Manufacturer : GAS TECHNICAL AND MECHANICAL
ENGINEERING COMPANY LIMITED

COMMUNE, HO CHI MINH CITY, VIETNAM

Add: 2274/9/12 NGUYEN VAN TAO ST, APT 18, HIEP PHUOC

Aluminium Alloy

GASTECH ENGINEERING Code : ASME 1X-2025
WELDING PROCEDURE SPECIFICATION
WELDING PROCEDURE SPECIFICATION No: WPS-GASTECH-05 Page 1/2
SUPPORTED BY PROCEDURE QUALIFICATION RECORD No: PQR-GASTECH-05
Welding process : GTAW +SMAW  Type : Manual/Mechanized Joint design : BW/FW
NE jal:
R miterial GBIT 3880-2012 A6061 T6 to  GBIT 3880-2012 AG061 T6
o A1 E |P. Number - to - Min. Impact Test applications : N/A
§ g 5 | SE |Group Number - to - SE Variable applicable : N/A
3 8| 86| E/SE |Thicknessrange  Groove 1.5 mm to 20 mm Filet Al
@ Pipe @ range : Groove All Fillet  All
9 E |Thickness range limitation (t weld > 13mm) N/A
2 e Groove design Preparation method : Machining / Thermal Cutting /
' A=60°:10° T=0to 1.5 mm E=2 +1mm Grinding
§ £| 4 | NE |Deletion of Backing Not allowed Tack welds:  Process: GTAW
% 3| 5 | 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
Fil Cap 1 _Base Metal B
Base Metal A/ HOtPass/ TN g oorpass
[BUTTWELD| "~ BasoMetal
e Base Metal B
Fill 1 R e
Base Metal A ‘_; e inl & 1 B
M/ 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 A2 SE | 4E 5E 23 E .50
Process Trade name Manufacturer | Classification | AWS | F-No | A-No Product form Flux
o| GTAW - JINAN ER5356 - - = Wire N/A
53
2=
5 —
Oz E Welding without filler metal is not allowed Other requirements
.27 | NE |Alloy Elements N/A :
9/.35| NE  [Flux/Wire class. N/A
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Manufacturer : GAS TECHNICAL AND MECHANICAL ENGINEERING
COMPANY LIMITED Aluminium Alloy
Add: 2274/9/12 NGUYEN VAN TAO ST, APT 18, HIEP PHUOC
SAETER BRGNS COMMUNE, HO CHI MINH CITY, VIETNAM Codo- ASME I1X-2025
WELDING PROCEDURE SPECIFICATION
WELDING PROCEDURE SPECIFICATION No: WPS-GASTECH-05 Page 2/2
SUPPORTED BY PROCEDURE QUALIFICATION RECORD No: PQR-GASTECH-05
WELDING PARAMETERS
Weld Layer Root Pass Hot Pass Fill/Cap/Pass
8§ Welding process GTAW GTAW GTAW
58| 1| ne Welding positions All Al All I
3 NE Welding progress| Uphill for vertical | Uphill for vertical | Uphill for vertical
3 Trade name 0 0 0
g 36| NE |Filler Metal @ (mm) 2.4 2.4 24
9| 30 Max "t" deposited 10 mm
2 Shielding Nature| Argon 99,99% | Argon 99,99% | Argon 99,99%
3 NE gas Flow rate (I/min) 10to 25 10to 25 10to 25
8ol 9| € Backing Nature N/A N/A N/A -
g9 5| Ne gas Flow rate (I/min) N/A N/A N/A
.10 E Trailing Nature N/A N/A N/A
i NE Flow rate (I/mn) N/A N/A N/A
2| s NE Amperes (A) 140to 171 140 to 171 140 to 176
% NE Volts (V)| 14 to 16.1 14 to0 16.1 14 to 16.1
3 Welding speed (mm/min) 44 t0 60 54 to 72 60 to 83 B
g A SE Energy Ux | x60/V (kJ/mm)| 1.95t0 3.71 1.61to 3.07 1.41to0 2.81
| |4/-30| NE/SE Current or polarity AC AC AC
‘4‘9: 3 | NE Pulsing N/A N/A N/A ]
e E Transfer Mode N/A N/A N/A I
§ 1R ‘ Tungsten Electrod (type) Tungsten Electrode SFA 5.12 (EWP;EWTh-2...)
8 Tungsten Electrod (@ mm) B s | N/A !
95| E |Preheat T*: Ambient (30°C) 1SO 13916 : temperature to be measured :
3 £| 2 | NE |Mininterpass T?: - Ambient t<50: A=4xt, 50 mm max.
G| 3| sE |MaxiinterpassT%:  120°C t>50:A=75mm.
5| E |Type: no PWHT
3 S| 2 | sE |Holding time (min1h) N/A Heating rate N/A After  N/A
i Hold temperature  min N/A max  N/A Cooling rate N/A Upto N/A
Welding process: 0 .
3 NE |String/Weave method String/Weave T
3 | NE_|Orifice, cup or nozzle size 456,78 - i
5 NE - |Method of initial and interpass cleaning Grinding / Brushing -
6 | NE [Method of back gouging N/A
ol NE |Oscillation (Machine or automatic) N/A -
28| o2 | s [Bead Width max 14 mm
3 E 8 | NE |Contact tube to work dist. (stick out) N/A B
.91.87 | NE/SE |Multiple or single pass (per side) Multiple ]
10 | SE |[Single to multiple electrodes Single
R E |Vacuum chamber welding N/A
25 | NE |Manual, Automatic, Semi automatic Manual
.26/.15) NE/NE |Peening/ Electrode spacing N/A i
64 E |Use of thermal processes N/A
Notes :
1/ E = Essential variable : Can not be changed / SE = Supplementary Essential variable : Can not be change on impact tested welds
NE = Non Essential Variable : Guideline, could be changed with QAQC approval, if permitted by Chens\ ng«:\
P Q} .
57 Conery N2
Manufacturer [ GTC TECHNICAL|CONBUETANGY 50), 4 ;,Tb
0 | suano2s |Prepared by: h?‘\giewe by: | b / ‘
Rev| Date GTC CWI: 17050871 NIpHo0 S amu]'
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Manufacturer : GAS TECHNICAL AND MECHANICAL ENGINEERING
COMPANY LIMITED
Add: 2274/9/12 NGUYEN VAN TAO ST, APT 18, HIEP PHUOC

Aluminium Alloy

POt ot 1 T COMMUNE, HO CHI MINH CITY, VIETNAM B e
PROCEDURE QUALIFICATION RECORD (PQR)

PROCEDURE QUALIFICATION RECORD No: PQR-GASTECH-05 Page 1/2
SUPPORTED TO WELDING PROCEDURE SPECIFICATION No:  WPS-GASTECH-05
Welding process : GTAW +SMAW  Type: Manual/Mechanized Joint design : BW

4 ki Groove design Preparation Machining / Grinding
o A=60° T=0.5mm E=2 mm method :
I£| 5 | NE |Addition of Backing N/A Process: GTAW
S| 10| NE |Root spacing N/A Tack welds : Location: bridge

.11 | NE |Retainers N/A Removal method : Grinding

WELD PREPARATION WELDING SEQUENCES / PASS LOCATION

Base Metal B
2 R
= A
BUTTWELD] '« "~ BaseMetais %’ /
| ‘a GTAW: 10mm
| : i b ./ L)
! s = i ni] ﬁ
Base Metal A / jﬁ E Base MetallA
NG |Basematerial: ot 3880:2012 AG061 T to  GBIT 3880-2012 A6061T6
Py é 5 | SE |Group Number - to - Min. Impact Test applications : N/A
g f A1 E [P-No. Qualified - to = SE Variable applicable : N/A
o8 SE |T Limits Groove 10 Fillet N/A
E |T Qualified Groove 10 Fillet N/A
Pipe @ range : Groove N/A
QW-404 .33/ NE | 12 SE A4E 5E 23 E 50
Process Trade name Manufacturer | Classification | AWS F-No | A-No Product form Flux
GTAW - JINAN ER5356 - - - Wire N/A
[} SRR S
33
g § Welding process GTAW @ " E Welding without filler
a8 . Trade name - $s metal is not allowed
3 | NE ol @ (mm) 24 % E_.g .
o Metal Max "t deposiiad ™ = 22 E No Consumable insert
9 % 1 NE Welding positions 1G Other requirements
:gr, g 3 | NE Welding progress 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<s50:A=4xt, 50 mm max.
O%| 3 | se |Maxiinterpass T°: 120°C t>50:A=75mm.
o E |Type: N/A
‘gf % 2 | NE [Holding time (min 1h) : N/A Heating rate N/A After  N/A
G Hold temperature min N/A max N/A___ Cooling rate N/A Upto N/A
2 E | Shielding Nature % e Pg {99,9,9_%). =
- 3 | NE gas  Flowrate (/min) | ~15to020 h
§ 8| o | £ | Backing Nature "IN TUNATM
= 5 | NE gas Flow rate (.Ilmin)"'.f ikl (17 RS
.10 E Trailing Nature N/A
1 NE Flow rate (I/mn) N/A
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Manufacturer : GAS TECHNICAL AND MECHANICAL Aluminiiun Aioy
<Eﬁﬂﬂ]ﬂ> 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-2026
PROCEDURE QUALIFICATION RECORD (PQR)
PROCEDURE QUALIFICATION RECORD No: PQR-GASTECH-05 Page 2/2
SUPPORTED TO WELDING PROCEDURE SPECIFICATION No: WPS-GASTECH-05
Welding process : GTAW +SMAW
1 NE |String/weave method String/\Weave
3 NE |Orifice, cup or nozzle size 5
5 NE |Method of initial and interpass cleaning Grinding / Brushing
8 NE [Method of back gouging N/A
7 NE |[Oscillation / bead width low / max 14 mm
o g 8 NE |Contact tube to work dist. (stick out) N/A
2] 9 NE |Multiple or single pass (per side) Multiple
% E .10 SE [Single or multiple electrodes Single
1 E |Closed to out chamfer N/A
15 NE |Electrode spacing N/A
25 | NE |Manual or Automatic Manual
.26 NE |Peening N/A
64 E |Use of thermal processes N/A
87 SE |Multiple or single pass (per side) Multiple
" Welding process GTAW
% % 4/30| NE |Current or polarity AC T 3 Amperes (A)
§ % 3 NE |Pulsing NIAV § g 8 NE Volts-(V) . See Wel.ding
§ § 4 - Tungsten Electrod (fype) = |Lanthanated 2% § E " S L mt:zgg?tng
4 Tungsten Electrod (@ mm) 24 5 ° 5 - W9 Epgueeerieapeie™)
TENSILE TESTS (QW-150), Report No: 05/01/26-05./KQTN
Specimen No. Width (mm)  |Thickness (mm)| Area(mm2) |Ultimate Total Load (KN)| Stress (N/mm2) Fzgzziz:d
TS1 25.03 10 250.3 1011 404 Ductile/Base
TS2 25.14 10 251.4 100.2 399 Metal
GUIDE BEND TESTS (QW-160), Report No: 05/01/26-05./KQTN
Type and Figure No. Thickness x Width (mm) Result
Side Bend 1 10.36x10.36 Acceptable ( no crack )
Side Bend 1 10.47x10.24 Acceptable ( no crack)
Side Bend 1 10.13x10.19 Acceptable ( no crack )
Side Bend 1 10.28x10.29 Acceptable ( no crack )
TOUGHNESS TESTS (QW-170) Report No.: N/A
FILLET WELD TEST (QW-180) Ref. Report No.: N/A
Visual Examination : Acceptable , Report: N/A
Radiographic or Ultrasonic Examination: : Acceptable , Report: GTC-GT-WPS-RT-001
Deposit Analysis
Other:
CERTIFICATE OF COMPLIANCE
Laboratory Agency name: HOA BINH LAB [Date Test: 5/Jan/2026
We certify that the statements in this record are correct and that the test joints were prepared, fused, and tested in accordance with the -
requirements of Section IX ofthe ASME Boiler and Pressure Vessel Code.
Notes :
1/ E = Essential variable : Can not be changed / SE = Supplementary Essential variable : Can not be ch 1?“‘ act tested welds
NE = Non Essential Variable : Guideline, could be changed with QAQC approval, if permitted by 9 'b\ gd. )‘ \
Manufacturer ; GIC.TEC UCT GWM\L:ID
0 | 8uan2026 [Prepared by: Rdnspectoy! BUI/YM poroveatbydr | =/
GT C CSWIP 3.2: 3487 ]
Rev Date CWI: 17050871
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GASTECH ENGINEERING

WELDER, WELDING OPERATOR QUALIFICATION TEST
CERTIFICATE

Applicable Code/Standard: ASME Section IX, 2025 Edition

WPQ Certificate number: WE-GT-26-05

Employer’s name: GAS TECHNICAL AND MECHANICAI
CNGINEERING COMPANY LIMITED

Welder name: HUYNH VAN CHIEN (GT-03)

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

Identification number: 083093011733

Test date: 29-Dec-2025

Test Description

Identification of PQR followed: PQR-GASTECH-05

Revision No.: 0

[ Test coupon [] Production weld

Specification and type/grade or UNS Number of base material(s):  A6061 T6 Thickness: 10 mm
Testing Variables and Qualification Limits
Welding Variables (QW-403) Actual Values Range Qualified
Welding process (es) GTAW GTAW
Type (i.e.; manual, semi-automatic) used Manual Manual
Backing (with/ without) With With (for CJP)
Plate [[] Pipe (enter diameter if pipe or tube) Plate and Pipe
Base metal P-Number to P-Number A6061 T6 A6061 T6
Filler metal or electrode specification(s) (SFA) (info. only) -
Filler metal or electrode classification(s) (info. only) ER5356 ERS5356
Filler metal F-Number(s) 22
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 10 mm Max: 20 mm
Process 2 3 layers minimum [] Yes [OwNe - -
‘ Groove: F for Plate & Pipe (OD =73
Position qualified (2G, 6G, 3F, etc.) (Table QW-461.9) 1G mm).
Fillet: F; H for Plate and Pipe
Vertical progression (uphill or downhill) N/A N/A
Type of fuel gas (QOFW) 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: 05/01/26-05./KQTN
[[] Plate bend specimen, corrosion-resistant overlay [QW-462.5(d)]

[ Plate specimen, macro test for fusion [QW-462.5(¢)]

Type Result Type

Result Type

Result Type Resalt

Alternative volumetric examination results (QW-191): RT P or UT X Report No.: GTC-GT-WPS-RT-001

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: Nguyen Tan Sang

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

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepar
accordance with the requirements of section IX of the ASME BOILER AND PRESSURE VESSEL COD ..55

Company: GTC CO.,LTD
Laboratory test no.: HOA BINH LAB (LAS-XD 265)

I AY)

GAS TECHNICAL AND MECHANICAL ENGINEERING

GTC TECHNICA#Q#} &!&W &

COMPANY LIMITED ~Verified-by:-
Full Name: Inspector: BULY
y C :
Biigats; GTC CW1: 17050871

Date: 14- Jan- 2026

3.2: 3487002-{ "4

/
\‘

Date: 14- Jan- 2026

D;i; 73’ %ﬂém 5@W

SEE OVERLEAF FOR EXPIRATION AND RENEWAL OF QUALIFICATION

(Cont'd- 2nd sheet)

DIRECTOR



Stamp


GASTECH ENG\NEEE!NG
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
PQR no: PQR-GASTECH-05 Welding Process: Welder Name: Welder Stamp:
Support for WPS: WPS-GT-05 GTAW HUYNH VAN CHIEN 083093011733
Clampmeter No. (calibrated machine) Thermometer No. Oxygenmeter N°:  N/A Weld Machine S/N°.
Kyoritsu KEW 2055 FLUKE 62 MAX WAVE-315D
Shielding Gas: Backing Gas: Shield. Gas Flow Rate: Backing Gas Flow Rate: Welding Position:
Argon Argon 10-15 I/min N/A 1G
Monitored by: GTC TECHNICAL |Position : Name : NGUYEN DAC Signature : Monitoring Date:
CONSULTANCY CO., LTD. TPI INSPECTOR 29-Dec-2025
=05 E=35  A=60 Bevel: 30
Base Metal B
A Base Metal B /,7
. GTAW: 10mm
Base Metal A/ - -t ¥l l
= 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 i = Welding Arc Time s s
nterpass ol min rave al
i A AWS Clags| Diameter | Tomp. A’(’;';'s vg};’ Length i Speed ”?kjﬁé’r:;”t Width | Remark
(mm) °C) (mm) | Minutes | Second |(mm/min) (mm)
Side 1:
1 ER 5356 24 155 156.0 450 8 41 52 269 5
2 ER 5356 24 65 155 15.0 450 7 12 63 2.23 T
3 ER 5356 24 80 185 15.0 450 6 14 72 1.83 9
4 ER 5356 24 120 160 15.0 450 6 15 72 2.00 14
Side 2: after backgouging & grinding
5 ER 5356 2.4 80 160 15.0 450 6 20 71 2.03 8
6 ER 5356 24 110 160 15.0 450 6 15 72 2.00 10
fComments: Consummable, GTAW : KOVET-T308
SAW ER308L (TIEN TAI) TW-308L/TFS300
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Report No. : GTC-GT-WPS-RT-001
RADIOGRAPHIC EXAMINATION [RequestNo.  : N/A
REPORT Procedure No. GTC-NDE-RT-PO1
Technical Consultancy
Page : 1 of 1
Project: Client: GASTECHNICAL AND MECHANICAL
WELDING PROCEDURE SPECIFICATION (WPS) ENGINEERING COMPANY LIMTED
lAcceptance criteria: ltem: Working Area:
ASME IX_2025 Plate / 1G GTC's WORKSHOP
~ MATERIAL INFORMATION =
Welding process: WPS: Material Base:
GTAW PQR-GASTECH-05 1 A6061 T6
= ] X-RAY GAMMA RAY
2 | Test Voltage Kv mA Isotope / Activity : Ir-192, 15 Ci
o
('::'l; Focal Spot Size mm Source Size 3x1.6mm
u | FFD mm SFD 400 mm
Film type FUJI IX80 Qi ASTM 02B 11
| Film size 10x40 cm & | Location Source side Film side ]
(=)
E Intensifying Screen Type Lead ; Development |Manual Automatic ]
E Front : 02 mm Rear : 02 mm g Shooting  [SWSI Dwsl ]
= | Density Required 20~40 Technique |pwDI []| Panoramic []
Sensitivity Required 2% DATE OF SHOOTING: 1/1/2025
Ir ==
EVALUATION
WELD IDENTIFICATION Eangth EVALUATION INTERPRETATION
FILM -THK FILM REMARKS
WELDER Name ID No. LOCATION (mm) DENSITY A R Rt Type Size | Location
(mm) | (mm)
HUYNH VAN 083093011733 0-E 450x400x10| 2.5~2.7 v - -
CHIEN
QUANTITY OF FILMS: 1
ABBREVIATION : A-Acceptable R-Reject RS-Reshoot LOP-Lack Of Penetrant
P-Porosity S-Slag inlusion LOF-Lack of Fusion CV-Concavity
C-CRACK UC-Undercut TI-Tungsten inclusion BT-BurnThrough
FM-FILM MARK CP-Cluster Porosity FD-Film defect RW-To Cut Or Reweld
ER-Excess Root Penetrant
= —
EVALUATED BY GTC REVIEWED BY GASTECH REVIEWED BY OWN
Name: NGUYEN TAN SANG Name: Name:
Signature: Signature:
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CONG TY CO PHAN TU VAN THIET KE KIEM DINH XAY DUNG HOA BiNH
Dia chi: 856 964/1 Dwong Lo Gom, Phuvong Bink Tién, Tp.Ho Chi Mink
PHONG THi NGHIEM VAT LIEU VA KIEM DINH CONG TRINH XAY DUNG LAS-XD 265
Dia chi: 161B/81/24 Lac Long Quin, Phuong Bink Thi, Tp.Ho Chi Mink
Email: Las265.hoabink@gmail com - Hotline: 0937836265 - 0962109262

So: 05/01/26-04 ./KQTN
So PYC: 050126-04

PHIEU KET QUA THi NGHIEM / TEST REPORT

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

PHIEU KET QUA THI NGHIEM Trang: 1/2

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

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

- P.Phép thir/ Test method =  : TCVN 197-2014, TCVN 198-2008, ASME IX_2025

- Thiét bj TN / Test Equipment  : M4y kéo -nén- uén thép WA-1000B, thudc 14, can ky thudt, mot s6 dung cy khéc...

-

- Ngay nhén miu / Recrived : 05/01/2026
- Ngay thi nghi¢m / Tested : 05/01/2026
- Tén mau/Name of sample . MOI HAN THEP TAM / WELDING STEEL PLATE

: MAU QUY TRiNH HAN/ PQR NO : PQR-GASTECH-05
: TEN THO HAN/ WELDER NAME : HUYNH VAN CHIEN
: MA SO THQ HAN/ WELDER ID : 083093011733
: PHUONG PHAP HAN/ WELDING PROCESS :GTAW
: VAT LIEU/ MATERIAL : A6061 T6
: VI TRf HAN/ WELDING POSITION : 1G
. CHIEU DAY/ THICKNESS: 10 mm
- SO’ lugng/Quantity (mdu) : 01 ( Thép tim : 450x400X10 mm)

Két qua thi nghiém xem trang sau / experimental results see next page:
TP.Hd Chi Minh, ngay 05 thing 01 nim 2026

CONG TY CP TV TK KIEM DPINH XAY DUNG HOA BINH

PD thi nghiém T. Phong Thi Nghi¢m Tdng Gidm Poc
Tested by ' Lkgboratory Directg
/),{ \ . ,/ u '
ETET I Ly WA @ v
anp— G, ﬁ\
LAS 265 _~ 0
Nguyén Trong Thi , . Nefiyét g($¢H Vigt Chénh
Ghi chi/ Notice : 1. M4u do khach hang cung cchl cé gia trj trén miu thir /

Specimens were supplied by client,test result is valid namely submitted specimens only

2 Céc thong tin vé miu,tén cong trinh, tén khach hanh,hang myc do khach hang cung cip/
Information of specimens , project, client, item , were supplied by client
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" | PHIEU KET QUA THI NGHIEM o
.................................. TEST REPO RT rang/Page........cce...

I, KET QUA THI NGHIEM/ TEST RESULTS ( tt):

/
Miu thép Mt cit
’r'r °p ’ * g0 2 - »
S Foit Sobiiien Sk Luc kéo chay| Gi6i han chdy | Luckéodat | Gisdihanbén| Vi tribjdut

p (S : x
(Bé day) Cross Force at Yield , Tensile .
Thick . ’;i:,: n) Section | yield point Strength Maxctmism force Strength Nofice

FE R T —"

(1) :Dit tai mdi han/ Weld Metal
(2) :Pit & viung anh huéng nhiét/ Fractured at heat affected zone

(3) bt tai vt liéu co ban/ Base Metal
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Il. KET QUA THU UON NGUOI / TEST RESULT OF BEND :

Pudng kinh goi
Stt/ Mau thi/ Specimens Géc udn Két qua thir uon ngudi

No| Ky hiéumaéu Réng Bending angle Piameter of angle Test Result of bend

| Quantty_|Bending angle
Thanh/ Bars | (0¢/ Degree)
Side bend | 10.36 | 10.36 1 180° 40 Khéng Nut / No Crack
Side bend— 10.24 40
1
i

o
=
D
=
=
S~
v
N
0

Khong Nut / No Crack
Sidebend | 10.13 | 10.19 180° 40

- Khéng Nt / No Crack
Side bend 10.28 | 10.29 180° 40 Khoéng Nut / No Crack

! Scanned with |
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