-462.3(b)] Side bend [QW482.2D
Pipe bend specimen, corrosion-resistant overlay [QW-462.5(c) []

Plate bend specimen, corrosion-resistant overlay [QW-462.5(d)] ]

Pipe specimen Macro test for fusion [QW-462.5 (B[] Plate specimen Macro test for fusion [QwW-462.5 (E) (]
Type of Test Figure No. Result

Alternative Volumetric Examination results (QW-191) RTA OR UT (Check one)_]

Fillet weld- fracture test (QW-181.2) N/A Length and percent of defecis
[T Fillet welds in plate QW-462.4 (b)Fillet welds in plate QW-462.4 (c) (]

Macro examination (QW-184) N/A Fillet size (in.) Concavity/convexity (in.)

Other tests N/A

Film or specimens evaluated by Company

Tested by M/s. RUD?A N.D.T. ENG. SERVICE | aboratory test no. RNDTES/SSD/06/2021/04 Date — 11.06.2021
Welding supervised by Mr. SAURAV KUMAR
We certify that the statements in this record are carrect and that the coupons were prepared, welded and tested in accordance

with the requirements of Section 1X of the ASME Boiler and Pressure Vessel Code.

Ceriified by RAnuL Swagma

Manufacturer or Contractor

Date: ||.04.2021 E\ 'SNT LEVEL-II UL, 25 "7 Mfs. SARA SAE PVT.LTD ob\? \
D I\‘C,_-{..:'. 167 "' e anerte
{(:.5*\?.',-,-‘ 3.1 Welding Inspectt Saurav Kumar

(ID No.-83C 36) Eng!’-"Qﬁ\J’QC Deptt.
@ Sara Sae Pvt.Ltd.



—

493, Vill. + Post - Sadarpur Police Station, Kavi Nagar, Ghaziabad - 201 002

NONDESTRUCTIVE TESTING (X-RAY, Y -RAY RADIO GRAPHY, UT, UT THICKNESS, MPT,
DPT, SR, DYNAMIC BALANCING, HARDNESS TESTING) AND THIRD PARTY INSPECTION

E-Mail : rudra_ndtes@yahoo.in

At B . sttt A G e o -

RUDRA N.D.T. ENGINEERING SERVICE

Telefax No.: 0120-2766402
Mobile No.: 9910138497

RADIOGRAPHIC EXAMINATION REPORT

Customer M/s Sara SAE Private Limited. Dehradun | Report No. RNDTES/SSD/06/2021/04

Description 300X300X38 MM SAMPLE PLATE | Date 11.06.2021

Radiation Source | Iridium-192 Screen Thickness Front:0.004"Back 0.006™

Source Strength 20 Curie Radiography Film Laser D-7

Intensifying Screen | Lead Sensitivity 2%

Penetrameter ASTM/1B-11 Density 2.0-3.0

Shooting Technique| S.W.S.I Date of Test 10.06.2021

Material Thickness | 38 mm (2 MM RF) Evaluation Standard | ASME-Sec-V

SFD 16 Inch Exposer Time 9 min.20 sec

Customer Procedure) SES-26-703 Rev. 5 Acceptance Standard | API 16A (SES-26-703 REV- 5)

Heat NO MG-737 Welder Name SHIV PRASAD

Velder 1D W-23 Date Of Welding 08.06.2021

WPS NO SWS-05 Rev-06 Specification APL16A & ASME SEC-IX

Material AIST 4130+AISI 4130 Welding Process SMAW 3G

UG 0.5 mm No. of film/cassette | Single

Source Size 2.5 X 0.9 MM IQI Position FILM SIDE

SOD 14.5 INCH Placement Diagram | Refer Annexure ‘A’

S.No, Portion Film Size Observation Remarks
Job Description Radiographed _

01 SHIV PRASAD-W23-WQT A-B 04X15 NSD Acceptable

No.of Films 01 No. of Elliptical Shots Nil
Film Area Claimed (Ir-192) Square inches
Runing Inches Square inches

LEGEND-- C: Crack, LP: Lack of Penetration, LF: Lack of Fusion, MP: Minor Porosity, MS: Minor Slag, SP: Surface porosity,

UC..Under Cut, SD:, Surfaef;wDe

w
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ASNT LEVEL- Jij_ uT
(ID No.-21672 23)

1 Welding Inspe
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. RT,MT

ecto:

Customer

W

Eessmn BH: Blowhole, PH: Pinhole, NSD: No Significant Defect, FM: Film Mark.

NDT Agency
RUDRA N.D.T ENGINEERING SERVICE

Saurav Kumzf.f-
Engr.-QA/QC Deptt:
Sara Sae Pvt.tto
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493, Vill. + Post - Sadarpur Police Station, Kavi Nagar, Ghaziabad - 201 002

NONDESTRUCTIVE TESTING (X-RAY, ¥ -RAY RADIO GRAPHY, UT, UT THICKNESS, MPT,
DPT, SR, DYNAMIC BALANCING, HARDNESS TESTING) AND THIRD PARTY INSPECTION

E-Mail : rudra_ndtes@yahoo.in

RADIOGRAPHIC EXAMINATION REPORT

ANNEXURE-A
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PLATE SIZE : 300 X 300 X328 MM
WS NC. SW505 REV-O6
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493, Vill. + Post - Sadarpur Police Station, Kavi Nagar, Ghaziabad - 201 002

NONDESTRUCTIVE TESTING (X-RAY, Y -RAY RADIO GRAPHY, UT, UT THICKNESS, MPT,
DPT, SR, DYNAMIC BALANCING, HARDNESS TESTING) AND THIRD PARTY INSPECTION

E-Mail : rudra_ndtes@yahoo.in

POST WELD HEAT — TREATMENT REPORT

REPORT NO: RNDTES/SSD/06/2021/02 DATE : 12.06.2021

CLIENT NAME : SARA SAE Pvt. Ltd. Dehradun

HEAT NO : MG 737

SITE : GHAZIABAD

Drg. No: N/A
1. PROCESS : PRE-HEATING/P.W.IL T!NORMALLISING//ANNELH\IGK]‘EMPERING/HARDINGS
2. JOB DETAIL : DIA : N/A ' LENGTH : 300X300 MM
THICKNESS 38mm WEIGHT :
3. WELDER NAME : SHIV PRASAD WELDER NO : W23
4. CODE OF CONSTRUCTION : N/A
5. METRIAL OF CONSTRUCTION : AISI 4130+AISI4130
6. JOINTS NOS :N/A
7. JOB STARTED AT : 8.00 AM

JOB COMPLETED AT : 4.30 PM

8. THERMOCOUPLE PLACEMENT : At Center of Plate (01 NO)

PROCESS SPECIFICATION : SES 26-616 Rev-2 & SWS-05 Rev-06

HEATING FROM AMBIENT TO 300 °C : UNRESTRICTED

HEATING FROM 300 °C TO 620 °C : 150 °C/HOUR

SOAKING PERIOD : 1 HOUR

SOAKING TEMPERATURE : 620°C CERAMIC BLANKET DENSITY: 96/128

RATE OF COOLING TO 300 °C : 150 °C/HOUR

300 °C TO AMBIENT : TO COOL IN STILL AIR

CERAMIC BLANKET DENSITY THIK : 25mm OF 1200°C

CERAMIC BLANKET LAYER: 02 LAYER

TEMP RECORDER NO : TR03

RECORDER MAKE : SYNEX RECORDER S.NO. : 2K21D8451
CALIBRATION DATE : 11.02.2021 CALIBRATION DUE DATE: 10.02.2022
THERMOCOUPLE TYPE : K TYPE IDENTIFICATION NO. : THW-03
CALIBRATION DATE : - 11.02.2021 CALIBRATION DUE DATE: 10.02.2022 "

HEATING BAND: 6 X T

INSULATIONBAND : 12 X T

TYPE OF HEATING : ELECTRICAL RESISTANCE

DATE OF HEATING : 12/06/2021

CHART SPEED : 20 MM /HR

RESULT Ac _‘glptable

. VLI SHARMA o
b}} SN’" LEVEL-III UT, RT, MT ] ~/ '\,\
(ID No.-2167% 'f’ . " & ¢ t
WIP 3.1 Welding Inspector 1
ﬁg r&x@@m&pectorb ’ $aurgypmar NDT Agency
gn gf--Qf'\f'QC Deplt. | N.D.T ENGINEERING SERVICE
$ara Castofet.Ltd.




