SUPPORTED BY PROCEDURE QUALIFICATION RECORD No:

PQR-GASTECH-02

Manufacturer : GAS TECHNICAL AND MECHANICAL ENGINEERING
COMPANY LIMITED Carbon Steel
Add: 2274/9/12 NGUYEN VAN TAO ST, APT 18, HIEP PHUOC
. AL COMMUNE, HO CHI MINH CITY, VIETNAM i ASME 1X-2025
WELDING PROCEDURE SPECIFICATION
WELDING PROCEDURE SPECIFICATION No: WPS-GASTECH-02 Page 2/2

WELDING PARAMETERS

NE = Non Essential Variable : Guideline, could be changed with QAQC approval, if permitted by Client Specification

2/ Surfaces to be cleaned on both sides of weld preparation : 15mm

/- 127?3N
@\J'A

. Weld Layer Root Pass Hot Pass Fill/Cap/Pass
g S Welding process GTAW GTAW SAW _
g E 1| NE Welding positions All All 1G )
3 NE Welding progress| Up hill for 3G Up hill for 3G N/A
g Trade name 0 0 EM12K i
‘gf 36| NE |Filler Metal @ (mm) 24 2.4 2.4 )
G | 30 E Max "t" deposited 10 mm 26 mm
2 E Shielding Nature| Ar (min 99,99%) | Ar (min 99,99%) N/A
3 NE gas Flow rate (I/min) 10to 25 10 to 25 N/A
§ MIEREE Backing Nature N/A N/A N/A
5° 5 | ne gas Flow rate (/min) N/A N/A N/A
10 E Trailifig Nature N/A N/A N/A o
A NE Flow rate (I/mn) N/A N/A N/A
a| o NE Amperes (A) 108 to 132 113 to 138 270 to 330
B NE Volts (V)| 11.2t0 12.8 11.6to 13.4 26 to 30
§ Welding speed (mm/min) 43to 58 39 to 53 287 to 477
g i SE | Energy Ux|x60/V (kdimm)|  1.26t0 2.39 1.48 t0 2.82 0.881t0 2.06
§ |4/:30] NE/SE Current or polarity DC (-) DC () DC (+)
'§ 3 | NE Pulsing N/A N/A N/A
R - E Transfer Mode N/A N/A N/A
g il e Tungsten Electrod (type) SFA 5.12 (EWP,EWTh-2...) N/A
= Tungsten Electrod (@ mm) 24 24 N/A
@ x| - E [Preheat T°: ' Ambient (30°C) 1ISO 13916 : temperature to be measured :
3 g 2 | NE |Mininterpass T®:  Ambient t<50:A=4xt, 50 mm max.
O%l 3| s |Maxiinterpass T°:  250°C t>50:A=75mm.
5| E |Type: no PWHT
g S| 2 | SE |Holding time (min 1h) N/A Heating rate N/A After  N/A
Ch Hold temperature  min N/A max N/A  Cooling rate N/A Upto N/A
Welding process: GTAW SAW
| NE |String/Weave method String & Weave String
3 NE |Orifice, cup or nozzle size 6 N/A
5 NE [Method of initial and interpass cleaning Grinding / Brushing Grinding / Brushing
6 NE  |Method of back gouging N/A N/A
o| 7 | NE |Oscillation (Machine or automatic) N/A N/A
$&| 92| se [BeadWidth max 8 mm max 22 mm
Z g 8 | NE |Contact tube to work dist. (stick out) N/A N/A |
-9/.87 | NE/SE |Multiple or single pass (per side) Multiple Multiple
10 | SE |Single to multiple electrodes Single Single
k| E  [Vacuum chamber welding N/A N/A
25 | NE |Manual, Automatic, Semi automatic Manual Mechanized
-26/.15 NE/NE |Peening/ Electrode spacing N/A N/A ]
64 E |Use of thermal processes N/A N/A
Notes :
1/ E = Essential variable : Can not be changed / SE = Supplementary Essential variable : Can not be change on impact tested welds

Manufacturer GTC TECHNlCAWéG)(%M\mLTD.
0 | 8uanzo26 |Prepared by: r[Reviewed by ehapprived uﬂw\z\\
|
32: 3437 \
Rev| Date GTC CWI: 17050871  “\j&
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Manufacturer : GAS TECHNICAL AND MECHANICAL
ENGINEERING COMPANY LIMITED
Add: 2274/9/12 NGUYEN VAN TAO ST, APT 18, HIEP PHUOC
COMMUNE, HO CHI MINH CITY, VIETNAM

Carbon Steel

GASTECH ENGINEERING Code : ASME 1X-2025
WELDING PROCEDURE SPECIFICATION
WELDING PROCEDURE SPECIFICATION No: WPS-GASTECH-02 Page 1/2
SUPPORTED BY PROCEDURE QUALIFICATION RECORD No: PQR-GASTECH-02
Welding process : GTAW+SAW  Type: Manual/Mechanized Joint design : BW/FW
NE |B ial:
apanatorial ASTM A516, Gr. 70 or Equivalent to  ASTM A516, Gr. 70 or Equivalent
af E |P. Number 1 to 1 Min. Impact Test applications : N/A
§ g 5 | SE |Group Number Any to Any SE Variable applicable : N/A
(?5 &| 86 | E/SE | Thickness range Groove 5 mm to 36 mm Fillet  All
- Pipe @ range : Groove All Fillet Al
9 E |Thickness range limitation (t weld > 13mm) N/A
P i Groove design Preparation method : Machining / Thermal Cutting /
A=60°+10° T=0to 1.5 mm E=4 1mm Grinding
§ 2 NE |Deletion of Backing Not allowed Tack welds : Process: GTAW
53| - NE |Addition of Backing Allowed Location: In groove or bridge
.10 | NE |Root spacing N/A Removal method Grinding
A1 | NE |Retainers N/A
WELD PREPARATION WELDING SEQUENCES / PASS LOCATION
ﬂ'] [:Cﬂ‘l ‘ Base Metal B
-
o
BaselMetain ~ HotPass/ \_Reot Pass
‘BUTT WELD| Y/A\Y | Base MetalB
s R & T Cap 1 Base Metal B
| N | b il 1 : e
Base Metal A e E & e
il ﬁ/ ““Back Gouging
Base Metal B
Sketches, production drawings, weld symbols, or written
description should show the general arrangement of the
parts to be fused. Where applicable, the details of the joint
groove may be specified.
QW-404 33/ NE 12 SE | 4E 5E 23 E 50 NE
Process Trade name Manufacturer | Classification | AWS | F-No | A-No | Product form Flux
o| GTAW KOVET-TS50 KOVET ER 70S-6 A5.18 6 1 Wire N/A
<+ @ -
§ 2 SAW KW-3/CHF501 Kuangtai/Atlantic EM12K A5.17 6 1 Wire neutral
= iﬂ 14,220 E |Welding without filler metal is not allowed .10/.24 E Alloy flux/Supplemental -
927} NE |Flux-wire class/Alloy Elements - .29 NE Flux designation -
35 |" NE |Flux-Wire class. - .34/.36 E Flux type/Recrushed slag neutral
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Manufacturer : GAS TECHNICAL AND MECHANICAL Cartiei Bitosl
ENGINEERING COMPANY LIMITED
= Add: 2274/9/12 NGUYEN VAN TAO ST, APT 18, HIEP PHUOC
GASTECH ENGINEERING COMMUNE, HO CHI MINH CITY, VIETNAM Code : ASME IX-2025
PROCEDURE QUALIFICATION RECORD (PQR)
PROCEDURE QUALIFICATION RECORD No: PQR-GASTECH-02 Page 2/2
SUPPORTED TO WELDING PROCEDURE SPECIFICATION No: WPS-GASTECH-02
Welding process : GTAW SAW
A NE |String/Weave method String & Weave String
3 NE ?)riﬁce, cup or nozzle size 6 N/A ]
5 NE |Method of initial and interpass cleaning Grinding / Brushing Grinding / Brushi-r;g"
B NE |Method of back gouging N/A N/A
7 NE |Oscillation (Machine or automatic) N/A N/A
o |1702 SE |Bead Width max 8 mm max 22 mm
g é’ 8 NE |Contact tube to work dist. (stick out) N/A N/A e
%E .9/.87| NE/SE ﬁﬁltiple or single pass (perside) | ~ Multiple Multiple
.10 SE |Single to multiple electrodes Single Single
11| £ |Vacuum chamber welding N/A - NA
25 NE  [Manual, Automatlc Semi automatic Manual Mechanized
.26/.15 NE/NE Peenmg.f Electrode spacing N/A N/A
B4 E |Use of thermal processes N/A N/A
N Welding process GTAW/SAW
-_g 8| .4/30]  NE |Current or polarity DC (-)/DC (+) El p Amperes (A)
ﬁ é 3 NE Pulsing 1 N/A E % 8 NE Volts (V} See Weidmg
§ E 15 - Tungsten Electrod (type) Lanthanated 2% % g B PESsulag/min) mt:ggg;;ng
S5 Tungsten Electrod (@ mm) 24 % 5 : | Eneray UxigEgig(kgicm)
TENSILE TESTS (QW-150), Report No: 05/01/26-02-/KQTN
Specimen No. |  Width (mm)  |Thickness (mm)| Area(mm2) |Ultimate Total Load (KN)| Stress (N/mm2) Fz't',‘;:i::d
TS1 25.41 18 457.4 226.7 496 Ductile/Base
TS2 25.16 18 452.9 2251 497 Metal
GUIDE BEND TESTS (QW-160), Report No: 05/01/26-02-./KQTN
Type and Figure No. Thickness x Width (mm) Result

Side Bend 1 18x10.45 Acceptable ( no crack )
Side Bend 2 18x10.32 Acceptable ( no crack )
Side Bend 3 18x10.29 Acceptable ( no crack)
Side Bend 4 18x10.35 Acceptable ( no crack)

Deposit Analysis
Other:

TOUGHNESS TESTS (QW-170) Report No.: N/A
FILLET WELD TEST (QW-180) Ref. Report No.:
Visual Examination : Acceptable , Report: N/A
Radiographic or Ultrasonic Examination: : Acceptable , Report:

N/A

GTC-

CERTIFICATE OF COMPLIANCE

GT/WPS - UT - 002

|Laboratory Agency name:

HOA BINH LAB

Date Test:

5/Jan/2026

requirements of Section IX ofthe ASME Boiler and Pressure Vessel Code.

We certify that the statements in this record are correct and that the test joints were prepared, fused, and tested in accordance with the

Notes :
1/ E = Essential variable : Can not be changed / SE = Supplementary Essential variable : Can not b act tested welds
NE = Non Essential Variable : Guideline, could be changed with QAQC approval, if permitted b WTNQ%\

2/ Surfaces to be cleaned on both sides of weld preparation : Steels = 15mm j7¥ CONG TY

Manufacturer 0% GTC TECHNI

8/Jan/2026 |Prepared by: ;g\gmg%glm \
97 3487001
Rev| Date GTC cwr. rrosesm
S

DIRECTOR
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Manufacturer : GAS TECHNICAL AND MECHANICAL ENGINEERING
COMPANY LIMITED
Add: 2274/9/12 NGUYEN VAN TAO ST, APT 18, HIEP PHUOC

Carbon Steel

... 8 COMMUNE, HO CHI MINH CITY, VIETNAM e AEME (2020
PROCEDURE QUALIFICATION RECORD (PQR)
PROCEDURE QUALIFICATION RECORD No: PQR-GASTECH-02 Page 1/2
SUPPORTED TO WELDING PROCEDURE SPECIFICATION No: ~ WPS-GASTECH-02
Welding process : GTAW+SAW Type : Manual/Mechanized Joint design : BW
Groove design Preparation o .
o i NE A=80° T=0.5mm E=3.5 mm met?lo 44 Machining / Grinding
3 E 5 | NE |Addition of Backing N/A Process: GTAW
= 10 | NE |Root spacing N/A Tack welds : Location: bridge
11 | NE [Retainers N/A Removal method : Grinding
WELD PREPARATION WELDING SEQUENCES / PASS LOCATION
kel
g | - /@Metats
BUTT WELD Base Metal B
: %‘ GTAW: 5mm
] SAW: 13mm
Base Metal A / j‘ LB - — / ' % '
Base Metal A
NE |Basematerial: st AS16, Gr. 70 to ' ASTM AS16, Gr. 70
9 § 5 | SE |Group Number 2 to 2 Min. Impact Test applications : N/A
g s E |P-No. Qualified il to 1 SE Variable applicable : N/A
G &l s | s |T Limits Groove 18 Fillet N/A
E |T Qualified Groove 18 Fillet N/A
Pipe @ range : Groove N/A i
QW-404 .33/ NE 12 SE AE 5E 23 E 50
Process Trade name Manufacturer | Classification | AWS | F-No | A-No | Productform Flux
GTAW KOVET-T50 KOVET ER 70S-6 A5.18 6 1 Wire N/A
3 é SAW KW-3/CHF501 Kuangtai/Atlantic EM12K A5.17 6 1 Wire agglomerated
‘;f = Welding process GTAW SAW @ i o Welding without filler
og _ Trade name KOVET-T50 | KW-3/CHF501 | ~S:&q | metal is not allowed
5 | nel|  Fier o imm) 24 54 23 '
oo Metal Max "t deposited 5 3 = 22 E No Consumable insert
§ § 1 NE Welding positions 1G 1G
5 E 3 | NE Welding progress N/A N/A
gzl E |Preheat T°: Ambient (30°C) ISO 13916 : temperature to be measured :
g % 2 NE [Min interpass T°: Ambient (30°C) t<50:A=4xt, 50 mm max.
ool 3 | sE |Maxiinterpass T°: 130°C t>50:A=75mm.
P E |Type: N/A
g S| 2 | sE |Holding time (min 1h): N/A Heating rate N/A After  N/A
< Hold temperature min N/A max N/A  Cooling rate N/A Upto N/A
Welding process: GTAW QW-404 Filler Metals
2 E | Shielding Nature Ar (99,99%) | 14122 E Welding without filler metal is not allowed
o 3 | NE gas Flow rate (I/min)’ 151020, | 927 NE |Flux-wire class/Alloy Elements -
§ § 9 E Backing Nature ... .. (.. - N/A 35 NE |Flux-Wire class. -
- 5 | NE 9as  Flow rate (Ilmin);, ; _' NIA. 10/.24 E |Alloy flux/Supplemental -
.10 | E Trailing Nature * - : N/A .29 NE  |Flux designation -
1 NE Flow rate (I/mn) N/A .34/.36 E Flux type/Recrushed slag -
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WELDER, WELDING OPERATOR QUALIFICATION TEST

WPQ Certificate number: WE-GT-26-04

GASTECH ENGINEERING CERTIF|CATE
Applicable Code/Standard: ASME Section IX, 2025 Edition
Employer’s name: GAS TECHNICAL AND MECHANICAL

ENGINEERING COMPANY LIMIT

Welder name: NGUYEN CONG LUC (GT-02)

Address: 274/9/12 NGUYEN VAN TAO ST, APT 18, HIEP
PHUOC COMMUNE, HO CHI MINH CITY, VIETNAM

Identification number: 086025010253

Test date: 29-Dec-2025

Test Description

Identification of PQR followed: PQR-GASTECH-02

Specification and type/grade or UNS Number of base material(s):

Revision No.: 0
ASTM AS16, Gr. 70

Testing Variables and Qualification Limits

B4 Test coupon [] Production weld
Thickness: 18 mm

Welding Variables (QW-403) Actual Values Range Qualified
Welding process (es) GTAW+ SAW GTAW/SAW
Type (i.e.; manual, semi-automatic) used Manual/Mechanized Manual/Mechanized
Backing (with/ without) With With (for CJP)
X Plate [] Pipe (enter diameter if pipe or tube) Plate and Pipe
Base metal P-Number to P-Number P-No.1 to P-No.1 P-No.1 through P-No.15F
Filler metal or electrode specification(s) (SFA) (info. only) AS5.18/A5.17
Filler metal or electrode classification(s) (info. only) ER 70S-6/EM12K All class
Filler metal F-Number(s) 6
Consumable insert (GTAW or PAW) N/A N/A
Filler Metal Product Form (solid/metal or flux-cored/powder) - -
Deposit thickness for each process - -
Process 1 GTAW 3 layers minimum [ ] Yes X No Smm Max: 10 mm
Process 2 SAW 3 layers minimum [X] Yes [ No 13 mm Max: 26 mm
J Groove: F for Plate & Pipe (OD >73
Position qualified (2G, 6G, 3F, etc.) (Table QW-461.9) 1G mim).
Fillet: F; H for Plate and Pipe
Vertical progression (uphill or downhill) N/A N/A
Type of fuel gas (OFW) N/A N/A
Inert gas backing (GTAW, PAW, GMAW) N/A N/A
Transfer mode (Spray/globular or pulse to short circuit-GMAW) N/A N/A
GTAW Welding current type/polarity (AC, DCEP, DCEN) DCEN DCEN
RESULTS

Visual examination of the completed weld (QW-302.4): ACCEPTED

[J Transverse face and root bends [QW-462.3(a)]

[[] Pipe bend specimen, corrosion-resistant overlay [QW-462.5(c)]

[ Pipe specimen, macro test for fusion [QW-462.5(b)]

X Side bends (QW-462.2) , Report: 05/01/26-02./KQTN

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

[[J Plate specimen, macro test for fision [QW-462.5(e)]

Type Result i O Type

Result Type

Result Type Result

Alternative volumetric examination results (QW-191): RT [] or UT Report No.: GTC- GT/WPS - UT - 002

Length and percent of defects: N/A
[] Fillet welds in pipe [QW-462.4(c)]

Fillet weld — fracture test (QW-181.2): N/A

[ Fillet welds in plate [QW-462.4(b)] Report:
Other tests: N/A

Film or specimens evaluated by: N/A

Mechanical tests conducted by: Nguyen Trong Thai
Welding supervised by: Nguven Dac

Company: N/A

Laboratory test no.: HOA BINH LAB (LAS-XD 265)

We, the undersigned, certify that the statements in this record are correct and that the test welds were prep: tested in
accordance with the requirements of section IX of the ASME BOILER AND PRESSURE VESSEL COD,F//-;/_\C

GAS TECHNICAL AND MECHANICAL ENGINEERING GTC TECHNICAY CENSONRANCY\COY LTD.
COMPANY LIMITED Verified by: o | TRALH : :::'ﬂ
T |
Full Name: .
i nspector: B .‘ \
Signature: T 3.2: 3487002 ?’:\41 y
Date: 14- Jan- 2026 : %@aﬂwl

SEE OVERLEAF FOR EXPIRATION AND RENEWAL OF QUALIFICATION

(Cont'd- 2nd sheet)

DIRECTOR
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GASTECH ENGINEERING

WELDING MONITORING REPORT
ASME 1X-2025

GAS TECHNICAL AND MECHANICAL ENGINEERING COMPANY LIMITED
Add: 274/9/12 NGUYEN VAN TAO ST, APT 18, HIEP PHUOC COMMUNE, HO CHI MINH CITY, VIETNAM

IPQR no: PQR-GASTECH-02

Welding Process:

Welder Name:

Welder Stamp:

SAW

ER308L (TIEN TAI) TW-308L/TFS300

Support for WPS: WPS-GASTECH-02 GTAW + SAW NGUYEN CONG LUC 086025010253
fClampmeter No. (calibrated machine) Thermometer No. Oxygenmeter N°:  N/A Weld Machine S/N°.
Kyoritsu KEW 2055 FLUKE 62 MAX WSE-400 (GTAW)
MZ1000 (SAW)
Shielding Gas: Backing Gas: Shield. Gas Flow Rate: Backing Gas Flow Rate: Welding Position: 1G
Argon N/A 15-20 (l/min} N/A
fMonitored by: GTC TECHNICAL |Position : Name : NGUYEN DAC Signature : Monitoring Date:
CONSULTANCY CO., LTD. TPI INSPECTOR 30-Dec-2025
IT=05 E=35  A=60 Bevel: 30
Base Metal B
(L Base Metal B
GTAW: Smm
X , SAW, Smm
Base Metal A/ | ——r-— w i 7/ i Bl
.
. Base Metal A /
Material: ASTM A240 Gr 304/304L, Plate 14mm
Weld preparation Welding Sequence
Travel Speed= Length(cm) / Time(min) Arc Energy= 0,06xVolts(V)xAmps(A) / Travel Speed (mm/min)
Filler Metal £ Besid Welding Arc Time 4 g Bead
nterpass el il ravel al
Layeri Diameter Temp. Py 4 Length 4R Speed 44 ] Width Remark
Pass n® |AWS Class oQ (A) (\%] m/mi (kdicm)
{mm) (°C) (mm) | Minutes | Second |(Mm/min) (mm)
§Side 1:
1 ER 705-6 24 120 12.0 450 8 58 50 1.72 6
2 ER 708-6 24 90 125 125 450 9 53 46 2.06 8
3 EM12K 24 110 300 28.0 450 1 20 338 1.49 16
4 EM12K 2.4 130 300 28.0 450 1 15 360 1.40 22
Side 2: after backgouging & grinding
5 EM12K 24 130 300 28.0 450 1 5 415 1.21 12
6 EM12K 24 120 300 28.0 450 1 15 360 1.40 15
Comments: Consummable, GTAW : KOVET-T308

Page:1/1
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&

Technical Consultanc

REPORT

Report No.: GTC- GT/PQR - UT - 002

Ll ULTRASONIC EXAMINATION |page T o 1

Request No.: N/A

Date of inspection: 31/12/2025

Project name:
WELDING PROCEDURE SPECIFICATION (WPS)

Client name:GASTECHNICAL AND MECHANICAL
ENGINEERING COMPANY LIMTED

Acceptance criteria:  ASME [X_ 2025 Edition

Procedure No.: GTC - NDT - ASME - P02

ltem: PLATE/NG WPS.: PQR-GASTECH-02 Drawing No.: N/A

Utrasonic Flaw Detector. USM 35 DAC ISeriaI No.: 17525 Working Area: RED DEER WORKSHOP
|IMaterial information Probe angle beam 0° 45° 60° 70°
|Suface condition : Brushing Brand PHOENIX | OLYMPUS | OLYMPUS | OLYMPUS
|Joint preparation : BUTT JOINT Model TC A4MR A4MR A4MR
||Materiai base : A516 Gr.70 Serial 21302 567178 | 566428 567818
Welding process : GTAW+SAW Frequency (MHz) 4 4 4 4
|[Calibration and reference blocks Size (mmx mm) ®10 8x9 8x9 8x9
lIcalibration block : V1 Range 100 100 100 140
Serial No.: ; A22468 PRL (dB) 30.5 40 48.5 49.5
Reference block V1- ©3,0 mm Transfer correction (dB) - 4 4 4
Couplant : Cellulose Scanning level (dB) +6 +6 +6 +6

EVALUATION
NTERPRETATION
WELDING Length Thk. Amplitud : - I Type of Result | R fie
IDENTIFICATION | WELDER (mm) (mm) mplituce {1 ocation | Length | Depth | g e esu emarks
ID. (mm) {mm) {mm)
NGUY
cu ELTCCONG 086095010253 400x450 18 - - - - - ACC
|IABBREVIATION:  ACC-Accepted REJ-Rejected SP:Spherical
RW-To Cut Or Reweld CL:Cylindrical PL : Planar
GTC TECHNICAL CONSULTANCY CO.,LTD REVIEWED BY GASTECH REVIEWED BY OWNER
Reviewed by: Reviewed by:
Signature : Signature:
'iDate: 31/12/20 Date: Date:

Appendix |: Ultrasonic Examination Report Form
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CONG TY CO PHAN TU VAN THIET KL KIEM DINH XAY DUNG HOA BINH

Dia chi: S5 964/1 Dwong Lé Gom, Phwong Binh Tién, Tp.Ho Chi Mink

PHONG THi NGHIEM VAT LIEU VA KIEM D]NH CONG TRINH XAY DUNG LAS-XD 265
Dia chi: 161B/31/2A Lac Long Quin, Phusimg Bink Thdi, Tp.H4 Chi Mink

Email- Las265.hoabink@gmail com - Hotline: 0937836265 - 0962109262

So0: 05/01/26-05 ./KQTN
S0 PYC: 050126-05

PHIEU KET QUA THi NGHIEM / TEST REPORT

PHIEU KET QUA THI NGHIEM Trang: 1/2

XAC BINH CO LY VAT LIEU THEP/ DETERMINING MECHANICAL OF STEEL MATERIAL

- Don vj yéu ciu / Client : GASTECHNICAL AND MECHANICAL ENGINEERING COMPANY LIMTED

- Dja diém / Location : 274/9/12 NGUYEN VAN TAO, St, APT 18, HIEP PHUOC chMUNE, HO CHI
MINH CITY, VIET NAM

- P.Phip thit/ Test method ~ : TCVN 197-2014, TCVN 198-2008, ASME IX_2025

- Thiét bi TN / Test Equipment  : M4y kéo -nén- udn thép WA-1000B, thudc 14, cin k¥ thuat, mét sb dung cu khéc...
- Ngdy nhin miu / Recrived + 05/01/2026 ' ' £
- Ngay thi nghiém / Tested : 05/01/2026
- Tén miu/Name of sample . MOI HAN THEP TAM / WELDING STEEL PLATE
: MAU QUY TRINH HAN/ PQR NO : PQR-GASTECH-02
: TEN THQ HAN/ WELDER NAME : NGUYEN CONG LUC

: MA SO THQ HAN/ WELDER ID : 086095010253
. PHUGNG PHAP HAN/ WELDING PROCESS :GTAW+SAW

: VAT LIEU/ MATERIAL : A516 Gr.70
- VI TR HAN/ WELDING POSITION : 1G

. CHIEU DAY/ THICKNESS: 18 mm

- S6' lugng/Quantity (mdu) : 01 ( Thép tdm : 450x400X18 mm)

Két qua thi nghiém xem trang sau / experimental results see next page:
TP.H6 Chi Minh, ngay 05 th4dng 01 nim 2026
CONG TY CP TV TK KIEM PINH XAY DUNG HOA BINH

DD thi nghiém T. Phong Thi Nghi¢m
Tested by aboratory

Nguyén Trong Thai
Ghi chi Notice : 1. MAu do khéch hang Soagefp,
Specimens were supplied by client test result is valid namely submitted specimens only

2 C4c thong tin v& mAu,tén cOng trinh, tén khach hanh,hang myc do khach hang cung cip/
Information of specimens , project , client, item , were supplied by client

! Scanned with |
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PHIEU KET QUA THI NGHIEM
10T/ 2021 JKQTN Trang/Page..............

TEST REPORT

Il. KET QUA THI NGHIEM/ TEST RESULTS ( 1t ):

Mau thép Mt cat i
Force at Yield
yield point

Ter;.s:ile

Strength Strength

1 165.32 340
2 167.14 347
h

Ghi_chi/ Notice: Mau dugc thir nghiém véi sy chimg kién cua cac bén lién quan/ Test was wilnessec'i in the presence of Concerned FParties.

(1) :Dirt tai méi han/ Weld Metal
(2) :Dit & viing anh hudng nhit/ Fractured at heat affected zone

(3) Durt tai vét liu co ban/ Base Metal

250
: : : :
L e R I e, L R F D = —t
] [ g &
: ."'/-'—' : :
E ¢ /"’: ; . .
200 -~ <---=-=- e mm e eeee i fovammmns Femmmmenen , SN SRR EETEEEE :
: : :
175 s wveo oo eoeow o' e - ----‘----c----% ......... :b ........................................................
150} oo ARAIN D 1 A= B=1ht N I=1atlh LS B H VT UL | SO S
= : : : .
Z s s
§125 -—- - --0---------.‘---------:---------: .......................................................
FO0 e aacacllo e ainem i magw m e i foeom e R A O 0 g O A A O e § o e e It enim
75 b cccePocccccncecnv e rremscntmaccrmova E. .........................................................
S0 - ercfececedeccananas devavovanm fonvencenan §- --------- Povmesnesnshensne e T 5 Fresnannea
load of totakextension f- -~ -« 4= ~-vavanadoamancana g s s sl el T P SREsEn e
4 : s N ¢ M - s - -
[load d (0.0,0.03 |hsion } ; : : : : : : :
9 3 ¥ ® L]
O
O 1S 30 45 c0 7S 80 105 120 136 1S0

. KET QUA THU UON NGUQI / TEST RESULT OF BEND :

; _ Pudng kinh géi 5 =
No ]

Quantity | Bending angle Piameter of anglq Test Result of bend

1 | Sidebend | 18.00 | 10.45 180° 40 Khéng Nut / No Crack
2 | Sidebend | 18.00 | 10.32 180° 40 Khoéng Nt / No Crack
3 | Sidebend | 18.00 1 180° 40 Khdng Nut / No Crack
4 | Sidebend | 18.00 1 180° 40

Khéng NuUt / No Crack
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