
Alaska Piledrivers Local 2520 JATC
825 E. 8th Ave.

Anchorage. AK 99501

Welder or Welding Operator Performance Qualification (WPQ)

Weider'sName: Jackson,Adam Stamp: l!91-96 WelderID: 119l-96_

Test WPS No.: RC-SMAW-7018-B31 & ASME Rev.: 0 WPQ No.: PDf f-009

Welding process(es) / type(s) used: SMAW / Manual and SMAW / Manual
Type ofjoint welded: Pipe Groove weld Joint type( s ) qualilied : Groove 4441f!l9fry9ld s

Base metal(s) welded: SA-106. Grade B to SA-106. Grade B

*ni
€fl

Date: lll4l20ll

Actual Values Used

P-No. I to P-No. 1

Range Qualified
P- l-lhrq !- I l.P -3_! & ! :+x

0.432 Unlimited
6.625 2.875" minimuni

SMAW/Manual

Welder Variables (QW-350)

P- or S-Number to P- or S-Number
Base metal thickness (in.)
Pipe diameter (in.)

Backing *+

AWS classification
Filler metal specification (SFA)
Filler metal F-No.
Filler metal product fbrm
Consumable insert
Deposit thickness (in.) [>: 3 layers]

Welding position
Weld progression
Backing gas

Automatic voltage control
Automatic joint tracking
Welding position
Consumable insert

Backing **
Single / multiple pass per side

E6010

N/A

E70l 8

9M4lY l-Uq4c4l
With or rvithout beCSlC l-, ,U4t, Eltiryp4v

IV{--r- ---N14-N/A N/A

All Positions All Positions

_Vertic* Aown (n+) i V
N/A N/A

L

l N/A
N/A N/A

0.25 4l_

Machine Welding Variables (QW-360)

Direct / remote visual conrol

Actual Values Used

N/A N/A

Range Qualified
N/A I N/A

N/A

N/A N/A
N/A

N/A
N/A

I
.,., l

Lab test no.: PDI l-009

Organization: :\-lAkg llgdrivers Local 2520 J AT C

lll4l20l I Certified Welding Inspector
Date

wPQD(-C-WPW7.l-2
Form 2008 Rev. 0

N/A

I Fillet Welds: Qualified to make fillet welds of any size on all base material thicknesses and pipe diameters of any size. 
]

I ** Welds with backing include flllets and double-welded groove vvelds. 
I

i Notes: ( n4 ) The root pass, when removed to sound lveld metal in preparation for welding the second side. and the cover or wash pass may be I

iup or down.

. G_qided Bend Test (QW-160

; None None
None Nonc
None i None-_ i_

Visual examination results: Visual Exam satisfactorypet _QrylO?.+ ardQ]l!94
Radio graphic test results : 4S!Cp14!1C _P Jr aW-:!22 eq4a_W:l9l

Welding test conducted b-v: Alaska Piledrivers & Divers Local 2520 JATC
Mechanical/Rad iographic tests conducted by : Alaska Iq4_q!t{a! X-Ral,

. G_qided Bend Test (QW-160)

I Fisure Numbgr ald TJLe - I Result ] Fisure Numbel 34d ll

Cerlified Bl':
cEvii'r s. |tlilLgf,

frr{p.,t{5tff6

We certify that the statements in this record are correct and that the test coupons were prepared. welded" and tested in accordance with the

requirements of Section IX of the ASME code.

F3(F 1 -F2w/ba4ing) i E:llp.ItoIJIS

0_ t 82 IN/A
6G-45de 6G - 45 degree pipe

johnconway
Approved



Jan't4 I 'l U5:3Up AlasKa I ndustrial X-Ray 349-3875

PDl1{10P.O. No.

Date:
Report No.

Description:
Page:

p.4

C ustorner:
Address.

Alaska lndustrial X-ray lnc.
4047 Kingston Drive

Anchorage, Alaska 99504
907-3444061 Fax 349-3875

Piledriuers
825 E. Bfr Ave.
Anchorage, Alaska 99501

TECf|NTQUE pArA
ASME - Section lX 2010

Technician:
Technician: Joe Krivenko Level:

Levei:Filrn lnter,:

Custom Piledrivers

AIX lNC.- assurne s no responsibility for losses of any klnd

which are the result of declsions of iudgment or interpretatif,n

1t14t2011
Atx-c01

lVelder Qualification
1of 1

Acceplance Code/STD;

R.T. Procedure:

Source: lr-192
tu4aterial Thickness: .432"

Film Type: AGFA D.l No. l

6" XS

Focal Spoi Size: .145"
SFD: 7"
Si=",?Fili'
DV\A/

il
il

IDENTIFICATION

Peiera: on d€ lo Hqh-Low

SlElontdaC Sl& tdu]os

Welder tD 1 19

Peier Millar

QTAIE DWE XX SWV XX



it*o rc\ Piledrivers & Divers Local2520
i ,s} ip, 825 Lasl 8th Avenue

' , Y' \*,; Atrchorage- Alaska 99501

? ,g 90i-2'72-'t57i

lYelder/Weldins Operator Gertification Record

Welder Certifi cation Card
Be it known lhat E' I^

i:, rli 6

Welder's UBC No.



Piledrivers & Divers Local252A
825 East 8th Avenue

Anchorage" Alaska 9950 I

Welder or Welding Operator Performance Qualification (WPQ)

Welder's Name: Stewar!, ISCL Stamp: 3635-7602

Test WPS No.: B-IQjll Rev.: ._0 WPQ No.: Jpa-nrc,tll
Welding process(es) / type(s)used: .,SMAW / ManuCL44! i{4y / Manual

T1'pe ofjoint rvelded: Prpp l1qgIgtryqld Joint type(s) qualified: lrSqfq e4d JlllglW.9lds

Base metal(s) welded: Sa{0{.qryqg q to SA-106. Gryd_e P _

Date: 5l?3l20ll

Welder Variables (QW-350)

P- or S-Number to P- or S-Nunber
Base metal thickness (in.)
Pipe diameter (in.)

Backing **
AWS classification
Filler metal specification (SFA)

Filler metal F-No.
Filler metal product form
Consumable insert

Actual Values Used

P-No. I to P-No. 1

9432
6.625

SMAW / Manual

_ No backitlglped
E6010

- 5.1 5.1

4
N/A

N/A N/A

Range Qualified
P-1 rh]n P-15F.P-34 &P-4X

WPS Limits
2.875" nrinir.r.rum

SMAW / Manual SMAW / Manual SMAW / Manual
Backingused ]ryit "lyq[r, u".ti'e, lvliii u".tit'

E7018
1 :: 5-xx i 5.xr

3

NIA
e 1€ !:l2 q!444ulr_, F-No. I to F-No. 4

N/A N/A
N/A N/A

Deposir thickness (in.t l, 3 la-versl 0.093 fNiAl 0.339 fN/Al O.tAoO" marimum 0.6780" marintum

WetOlng position qC - 4! q9CI9C!tpq;OS:4! iggreedpe All Jqqtiqqs

Weld progression V_e4l!q! !gw4 ]_ Vertical up V_.tttqel4gylt_ (n4) . Vertical up (n4) .-

Backing gas N4\

Machine Welding Variables (QW-360) Actual Values Used Range Qualified

Direct/remotevisualcontrolN/AN/A]!1'A
Automatic voltage control ryA l N/A 

- 

N/A

Automatic joint tracking N/A-- N/A I N/A -Weldingposition NIA -- ! lL I N1A

Consumable insert ,M4 1-- N/A N/A I11
Backing ** l.J1A
Single / multiple pass per side ,-Nta l N/A -- N/A

Fillet Welds: Qualified to make fillet welds of any size on all base material thicknesses and pipe diamelers olanl size.

** Welds u'ith backing include fillets and double-welded groove rvelds. i

I Notes: ( n4 ) The root pass. rvhen removed to sound weld metal in preparation for welding the second side. and the cover or u'ash pass may be

,)up or dor,r n.

GuideLBendTestl(QW:16Q)

- - Fisure l{qrybq and Tfpe * Result Figqle Number and Tvpe - BefUlt - ---; 64oz-:fOzuqu*J Sqtii&qts* Q\Y:462.3(qLRss!!end L lqtic&!1srl l

-Qw-:46211b) 

Face bend , !atbfa!!9ry i QW-462.3(b) Bqot bend

QW-462.2 Side bend ', Satis&slerr QW-462.2-Sir!e bend

Visual exarnination results: Vlsuqlsplq iat!t&g,!otylqfQW-392.4 and QW-194 

-Volumetric test results: None

Welding test conducted by: Kevin-ft3ql9l'{!S _qW! q 
1 1l2i

Mechanical/Radiographic tests conducted by: Alaska Industrial X-Ra]' T.ah test no.: PDI l- 144

We cerlif.'that the statenents in this record are correct and that the test rvelds were prepared. rvelded. and tested in accordance with the

requirements of Section lX of the ASME Code.

Piledrivers & Divers Local 2520 JATC

Certified By: eer EXP. ffrr2013
Certifi ed Welding Inspector

Kevin I Hanley
cwt 01111251

20Il Fom0l0-FormatC



llv|,\ l \q'

Alaska Bndustrial X-ray !nc.
4047 Kingston Drive

Anchorage, Alaska 99504
907€94061 Fax 349_3875

-1!+Y-JO / C

PD11-144
Customer:
Adciress:

Piledrivers
825 E. 8th Ave.
,\nchorage, Alaska gg50'1

ASME - Section lX 2010Acceptance Code/STD:

R T. Prccedure:
Source. lr- 1 92
[\4aterial Thickness:
Fll,"n Type: AGFA D4

P.O No.
Date;
Report No.

Description:
Page:

Technician:
Technician:
Fitm llter,:

5t24t2011
Arx-001

Welder Oualification
1of 1

8'XS

Level:

Level:

Level:

Focal Soot Size:
"432" SFD:

145"

No. I Size:

DWV

_1"
4.5"x 10"

Customer: Piledrivers

AIX lNC.- assu,/nes no responsibiliiy for losses of any kind

whieh are the result ol decisions oi iudgment or intErpretation

ID.ENTIFIGATIff,I

rG.lqrl UEd@t

eU &eml Undecd

F'homol.rt Prn?rdtoD lu.: to High Ls

8 I-Bum rrrclitn

SL€leg L,nos

u-363s-7602
PDl1-144

Ryanfanley'

SWE DWE XX SWVXX



'l,t*l*fi'u,Y .'€3', H':o ,p

Pifedrivers & Divers Local2520
825 East 8th Avenue

Alchorage, Almka 9950 I

907-272_7 577

s'[\ fil1"
3 L\,s i

Welder Certifi cation Card
Be it known ihat

Doug Stewart
Has srccessirrlly qualified to perform within the


