Purchase Order No. FORM R-1 REPORT OF REPAIR

-------WQ,E%‘%"F_EF;QD_ in accordance with the provisions of the National Board Inspection Code
1. Work performed by Mechanical Technologies, Inc. 52
. (name of repair organization) {Form Registration No.)
701 Moriey Road, Green Bay, Wisconsin, 54303 1502356P
(address) o {Po Na.,Job No..etc.)
2.  Owner ST.PaperlLiC
{name} .
106 E CENTRAL AVE, Oconto Falls, Wisconsin, 54154
{address}) Y
3. Location of installation ST.Paper LLC
ooy
106 E CENTRAL AVE, Oconto Falis, Wisconsin, 54154
(aiiaa) e
4. Ttem identification Boiler Name of original manufacturer Hurst Boiler and Welding
{boiler, pressure vessel or piping) T
5. Identifying nos.: HYBS750-200-1 14245 B008B276 N/A 2008
‘[mfg. serial no.) {National Board No.} {Jurisdiction No.) (othes) ™ {year built}
6. NBIC Edition / Addenda: 2007 NIA
" (edition) o {addenda)
Original Code of Construction for Item: ~ ASME section 1 o 2007/
e T inamef section/ division)” T Cor {edifon/ addenda)
Construction Code Used for Repair Performed: e, PSME section 1 s Ly
B “(name/ seclion/ division) o “{edifion/ addenda)
. Repair Type: Welded [0 Graphite Pressure Equipment O FRP Pressure Equipment
. Description of work: [] Form R4 Supplemental Sheet is attached [] FFSA Form (INB-403) is attached
Replace 1 - 3" SA178 105 wall tube in the 3rd pass by mechanically expand and head tube ends into
tube sheat. Plug 2 - 3" tubes in the 2nd pass by installing plugs on each end and seal weld plug
to tube,
| _Hydrostic Pressure Test, if applied o tsopsi MAWP  20psi
9. Replacement Parts. Attached are Manufacturer’s Partial Data Reports or Form R-3s properly completed for the following iterns of this report:
N/A
{name of part, item number, dala report fype or Certificate of Compliance, mfg. pame, and identifying stamp)
10. Remarks: ** REPAIR OF ROUTINE NATURE--DOES NOT REQUIRE INSPECTION BY AUTHORIZED INSPECTOR **
CERTIFICATE OF COMPLIANCE
1, Thomas Arnoldi , certify that to the best of my knowledge and belief the statements in this
report are correct and that all material, construction, and workmanship on this Repair conforms to the National Board Inspection Code.
National Board "R" Certificate of Authorization No. 6276 expires on May 21, 2015 ,
Date 03/19/2015 , Mechanical Technologies, Inc. Signed m e
— e of rapal Grganizalion) S Al Fori B
CERTIFICATE OF INSPECTION
I, Mark F. VanCampenhout , holding a valid Commission issued by The National Board of Boiler and Pressure
Vessel Inspectors and certificate of competency, where required, issued by the Jurisdiction of wi, Mi and
employed by HSB Global Standards of Hartferd, CT have
inspected the work described in this report on April 1, 2015 and state that to the best of my knowledge and belief this work

complies with the applicable requirements of the National Board Inspection Code.
By signing this certificate, neither the undersigned nor my employer makes any warranty, expressed or implied, concerning the work
described in this report. Furthermore, neither the undersigned nor my employer shall be liable in any manner for any personal injury,
property damage or loss of any kind arising from or connected with this inspection.

Date April 1, 2015 Signed 5, 2 3 (UL Coog—BIA™ Commissions 13764, Wi1048636, MI300540

*{inspector) (National Board and Jurisdiction No.)

2242004 exe: v6.2.42 NB-66 R1-12



FORM P-2 MANUFACTURERS’ DATA REPORT FOR ALL TYPES OF BOILERS
EXCEPT WATERTUBE AND ELECTRIC

5P=TIP,
As Required by the Provisions of the ASME Code Rules, Section |

. actured bY Hurst Boijler and Welding Company Inc 21971 US HWY. 319 N., COOLIDGE, GA. 31738
(Narme and address of Manufacturer)

. Manufactured for  SPIRIT CONSTRUCTION SERVICES, INC.; 31 3] MARKET STREET; GREEN BAY, WI, 54304
{Name and address of purchaser)

' Location of installation ST PAPER - OCONTO FALLS TISSUE; 106 E. CENTRAL AVE,; OCONTO FALLS, WI, 54154
{Name and address)

. Type: HYBRID Boiler No. ___FIYBR9750-200-1 NA 0700142 14,245 YearBuilt _ 2008
{HRT, etc.}) {Mfr's, Serial No.} {CHN) {Drawing No.} {Nat'l. Board No.)

_ Thechemical and physical properties of all parts meet the requirements of material specifications ofthe ASM'.E BOILER AND PRESSURE VESSEL
CODE. The deslgn, construction, and workmanship conferm io Section 1 of the ASME Boller and Pressure Vessel Code 2007
Addenda to NONE , and Code Cases_ ~__NONE (year)

(Date) {Numbars}
anufacturer's Partial Data Reports properly identiffed and signed by Commissioned Inspectors are attached forthe following items ofthis report:
NONE
(Name of part, item number, mfr's nams and identifying stamp)
Shells or drums: 1 SA-516-70 3/4” 1207 268.25% NA NA
(na.} (mat'l. spec., gr.} [thickness (in.}] [dia- {ID)} (length, Inslde) [dia. (ID)] {length , Inside)
Joints: WELDED 100% WELDED 3
[long. (seamless, welded)] [efficiency {as compared to seamless)] [girth {seamless, welded)] {no. of shell courses)

Heads: SA-516-70 7/8” THE. FLAT NA

e (Material Specificaiion No.: Thickness - Flat, Dished, Ellipsoldal - Radius of Dish)

{ ssheet: SA-316-70 7/8” THK. Tube Holes: 3*

’ (Matf'l. Spec., Grade, Thlckness) (Dia)
i Tubes: No. (546} SA-178-A . STRAIGHT
. (Mat'l. Spec., Grade) (Straight or Bent}
Dia 3" Length _ 27212 Gauge 12
{if various, glve max & min) {or thickness)
|. Furnace No. NA Size NA Length, each section NA Total NA_
(0.D.orW x H}
Type NA
(Plain, Adamsaon, Ring Reinforced, Cornigated, Combined, or Stayed)
NA ~Geams: Type NA
{Mat'l. Spec., Grade, Thickness) (Seamless, Welded)
1. Staybolts: No. 32 Size 27 SA-675-70 : 100.54” SQ
. _- {Dia. Matl,, Spec., Grade, Size Telltale, Net Area)
Pitch 12,75 MAWP 200 psi. _

{Haor. and Vert.)
I. Stays or braces:

Material No. & Max. Fig. PFT-32 | Dist. Tubes |MAWF,

Location Spec. No. Type Size Pitch L1 to Shall psi.
(a) F.H. above tubes SA-675-70 DIAG (16)2" 12,75 13 46" 200
(b) R.H. above tubes SA-675-70 DIAG (16) 2" 12,75 13 46” 200
(c) F.H. below tubes NA
{d) R.H. below tubes NA
{e) Through stays NA
{f) Dome braces NA
. F=ar parts 1, MEMBRANE TUBES : 2. MEMBRANE HEADERS 3. MEMBRANEHEADERS
 {Brief Descripion - l.e. , Dome, Boller Piping, eic.)
o124 2-1/27 X 105 SA-178-A BENT BOJLER TUBES,12 GAUGE, 200 P81
2. (3)10" SCH 40, SA-1 06-B PIPES. T. & B. MEMBRANE HEADERS, - (2) 107 STD, WELD TEE'S, 8A234 GR WPR, 200 PSL
3. {3)10” 300#R.F BLIND FLGS.. SA-105 - (3) 107 300# R E., W.N, FLGS., SA:105 200 P51

Mial Rram~ CGrads Siva Matarial Thickness, MAWP) Platcom 01-02E01



FORM P-2 MANUFACTURERS' DATA REPORT FOR ALL TYPES OF BOILERS
EXCEPT WATERTUBE AND ELECTRIC

500 H.P.
s As Required by the Provisions of the ASME Code Rules, Section |

. actured bY Hyrst Boiler and Welding Company Inc 21971 US HWY. 319 N,, COOLIDGE, GA, 31738
{Name and addrass of Manufacturer)

. Manufactured for  SPIRIT CONSTRUCTION SERVICES, INC.; 3131 MARKET STREET; GREEN BAY, WI, 54304
(Name and address of purchaser)

. Location of installation ST PAPER - QCONTO FALLS TISSUE; 106 E CENTRAL AVE.: OCONTOQ FALLS, W1, 54154
{Name and address)

. Type: HYBRID Boiler No. _ HYR9750-200-1 NA 0700142 14,245 Year Built 2008
{HRT, etc.) {Mfr's. Serlal No.) (CRN} {Drawing Na.) {Naf'l. Board No.)

. Thechemical and physical properties ofall parts meet the requirements of material specifications of the ASME BOILER AND PRESSURE VESSEL
CODE. The design, construction, and workmanship conform 1o Section 1 of the ASME Boiler and Pressure Vessel Code 2007

Addenda to NONE . and Code Cases_ . _NONE ) (year}
{Nurmbers

Date) )
anufacturers Partial Data Repéﬁs properlyidentified and signed by Commissioned inspectors are attachedforthe following items ofthis report:

NONE
{Name of part, item number, mir's name and identifying stamp)
Shells or drums: 1 SA-516-70 3/4” 120" 268.25" NA NA
(no.) {mat'l. spec., gr.) [thickness (in.)] [dia. (ID}] (length, inslde) [dia. (D)} {length , inside)
Joints: WELDED 100% WELDED
[long. (seamless, welded)] [efficiency (as compared to seamless)] {ginh (seamless, welded)} {no. of shell courses)
Heads: SA-516-70 7/8" THK FLAT NA
{Material Specification No.: Thickness - Flat, Dished, Ellipsoidal - Radius of Dish)
- hesheet: SA-516-70 7/8” THK Tube Holes: "
L : {Mat'l. Spec., Grade, Thickriass) (Dla)
) Tubes: No. {546} SA-178-A . STRAIGHT
i _ {Maf'l. Spec., Grade} (Straight or Bent)
Dia 3 Length 272-1/2" Gauge 12
{if various, gfve max & min} {or thickness)
|, Furnace No, NA Size WA Length, each section NA Total NA
(0.D. or W x H})
Type NA
{Plain, Adamson, Ring Reinforced, Corrugated, Combined, or Stayed)
NA ~Seams: Type NA
(Mat'l. Spec., Grade, Thickness) {Seamless, Welded)
:. Staybolts: No. 32 Size i SA-675-70 : 100,54 SQ.
. _- {Dia. Mat'l, Spec., Grade, Size Telltale, Net Area)
Pitch 12.75" MAWP 200 psl.

(Hor. and Vert.)
I, Stays or braces:

Material No. & Max. Fig. PFT-32 | Dist. Tubes [MAWF,
Location Spec. No. Type Size Pitch Ly to Shell psi.

{a) F.H. above tubes SA-675-70 DIAG, (e 2” 12.75” 13 46" 200

{b) R.H. above tubes SA-675-70 DIAG. (i6) 2" 12.75" 13 467 200

(¢) F.H. below tubes NA

(d) R.H. below tubes NA

(e) Through stays NA

(f) Dome braces NA
*ar parts 1. MEMBRANE TUBES i 2. MEMBRANE HEADERS - 3. MEMBRANE HEADERS

~ {Brief Description - i.e. , Dome, Boiler Piping, &tc.)

o124 2-1/27 X 105", $A-178-A BENT BOJLER TUBES, 12 GAUGE, 200PS.L
2. (107 SCH 40, SA-106-13 PIPES, T. & B. MEMBRANE HEADERS, - (2) 10" STD. WELD TEE’S, SA234 GR WPB, 200P.S.L
3. (3) 10” 3004 R.F., BLIND FLGS.. SA-105 - (31 107 3004 R.F,, W.N, FLGS,, SA-105 200P.8.L

{Mat|. Spec., Grade, Slze, Material Thicknsss, MAWP} Platcom 01-02E01
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Procedure Qualification Record No.: 311-SM-O-E60/70 PQR

Supporting WPS No.(s) 311-SM-O-EG0Q/70

%@——-&
Pags 1 of :

4/10/98

Welding Processes Shislded Metal Arc Weldin_g {SMAW)

Type (M_anuai, Auitomatic, Semi-auto) Manual

Joints (QW-402)

Actuai Deposit Thickness of
Each Filier & Process usad
Must Be Recorded;

Process Thickness
{F-No. 3) 0.125°
(F-No. 4) 0.250°

-

0.093" — [ 0.093"

i
i 0.375"
R

Base lMetals (QW-403)

Post Weld Heat Treatment (QW-407)

Material: SA 106 to SA 106 Temperature - None patrformed
Type or Grade GR B o GRB Time '
P-No. 1 Group-No.ﬁ__ﬁ to P-MNo. 1 Group-No. ___ 1 Cther
Thickness of Test Coupon 0.375° (machined) Gas (QW-408) Gag(es) Mixture Flow Rate -
Diameter of Test Coupon 2 NPS Shielding N/A CFH
Dther_‘ Backing N/A CFH
Filler Metals {QW-404) Trailing N/A _ _ CFH
SFA Spec. SMAW, 5.1 Electrical Ch?g?\lc:-ear)istics (Q(‘;l!:ljg.gi)
AWS Class E6010 & E7018___ Cument  Direct (DC) Direct (DC)
Filler Metal F-No. E6010, F-No.3 ~ E7018, F-No.4 | pgparity  Reverse Reverse
Weld Metal Analysis A-No.: 1 Amps 75 a7 - 105
Size(cili:loﬂe;)l\ﬂetal (F-No. 4) Volts  notrecorded - not recorded
‘ i Tungsten Electrode Type & Size  N/A
178 3327 Orifice Size .
Position (AW-405) Technigue (QW-410)
Travel Speed - IPM String/Weave

Position of Groove - 63

Weald Progression ¢uphill, downhity Uphill (F-No. 3) not recorded String
Other (F-No. 4) not recorded Siring
“reheat (QW-406)
. Preheat Temperature B5°F  (ambien) Single or Muitipass (per side) Multipass

Intetpass Temperature Not recorded

Single or Multiple Electrodes Single

Other

Other




CERTIFIED MILL TEST REPORT

TEKtube MTR No: 201516354
M.H__mmommcc,j mwm,ﬂmou.\ﬁ 07 MTR Date: 1182013
Salas Order No: 26131634
wwammn 918 H4G-4561 Customer PO No: CBOT62
TUBE: ‘Tube 3.00 OD.x 108 MW
CUSTOMER

Chicago Tube & lron

ASME SA-178-A4 ERW 2010 EDITION, 2011 ADDENDA......
'ALUMINUM KILLED STEEL

HEAT NO. C. Mn. P. 5. Si. Al. Cu. HRB. Yield Tensile Elong.
e TAI3E8L .
235932 6.07¢ 0.47 6.007 0.001 0.030 0.040 130 58 /59
236545 3R 1389 0.G70 0.47 0.006 0.001 0.030 0.030 .140 59 /60

Du6546 T A/Z23,TAIBS] 0070 048 0007 0.00%
T A4 TA386

0.030 0.030 .140 58 { 5B

JA 4o

W

TESTING ELANGE, ELATTENING, FLARE, REVERSE FLATTENING, U.T, TEST ON WELD AREA

PER E273 AND ASWE, 100% FULL PERIPHERY (ENCIRCLING COIL) EDDY CURRENT TEST
IN ACCORDANCE WITH ASME SA-450 AND SE-309, 2010 EDITION, 2011 ADDENDA
USING D.024" DIAMETER DRILLED HOLE (-.000 7 + .002) ARE SATISFACTORY,

COMMENTS: TAG INFO: JA1323; JA1351; JA1379; JA1386; JA1400; JA1304 4

2N

|

We cerify that gach ol has been manufzclured, sampled, tested,

P Y
| _
. | \@ L 4/2013
and inspecled in accordance with above speclfications and meats all ; Signature; _ /-~ 47 7 [ \§ Deta: /) \ 4/
i

aof the specification requirements, Tubes manufactured in USA.




MECHANICAL TECHNOLOGIES, INC. MATERIAL RECEIVING INSPECTION REPORT
701 Moerley Road

Green Bay, Wl 54303
ree y Date Received: 4-24-14

Project: Stock Purchase Order No: 49248

Vendor fSuppler Ojﬂnmmowwm\mﬁv Carrier; Chicago Tube & lron
Quaiity Contral Manager Approval: . \\

x HEAT, LOT OR|THICKNESS A- ACCEPT ! R-REJECT
(TEM JQUAN. DESCRETION SERIAL NO. MEASUREMENTS | 1 2 .3 4 1 5 |QC RELEASE
1 2512" 0D X 12 GA X 26' SA178A Welded Tubes 1134482, 26' A A A A
2 35|2 1/2" 0D X 108 SA178A Welded Tubes 58875D 20' A A A A
3 25|13 0D X105 WALL SA178A Welded Tubes 236546.. 25 A A A A
INSPECTIONS
A The renuires cocumertayion has been recoived. Tho markings and identficalion an the A Malatials have beans physloelly nspectad 1o deteomion the sisenca of manutaciuring
pisducts agiee wilt the 0antification deacdbed on tha cozumentatlon, For alate, gipa and defiets {sueh as laminatlon). Dimensional Inspeciions Aav beea mace and thicknesses,
Gar, venlivg markiays ars recomded uader *CESTRIPTION" above. dlarnsters and cther aliical dimensions gra scceglunla {thisknesy feadings have Gean
recorded akove),
.2 Froducts repekved agrep with e dencrdpiion on ihe Purchase Order, lems are property
mzrket 2t in gogd ganciica (no chipping dainage). & Forired hoads have bogn chached or dish ond knucda radii, Il appicatle, UCS.789{d)
eritesdn Bat haan mnl and ooatad Animum hickrasz afler zending noz bonn repodod.
WG of Cs (57 mill inackings} and MTRS hava ueon reviewed - cheractenslics raquired to-ba 1 2y of the ngv2 alinbules are ool applicabie, antar *MiA",
repofted by 1 suecificaliun and Purchase Order howa hean reportod,
¥ Beoe fRvisged ng e rospncive ASME nwladnl o fizstionls) ond Seal
agyuts ara aczestabile {sian and date MTR).
HOHE DATED Deram
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MTi

701 Morley Road
Green Bay, WI 54303

REFERENCE ASME GENERAL WELDING PROCEDURE

. 31/10C-8M-C PQR
Supporting PQR No.(s)

Welding Procedure Specification - ASME Sect. 1X - QW-201.1

WPS No.31/10C-SM-0 Page 1 of 2

Title: Shielded Metal Arc Welding P-No. 1 to
P-No. 10C Materials in Compliance With ASME

Wealding Processes Shielded Metal Arc Welding

Type Manual B31.1, B31.3, ASME Section | and Vili, Div. 1

Approved %

_—\pate J/zl -7/ &

Joints (QWE402)

See Engineering Drawings for additiénal Joint Designs
Joint Design; “V” Groova, Fillet and Socket Welds.

Quatitied without backing, backing with Same "P-No.”

material is oplional.

70° Mini?

Roct Spacing: *V" Groove, open butt, 1/16™ lo 3/16"

Root Spacing: “V” Groove, with backing, 1/87 to 1/4°

Maximum Mismatch: 1/16” (Groove joints)

375“+25°

0" - 1/16"

Max1mum /////’//‘}//

//////\

Approx. 11167

1

BACKING OPTJONAL

before welding

0. 750 Max. SOCKET WELD FITTING

Base Metals (QW-403)

P-No. 1 Group No.

1&2 to P-No. 10C Group No. 1

Thickness Range
Base Material;
Groove 0.0625" to 0.750" Maximum

Fitlet Unlimited

Deposited Weld metal
Groove F-No. 3, 0.186" Maximum

Fillet 0.500 Maximum Throat Thickness

Groove F-No. 4, 0.564" Maximum

Fillet 0.500 Maximum Throat Thickness

Groove - --»-

Pipe Diameter Range Uniimited

Fillet Uniimited

Eiller Metals {QW-404)
SFA Spec. 5,5

Filler Matal F-No. 3 {EB010-P1) and 4 (EBD18-C3)

AWS Class EB010-P1* and/or ES018-C3™*

E8010-P1 A-No.: N/A

* E8010-G may be substituted for ES010-P1.

ES018-C3 A-No: 10

* EB018-C1 may be substituted for EB018-C3.

Size of Filler Metals

See Table on page 2 of 2

Position (QW-405)
Position of Groove  Aji

Preheat (QW-406) See page 2 of 2 for additional notes

Weld Progression (uphill, downhill) Uphill

Other

Material Minimum Maximum Interpass
Thickness Temperature (°F) Temperaturs (°F)
=0.5007 50°F* 650 ° F
>0.500" ** 175° F 650°F

Post Weld Heat Treatment (QW-107)
Temperature  None

Preheat Maintenance
Continuous to completion of the weld.

Time

* Preheat of 175° F required for NBIG repair welds.

QOthar

** Preheat required for all base materials over 1/2".




'PS

MTi

701 Morley Road
Green Bay, Wl 54303

WPS MNo.: 31/10C-8M-0 Page 2 of 2
Gas (QW-408) Gas(es) Mixture Flow Rate
Shielding N/A
Backing N/A
Tralling N/A
Electrical Characteristics (QW-405)
Tungsten Electrode Size and Type N/A
Mode of Transfer for GMAW N/A Wira Speed Feed Range N/A
Weld Layer Welding Filler Metal * Type Current Range Recommendead
No. P i - Travet 5 -
° rocess Class Diameter Polarity Amp Range | Volt Range ravet Speed - [PM
21-26 17 Minimum

Open butt root™ | SMAW |E8010-P1  [0.093" |DC-Reverse 45 - 90

E8010-P1 0.125" |DC-Reverse | 70-125 23-28 1.58" Minimum

Fill SMAW |E8018-C3 0.083" DC-Reverse 70-110 21-25 17 Minimum
E8018-C3 |0.125" DC-Reverse | 100 - 150 21-26 2" Minimum
EB018-C3 }0.156” DC-Reverse | 130~ 180 21-27 2.5 Minimum

* Alternate filler metal of same F-MNo may be used with above parameters. ** EB010-P1 may be omitted if backing is used,

i Technique (QW-410)
Cleaning Prior to Welding - File or machine all scale / oxide to provide a clean bright surface for a min. of one inch

from the anticipated toe of the weld. Complete cieaning with an approved solvent to assure complete removal of all
harmful contaminates from both sides of the base metal. Precautions must be taken to prevent subsequent
lcontamination of material surfaces. Incomplete cleaning can contribute to weld discontinuities.

Interpass Cleaning - Chip, file, grind or brush as required to remove all slag and discontinuities from the weld surface
which would be detrimental to the satisfactory completion of the weld.

LArc Strikes - Arc Strikes outside of the area to be welded shall be avoided. Inadverient arc strikes on the unwelded

surfaces shall be repaired by blending to clean metal by mechanical means taking care to maintain thickness req'd.
Method of Backgouging;

Crifice size N/A
Singfe or Multipass (per side) Muliipass Required for joints welded two sides;
. ) - backgouge to sound metal by thermal
Single or Multiple Electrodes Single -
or mechanical means and clean of ail
Siring/Weave Root String, Remainder either stringer or weave. fareign material prior to welding the

second side.

Deposit Thickness No pass shall exceed 0.250" in thickness
Peening None permitted

Contact Tube to Work Distance N/A

1) E8010-P1 electrodes are limited to root passes when welding open butt joints.

2) Filler metals may vary in size, and sequence used, to provide for physical configurations encountered.
3} Preheat should be monitored by pyrometer, temperature indicating crayons or other approved means.
4y Fillet welds to pressure paris require minimum of 175° F. preheat when thickness of the pressure part

NOTES;

exceeds 3/4".




Joint Welder Testing Program
Welder Qualification Test Record

Welder's Name: Paul W Anderson SSN or UA card number: 398862668 Stamp No: Pt
Welder's Home Local: Test Location; _ UAlLocal 434 Training  City: Camp Douglas State:

UA Test Assembly 1D No: 02PWAZ668

Testing Conditions and Ranges Qualified

ldentification of WPS followed during welding of test coupon: UA-2, NCPWE (WPS 1-12-1)
Specification of Test Coupon Base Metal: __A/SA-106 Grade B or A/SA-53 Grade B Thickness(in.).__0.280
Welding Variables Actual Values Range Qualified
Welding Process(es) used: SMAW . SMAW
Type of welding (manual, semi-autornatic): Manual Manuza]
ase Metal P or S-Number__ 1 to P or S-number 1 1 threugh 11
Plate [XI  Pipe (enter diameter if pipe or tube): __ NPS 6, Sch 40 (0.280%) 2-7/8 in. OD and over
Backing {metal, weld metal, backwelded, etc): None / Weld metal F-3 Opt., F~-1, 2. 4 Reg'd
Fitier Metal {SFA) Specification(s) (info. only): 5.1
Filler Metal or Electrode Classification(s) (info. only): £6010/E7018
Filler Metal or Electrode F-Number: 3/4 ' 1_throuah 4
Solid, Metal Cored or Flux Cored wire for GTAW: N/A N/A
Consumable Insert for GTAW or PAW: N/A N/A
Deposit Thickness for each process and variation (in.): 0.093/0.187 F-4, 0.374/F-1/3, 0.560max
Position (2G, 6G, 3F, &tc.): BG All
Progression (uphill, downhill): Uphill Liphill
Fuel Gas for OFW, Backing Gas for GTAW, PAW, GMAW. N/A N/A
GMAW Transfer Mode (short circuiting, spray, stc.): N/A NIA
GTAW Current Type/Polarity (AC, DCEP, DCEN): N/A NiA

* Indicates that at least 3 layers of weld metal were deposited

Testing and Resulis

Visual Examination of Completed Weld: Acceptable Date of Test: June 8 2011
Bend Test ] Transverse Root and Face (QW-462.3(a)) [] side @w-462.2)

Type Resuit Type Result Type Resuit
Radiographic Examination Results: Acceptable Lab Test No.:
Film or Specimens Evaluated By: A2t Title: _#7 7ech  Company_ 4 E ]
Contractor/Fabricator's Supervisor? : % Title: Company._‘Tweet (zaref

We certify that the statements in this record are comrect and that the test coupons were prepared, welded and fested in
accordance with the requiremenis of Section EX of the ASME Code.

Mational Certified Pipe United Association :

Vifelding Bureau 5 Authorized Testing Mike Ratlie/Twast Garot

Chapter Number: —— . Representative Contractor/Fabricator Zme

Secretary: Name: Ken Thompson Signature: =/d> _
June 8 2011 June 8 2011 June 8 2011

Date: Date: Date:

2005 —Rev. 3 UA/NCPWE Form QW-484 {56.280F3F4) JFPQT— D2




Mechanical Technologies, Inc. [Ticsko. INITIATED BY DATE
Z pLANNER); Tom Arnoldi 3/15/2015
701 Morley Road [5023€6P ‘ )
NAME OF A NOTIFIED / RELEASE | DATE TIME oAM gy
Green Bay, WI 54303 Mark Vancampenhout 310/2015 o PM
WELD PLAN PRIORITY | SCHEDULE DATE | QCAPPROVED RELEASE DATE
WELD PROCESS TRAVELER
EQUIPMENT DESCRIFTION COMPONENT 1.D. MANUFACTURER YEAR BUIELT
Boiler Hurst Boiler 2008
" MANUFACTURER'S SERIAL NUMBER l’ NATIONAL BOARD NUMBER
| HYB9750-200-1 )
MAWP MDOMT (IF APFLICABLE)
200 PSIAT °E °F at psi
EXCAVATION AND / OR WELD JOINT DETAILS DESCRIPTION OF REPAIR ' .
Remove & replace 1 - 3" tube in the 3rd
o0 co ¢ pass. Plug - 2 - 3" tubes in the 2nd pass and
o e 7 4i .
4 G oX w sealweld plug in place
IDENTIFICATION OF MATERIAL TO BE WELDED
KEY SPECIFIGATION | GRADE/TYPE| P-NO. THICKNESS
e YT — T
cv o 20, = $4 30 !
o [ L i) A
PR ¢ iy
o O 0T g o o? & WELD NO WELD/ REPAIR LOCATIONS {E.G. TUBE BANK & NUMBER
o :
[ ¢ fy n
R G a & 2 WELD #1 -4 Sealweld -4 -3 falnpprprl plugs
4 o @
¢ v T
¢! t -
o j Uoop
0 e v WELD
\] ]
b P ¢
WPS NC. PROCESS FILLLER METAL PREHEAT °F WELD#
311-SM-0-EB0/70 CLASSIFICATION
SMAW INTERPASS g
REPAIR WELDING AND INSPECTION OPERATIONS Weld #1- 4 Weld # | Weld #
Chock appleablainstruclions, use “N/A® if pot applicable
ac Al ac Al Qc Al
[ Gemermmsavanon & visuawsp. 1§ i B B
PRE-WELD INSPECTION D eT D RT
D 0OF SURFACE CONDITION D MT D uT

D FIT-UP AND ALIGNMENT CHECK

i ol
m

|

] wisuac msk.
LI/ Orey
O we [Jur:

;:i ROOT INSPECTION

INTERPASS
INSPECTIONS

N

E FINAL WELD VISUAL

Vo

3-is-H

L o o O

Lo L

FINAL WELD
O EXAMNATION E :rTr g m
WELDERS IDENTIFICATION NUMBER PWA
OTHER
7 IT"'?{ .

@ — a
REPAIR COMPLETE AND GHECKED BY / DATE
g kv o

AUTHORIZED INSPECTOR M/W [,.l (- Ig/
L)

COMFLETED REPAIR PLANS ARE TO BE REVIEWED BY THE DUALITY CONTROL MANAGER WITH THE AUTHORIZED INSPECTOR DURING
HIS REGULARY SCHEMLILED VISITS TO THE PLANT. ORIGINAL REFAIR PLAN TO BE MAINTAINED 1N THE EQUIFMENT FILE.

FORM DATER 04/16/03




Mechanical Technologies, Inc. REPORT OF PRESSURE TEST

701 Morley Road B i, Y-t~
Green Bay, Wl 54303 Jos numeer 1502356P
PRIORITY PREPARED BY / DATE
/2015
COMPONENT 1.D. AND DESCRIPTION: wawe: 200 _msb@ .

TESTBOUNDARY: BOiler

D Refer To Drawing No.

TYPE OF TEST {and test parameters).

[x] wvorostatc @ |testmEDUM: TEMPERATURE (* F): [] ameent
STATIC HEAD ALLOWANCE: psi
| ] eneumamic &  |soaP SOLUTION: STATIC HEAD INSIGNIEICANT
TEST PRESSURE: psig . EXAMINATION PRESSURE: psig
| Asme secTion 1 | | Asme secrion vi, oivision 1 | | asmesata | | omer

SPECIAL INSTRUCTIONS { SPEGIFICATIONS:

PRETEST CHECKLIST:

1. Modifications complete, including the isolation or remaval of devices that will not withstand test pressure.

2. Pressure test gauge Installed and visible to operator.  RANGE! 0 -5000 psig

SERIAL NO: 7679001001  cauBraTiONDUE: 9/24/2015

3. Temperature Instrument installed: SERIAL NO: CALIBRATION DUE;

4. Pressure relieffreguiating device installed:  SETTING: psig

5. Drains and vents insizlled and used during filling operation.
6. All houndary valves checked and closed (check valves installed in correct direction)
7. All through valces checked and open.

8. Test item thoroughly checked - no visible defects or damags.

N/A

N/A
N/A

NIA

N/A

N/A

N/A

O oodiy UL

TEST CONDUCT:
TEST DATE: 3/11/2015 TESTPRESSURE AT GAUGE: 188 psi  TEST PRESSUE F
HOLDING TIME: 10 min. PRESSURE AT GAUGE DURING EXAMINATION: __18E psig

TEST RESULTS (REMARKS)

ITEM/SYSTEM RESTORED TCQ OPERATING CONDITION/CONFIGURATION - VERIFIED BY:

DATE:
CONDUCTED BY: QUALITY CONTROL APPROVEL:
AUTHORIZED INSPECTOR ACCEPTANCE:
WITNESSED: TITLE: COMPANY:

WITNESSED: TITLE: COMPANY:

FORM DATED 04/16/03



MECHANICAL TECHNOLOGIES, INC.

701 Morley Road
Green Bay, W1 54303

WELDER PERFORMANGE .
CONTINUITY RECORD QNO,\ /

AL e Yef-(5

M<___mu_.wm_”>mmwmw>§m PROCESS JAN APR MAY JUN SEP OCT NOV
P \ﬁ\r\o\,v@ FI6E oM os {5dio SH 7 (o763 FUSS
: (4 I 5 \%Q i o 27 e s.wmﬁ M« - - .
Lo CE 1w SIGC A T3 MEN72 bre 78 109071
_mf o A\ AW m»t\_!%q “ ST O L) G / 3

When updating this recerd, the job number and daie are entered
welding is perfermed for the six {6) months,

in the box for the manth weld

Ing was performed, The welder's gualifications s

FORM DATED 0411615



