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Date: 06/06/2026

To,

The Executive Director/ Director

Research Design & Standard Organization (RDSO)
B& S, Engineering

Lucknow.

ubject: Welder Qualification nd Trainin rtificate

Dear Sir,

In the reference to the above noted work, we have offered for following welders for doing the
welding. All Welders are as under provision of IS: 817 (Code of practice for training and testing of
metal arc welders and IS: 7310 (Pt-1) approval tests for welders working to approved welding
procedures- fusion welding of steel).

Sr. Name of Welders Process Fillet Size WPSS No. and WPQR NO.

No. (mm)
1 ] Bishnu Charan Swain | SAw 12mm WPS/UGLJSAW/OM/PQR{UGL/SAW/OOT
2 ] Biranjan Bihari SAW 10MM WPS{UGL/SAW/OOZ/PQRJUGL/SAW/OM
3 | Bhismaya Parida SAW 16MM WPS/UGL/SAW/003/PQR/UGL/SAW/003
4 ] Raj Kishore Behera SAW 18mm WPS/UGL/SAW/W/PQR/UGUSAW/OM
5 ] Sd. Enam Ali SAW 14mm WPS/UGL/SAW/OOS/PQR/UGL/SAW/OOS

Thanking You

Authorized Signatory
For Utkal Galvanizers Ltd
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PROCEDURE QUALIFICATION RECORDS (PQR)

PQR No. PQR/UGL/SAW/001

Company Name: UTKAL GALVANIZERS LTD.

Revision: Ro Date: 08.02.2026

Authorized by: TUVIPL

Welding Process(es) SAW Type—ManualO Semi-AutomaticHl
Machined Automatic O
Reference WPS NO.:
WPS/UGL/SAW/001
POSITION
Position of Groove: N/A Fillet: 1F

JOINT DESIGN USED
Type: Fillet

Single Double WeldO

Backing: YesO NoH

Vertical Progression: UpO  Down (J

ELECTRICAL CHARACTERISTICS

Backing Material: == .
Root Opening: N/A Root Face Dimension: N/A gzgﬁ: OSd:re:ySr Jc\U‘.’\(;}urrent' Aghgg;;lg:gtmg
Groove Angle: N/A Radius (J—U) = N/A '
Back Gouging: Yes( Nod  Method: N/A DO‘CEN O Puised O
er

Tungsten Electrode (GTAW)
BASE METALS ?ue E@AT—
Material Spec._IRS 350 CR to IRS 350 CR ype A
Type or Grade: E350
Thickness: Groove: N/A Fillet:_ 20MM
Diameter (Pipe)_: N/A

TECHNIQUE

Stringer or Weave Bead: Stringer
FILLER METALS Mult-pass or Single Pass (per side) _Multipass
AWS Specification AWS AS5.9 Number of Electrodes_1 Electrode
AWS Classification_ ER 309L Longitudinal Yes

Lateral: N/A )
Angle . N/A
SHIELDING Contact Tube to Work Distance . 1-1/4" _
Fiux: & Gas_N/A Peening : NA -
Composition__N/A Interpass Cleaning:_Slag Removed
Electrode-Flux (Class) Flow Rate_: N/A
SFAS59 Gas Cup Size_ N/A

POSTWELD HEAT TREATMENT - N A
PREHEAT Temp._: N/A
Preheat Temp., Min. N/A
Interpass Temp., Min. _N/A Max. N /A Time . N/A




AWS D1 6/D16M 2017
WELDING PROCEDURE
’/—’—4-_|
Piss or 1 Filler Metals Current Si ravecll(
Weld Type & | Ampsor Wire ) |
Layer(s) | Process| Class | Diam. Polarity | Feed Speed Volts Joint Details
: SAW 30475 [29.1-295| 410
fi @3.15 DCEP
27d | SAW | SS9 476507 |29.2-29.5| 450
ER
309L
34 [SAW 471-491 19.4-29.6 | 500
_




AWS D1 6/016M 2017

WELDER OR WELDING OPERATOR QUALIFICATION TEST RECORD

Type of Welder SAW Operator (Welding)

Name Bishnu Charan Swain

Welding Procedure Spectication No~ WPSTUGL/SAWIOT

Rev Ro

Record Actual Values
Used in Qualification

identification No \W-05
Date’ 08022026

Qualification Range

Variables SAW/Semi Auto
Process/Type
Electrode (single or multiple) T
Current/Polarity Single
DCEP

Position i E’:P

Weld Progression & — :

Without Backin

Backing (YES or NO) . T .c.conomm.
Material/Spec. IRS 350 CR IRS 350 CR
Base Metal TO IRS 350 CR ToIRS 350CR

Thickness (Plate)

Groove 20 N/A _
m:;:“ﬂ —— 12 mm Fillet only Fillet (Unlimited)
ness: (Fi —_— 1 ya________

Groove N/A N/A
Fillet N/A NA
Diameter: (Pipe) Ry ol o N
Gr N/A NA )
ki AWSASOER309L | AWSASOER309L
Spec. No. ]
Clas 6 6
n;'wﬁé AWSAS59 AWSAS9 B
Other SFA59 SFA 5,9__ _
VISUAL INSPECTION
Acceptable YES or NO - Satisfactory
Guided Bend Test Results N/A
Type Result Type Resuilt
Fillet Test Results
Appearance : Satisfactory Fillet Size: 12 mm
Fracture Test Root Penetration:NA Macroetch : Satisfactory
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Test Number —
Organization Date
RADIOGRAPHIC TEST RESULTS
Fim Iﬁu'mm"mrm Results Remarks | Flim mr;tr:ﬁ::lt!on Results Remarks
|
Inspected by K\G«Fa_&')” ‘(‘UMN TestNumber (/4 L-7C 76885 24 869X 34344
Organization 1Y, Nesda Date /o <02 2824

We. the undersigned, certify that the statements in this
welded, and tested in accordance with the requirements o

Slainless Steel

Manufaclurer or Contrastor, Utkal Galvanizers Ltd

Authorized By

Date: 10.02.2026

record are correct and that the test welds were prepared,
f Clause 6 of AWS D16, (2017) Structural Welding Code




AWS D16/D16M 2017
ANNEX H

Procedure qualification Record (PQR) Test Results

- ; TENSILE TEST W—
Sp&;lmen Width | Thickness A Uttimate tensile Ultimate unit | Character of failurs
> o load, Ibs [N] | stress. psi [MPa] and locstion
N/A N/A N/A NIA NIA N/A N/A
N/A N/A N/A N/A N/A N/A A
N/A N/A N/A N/A N/A N/A N/A
N/A N/A NIA N/A N/A N/A N/A
GUIDED BEND TEST
Specimen | Type of bend Result Remarks
N/A N/A N/A N/A
N/A N/A N/A N/A
N/A N/A N/A N/A
N/A N/A N/A N/A
VISUAL INSPECTION
Radiographic-ultrasonic examination
Appearance: Satisfactory RT report no.:N/A Result: N/A
Undercut : __ Satisfactory UT report no.: N/A Result: N/A
Piping porosity;_Satisfactory FILLET WELD TEST RESULTS
Convexity: Satisfactory Minimum size multiple pass Macroetch
Test date :_08.02.2026 1. Satisfactory 3. Satisfactory
Witnessed by: Mr. Satyam Mahapatra TUVIPL 2. Satisfactory
All-weld-metal tension test
) Tensile strength, psi [MPa] : N/A
gm Tests: Inspection of weld — Visual, DP Test & Weld Yield point/strength, psi [MPa]: N/A
e Elongation in 2 in [50 mm], % : N/A
Laboratory test no.
Welder's name: Bishnu Charan Swain Clock no. Stamp no- W-5
Welder’s qualification as per IS 7310 Pt 1 and IS 817.
Tests conducted by: ICR Industrial research & consultancy pvi itd.
Laboratory

Test number ; IRC/M/3127/2025-2026

that the statements in this record are correct and that the test welds were prepared, welded,
with the requirements of Clause 6 of AWS D1.6, ( 2017 ) Structural Weiding Code
(year)

sign___ N\ouen | vl
oL ~°

We, the undersigned, certify
and tested in accordance
Stainless Sleel.

wEca/ Date: 10022026
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PROCEDURE QUALIFICATION RECORDS (PQR)

PQR No. PQR/UGL/ISAW/002

Company Name: UTKAL GALVANIZERS LTD.

Revision: Ro Date: 08.02.2026

Authorized by: TUVIPL

S0 9001 2215 Certificate No-34270-A01

Welding Process(es) S AW Type—ManualO Semi-Automatickl
Reference WPS NO.: atneL] Adtomatic 0
WPS/UGL/SAW/002
JOINT QESIGN USED POSITION
T_ype: Fillet Position of Groove: N/A Fillet: 1F
Single Double WeldO Vertical Progression: UpCd Down O
Backing: YesO NoM
. i ﬁ
Backing Material: ELECTRICAL CHARACTERISTICS
Root Opening: N/A Root Face Dimension: N/A ——
Groove Angle: N/A Radius (J—U) - E Transfer Mode (SAW) Short-Circuiting
Back GOUgiﬂgi Yes[] NoH Method: N/A Globular & Spray OCurrent: AC ODCEP ]
DCEN O Pulsed O
BASE METALS Other
Material Spec._IRS 350 CR to IRS 350 CR Tungsten El!_!ctrode (GTAW)
Type or Grade: E350 Size:NJA _ Type:
Thickness: Groove: N/A Fillet_20MM N/A o
Diameter (Pipe)_: N/A -
TECHNIQUE

FILLER METALS
AWS Specification AWS A5.9

Stringer or Weave Bead:_Stringer
Multi-pass or Single Pass (per side) :_Multipass

AWS Classification_ER 309L Number of Electrodes_1 Electrode
Longitudinal Yes
Lateral: N/A

SHIELDING Angle : N/A

Fiux: & Gas; N/A

Composition_: N/A Contact Tube to Work Distance : 1-1/4"
Electrode-Flux (Class) Flow Rate : N/A - Peening : NA
SFA 5.9 Gas Cup Size_: N/A Interpass Cleaning:_Slag Removed

PREHEAT POSTWELD HEAT TREATMENT - N A

Preheat Temp., Min. N/A Temp._: N/A

Interpass Temp., Min. _N/A Max. N/ A Time_: N/A




AWS D1.6/D16M 2017

WELDING PROCEDURE
" _———————__“]
P.ss or Filler Metals Current ravel
Weld Type & | Amps or Wire S'::!“".(
Layerts) | Process| Class | Diam. | Polarty | FeedSpeed | vots mm/min)l - joint Details
: SAW 250475 29.1-29.5] 410
SF @3.15
y A K DCEP
2 SAW S.9 476-507 [29.2-29.5| 450
ER
309L
3d AW 471-491 [29.4-29.6 | 500




AWS D16/D1.6M:2017 ANNEX H

Procedure qualification Record (PQR) Test Results

TENSILE TEST e
Specimen - - i i ter of failure
3 Ultimate tensile Ultimate unit Character of
No. Width Thickness Area load, Ibs [N] stress, psi [MPa] and location
N/A N/A N/A NIA N/A N/A N/A
N/A N/A N/A NIA N/A N/A WA
N/A N/A N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A N/A
GUIDED BEND TEST
Spegg“’" Type of bend Result Remarks
N/A N/A N/A N/A
N/A N/A N/A N/A
N/A N/A N/A N/A
N/A N/A N/A N/A
VISUAL INSPECTION
Radiographic-ultrasonic - examination
Appearance: Satisfactory RT report no.:N/A Result: N/A
Undercut : __ Satisfactory UT report no.: N/A Result: N/A
Piping porosity:_Satisfactory FILLET WELD TEST RESULTS
Convexity:_Satisfactory Minimum size multiple pass Macroetch
Test date ;_08.02.2026 1. Satisfactory 3. Satisfactory
Witnessed by: Mr. Satyam Mahapatra TUVIPL 2. Satisfactory
All-weld-metal tension test
_ Tensile strength, psi [MPa] : N/A
O_Ehe! Tests: Inspection of weld — Visual, DP Test & Weld Yield point/strength, psi [MPa]: N/A
Size Elongation in 2 in [50 mm], % : N/A_
Laboratory test no.
Welder's name; Biranjan Bihari Clock no. Stamp no- W-5
Welder's qualification as per IS 7310 Pt 1 and IS 817.
Tests conducted by: ICR In ial [ itan ;
Laboratory

Test number : IRC/M/3127/2025-2026

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared, welded,
and tested in accordance with the requirements of Clause 6 of AWS D16, ( 2017 ) Struc:v! Welding Code

Stainless Steel. (year,
Sign MW W (M!LW
"UGL *
y: Manas Ranjan Pradhan
itle - Q/C Manager
/ Date - 10.02.2026




AWS D1 6/D1 6M:2017

WELDER OR WELDING OPERATOR QUALIFICATION TEST RECORD

Type of Welder SAW Operator (Welding) s e
Identificat 0. Vi-U9

Name Biranjan Bihari Date: 08.02.2026
Welding Procedure Specification No: WPSIUGL/SAWIOUZ
Rev_Ro
| Value ;
Ussd 1 Guaficaton | Qualification Range
Variables SAW/Semi Auto |
Process/Type |
Electrode (single or multiple) o e i
Current/Polarity ] Single |
DCEP
Position RS- 5 ]FI:P
Weld Progression B T e Y e
Without Backi
Backing (YES or NO) S N .......c.lcviico:. T
Material/Spec. IRS 350 CR IRS 350 CR
Base Metal TO IRS 350 CR ToIRS 350 CR
Thickness (Plate) |
Groove 20 - N/A )
Fillet 10 mm Filletonly | _Fillet (Unlimited)
m‘mw N/A T NA
Fillet N/A N/A B
Diameter: (Pipe) —
Groove N/A N/A =
F“'.':m AWSASOER309L | AWSAS9ER309L
Spec. No.
Class 6 6
Ty AWSAS9 | AWSASS
Other SFA5.9 SFA5.9
VISUAL INSPECTION
Acceptable YES or NO - Satisfactory
Guided Bend Test Results N/A
Type Resuit Type Result
Fillet Test Results
Appearance : Satisfactory Fillet Size: 10 mm
Fracture Test Root Penetration:NA Macroetch : Satisfactory
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Test Number —
Organization Date
RADIOGRAPHIC TEST RESULTS
Film Imﬁgg:on Results Remarks | FI_'" mnrgﬁ?on Results Remarks
|
Inspected by < efolep & eruwrtd TestNumber __ DAL 177228424 e0o0 3V
Organization [TE, alosef@ Date )2 -02- 203

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
greldag ag: te;sted in accordance with the requirements of Clause 6 of AWS D1.6, (2017) Structural Welding Code
ainless Steel.

Manufacturer or Contracler; Utkal Galvanizers Ltd
Authorized By
Date: 10.02.2026




JAS-ANZ

UTKAL GALVANIZERS LIMITED | ;. ¢

G AN 1SO 9001 : 2015 Certified Company Awsam flﬂ m i
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PROCEDURE QUALIFICATION RECORDS (PQR)

PQR No. PQR/UGL/SAW/003 Revision Ro Date 31 10 2025
Company Name: UTKAL GALVANIZERS LTD Authorized by TUVIPL
Welding Process(es) S AW Type—Manual[J Semi-Automatic]
e I _ Machine Automatic ]
Reference WPS NO.:
WPS/UGL/SAW/003
JOINT DESIGN USED POSITION
Type: Fillet Position of Groove N/A Fillet 1F
Single Double Weld(J Vertical Progression  UpJ  Down
Backing: Yes[J NoH J

Backing Material ELECTRICAL CHARACTERISTICS
'Eg;vggir;;g Nr:[_r 20N EZ(;?US%IT_EDTOH NW:% Transfer Mode (SAW) ShEﬁ-C:rCUIEIr‘Ig
Back Gouging: Yes[] No®l  Method: N/A Globular @ Spray —Current AC JDCEP B

DCEN O Pulsed O
BASE METALS Other
Material Spec._IRS 350 CR to IRS 350 CR o Tungsten Electrode (GTAW)
Type or Grade: E350 - Size N/A
Thickness: Groove: N/A  Fillet. 20MM Type N/A
Diameter (Pipe) . N/A
= o TECHNIQUE
FILLER METALS Stringer or Weave Bead Stnnger
AWS Specification AWS A5 9 Multi-pass or Single Pass (per side) Multipass
AWS Classification  ER 308L Number of Electrodes 1 Electrode
Longitudinal Yes

. . Lateral N/A
SHIELDING Angle N/A
Fiux & o Gas. N/A

Composmon N/A Contact Tube to Work Distance 1-1/4"
Electrode-Flux (Class) Flow Rate_ N/A Peening NA
SFA 59  GasCupSize NIA Interpass Cleaning _Slag Remaved

PREHEAT POSTWELD HEAT TREATMENT - N A
Preheat Temp.. Min. N/A Temp._ N/A

Interpass Temp., Min. N/A_ Max N/A Time_. N/A




AWS D1.6/D1.6M:2017

WELDING PROCEDURE
s Filler Metals Current E‘avel
Weld Type & | Amps or Wire peed(
! SAW 450-475 29.1-29.5 410
F &
‘f A 8315 DCEP
Vi SAW S9 476-507 [29.2-29.5| 450
ER
309L
3rd ISAW 471-491 29.4-29.6 500




AWS D1.6/D1.6M 2017 ANNEX H

Procedure qualification Record (PQR) Test Results

TENSILE TEST
Specimen Ultimate tensile Ultimate unit Character of failure
Wi i : :

No. | S| A load, Ibs [N] | stress, psi [MPa] and location
N/A N/A N/A N/A N/A N/A NIA

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

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

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

GUIDED BEND TEST

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

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

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

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

VISUAL INSPECTION
Radiographic-ultrasonic ~ examination

Appearance: Satisfactory RT report no.:N/A Result : N/A
Undercut : __Satisfactory UT report no.; N/A Result: N/A
FILLET WELD TEST RESULTS

Piping porosity:_Satisfactory
Minimum size multiple pass Macroetch

Convexity:_Satisfactory . D
Test date :_08.02.2026 1. Satisfactory 3. Satisfactory
Witnessed by: Mr. Satyam Mahapatra TUVIPL 2. Satisfactory
All-weld-metal tension test

) Tensile strength, psi [MPa] : N/A
O!her Tests: Inspection of weld — Visual, DP Test & Weld Yield point/strength, psi [MPa]: N/A_
Size Elongation in 2 in [50 mm], % : N/A_

Laboratory test no.

Welder's name: Bhismaya Parida Clock no. Stamp no- W-5

Welder's qualification as per IS 7310 Pt 1 and IS 817.

Tests conducted by: ICR Industrial research & consultancy pvt itd.

Laboratory
Test number : IRC/M/3127/2025-2026

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared, welded,
and tested in accordance with the requirements of Clause 6 of AWS D16, ( 2017 ) Structural Welding Code

Stainless Steel. . (vegy)
L N Y gl |4D.
A Vr % Sign Mﬁ,\,@ag &Emm .
F o ~ T
't.-—/ C _. "‘; . UGL ~
E | - 6, ",:_'—'- By: Manas Ranjan Pradhan
/1 PWOA) . LIETL ) Title: QIC Manager

CESTE Date - 10.02.2026




AWS D1.6/D16M2017

WELDER OR WELDING OPERATOR QUALIFICATION TEST RECORD

Type of Welder: SAW Operator (Welding)

Name: Bhismaya Parida

Welding Procedure Specificafion No: WPS/UGLISAWIOU3

|dentification No. W-05
Date:31.10.25

Rev Ro
Record Actual Values ! ———
Used in Qualification Qualification Range
Variables SAW/Semi Auto
Erocessﬁ ype
lectrode (single or multiple) T ==
: Single |
Current/Polarity e . . | SRE—— =
Position ' - o — 7 ;
Weld Progression e ——Withow Backing ~
Backing (YES or NO) e e
Material/Spec. IRS 350 CR IRS 350 CR
Base Metal TOIRS 350 CR ToIRS 350 CR
Thewmesms (Plate) % M o
Fillet 16 mm Filletonly | Fillet (Unlimited)
Thickness: (Pipeftube) N/A N/A
Groove I
Fillet N/A N/A -
Diameter: (Pipe) N/A L I
Groove -
A AWSASOER309L | AWSAS9ER309L
e
Spec. No. 6 6
Class
F'{“"' AWSAS9 AWSA 59
Flux Type SFA5.9 SFA 5.9
Other
VISUAL INSPECTION
Acceptable YES or NO — Satisfactory
Guided Bend Test Results N/A
Type Result Type Result
Fillet Test Results
Appearance : Satisfactory Fillet Size: 16 mm
Fracture Test Root Penetration:NA Macroetch : Satisfactory
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Test Number —
Organization Date
RADIOGRAPHIC TEST RESULTS
Film Identification ificati
Number Results Remarks | T ﬁf‘r;:ﬁbcggon Results Remarks
|
Inspected by Kol P A eatax TestNumber _ /42 - /BR8L24 2902223 %3¢, €
Organization Date Sirler22347

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepar

welded, and  lesled in accordance with the requirements of Clause 6 of AWS D1.6, (2017) Structural Ws!di‘::ngo?;'dé
Manufacturer or Gentraster; Utkal Galvanizers Lid
Authorized By
Date: 31.10.2025.(

A
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UTKAL GALVANIZERS LIMITED |4y

AN IS0 9001 : 2015 Certified Company Aws bEol
43 (P), Saheed Nagar, Bhubaneswar-751 007, Odisha (India)
Phone 0091-674-2547849

Plot No

2.2

'S0 5001 2215 Ceruficate No 34270-A

Factory : AT-KAPURSINGH, P.O. : ORANDA, CUTTACK, ODISHA-754029, PH. : 0091-8249608042

E-mail : ho@utkaltd.in / utkalho@gmail.com, Website : www.utkalgalvaniz p»

PROCEDURE QUALIFICATION RECORDS (PQR)

PQR No. PQR/UGL/SAW/004

Company Name: UTKAL GALVANIZERS LTD.

Revision: Ro

Date: 08.02.2026

Authorized by: TUVIPL

Welding Process(es) SAW Type—Manual( Semi-AutomaticEl
Referance WES NG Machined Automatic O
WPS/UGL/SAW/004
JOINT DESIGN USED POSITION
Type: Fillet Position of Groove: N/A Fillet: 1F
Single Double WeldO Vertical Progression: Up0O Down O
Backing: YesO NoM i —————————
Backing Material: ELECTRICAL CHARACTERISTICS
Root Opening: N/A Root Fa i ion:
s ‘J’Ang,e? NA Raﬁusﬂm’;‘fn "ﬁ Transfer Mode (SAW) Short-Circuiting
Back Gouging: Yes(l No®l  Method: N/A Globular B Spray OCurrent: AC ODCEP @
DCEN O Pulsed O
BASE METALS Other
Material Spec. IRS 350 CR to IRS 350 CR Tungsten Electrode (GTAW)
Type or Grade;_E350 Sizee NNA
Thickness: Groove: N/A Fillet. 20MM Type:NA
Diameter (Pipe)_: N/A .
TECHNIQUE
FILLER METALS Stringer or Weave Bead:_Stringer
AWS Specification AWS AS5.9 Multi-pass or Single Pass (per side) :_Multipass
AWS Classification_ER 309L Number of Electrodes_1_____ Electrode
Longitudinal Yes
Lateral: N/A
SHIELDING Angle : N/A
Fiux: 4 Gas;. N/A
Composition_: N/A Contact Tube to Work Distance :_1-1/4"
Electrode-Flux (Class) Flow Rate_: N/A Peening : NA
SFA 59 Gas Cup Size_: N/A Interpass Cleaning:_Slag Removed
PREHEAT POSTWELD HEAT TREATMENT =N A

Preheat Temp., Min. NJA
Interpass Temp., Min. _N/A

Max. N/A

Temp._: N/A
Time : N/A




AWS D1.6/D1.6M:2017

WELDING PROCEDURE
Filler Metals Current ravel
Piss or
Weld Type & | Amps or Wire Sf:r?d_(
Layerts) | Process| Class | Diam. | Polarty | FeedSpeed | voits m/min) Joint Details
™ SAW 350-475 | 29.1-29.5] 410
Asi 8315 | Dopp
2™ SAW S.9 476-507 [29.2-29.5| 450
ER
309L
3rd  SAW 471-491 [29.4-296 | 500




AWS D1.6/D1.6M:2017

Procedure qualification Record (PQR) Test Results

TENSILE TEST
Specimen : ; Ultimate tensile Ultimate unit | Character of failure
No. RN | Tenees | e load, bs[N] | stress, psi [MPa] |  andlocation
N/A N/A N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A N/A
N/A N/A N/A NIA N/A N/A N/A
GUIDED BEND TEST
Spang\e Type of bend Result Remarks
N/A N/A N/A N/A
N/A N/A N/A N/A
NA N/A N/A N/A
N/A N/A N/A N/A

VISUAL INSPECTION

Appearance: Satisfactory
Undercut : __ Satisfactory
Piping porosity:_Satisfactory
Convexity: Satisfactory
Test date :_08.02.2026

Witnessed by: Mr. Satyam Mahapatra

TUVIPL

Other Tests: Inspection of weld — Visual, DP Test & Weld

Size

Welder's name: Raj Kishore Behera

Welder's qualification as per IS 7310 Pt 1 and IS 817.

Radiographic-ultrasonic  examination

RT report no.:N/A Resuilt: N/A
UT report no.: N/A Result: N/A
FILLET WELD TEST RESULTS

Minimum size multiple pass Macroetch
1. Satisfactory 3. Satisfactory

2. Satisfactory

All-weld-metal tension test

Tensile strength, psi [MPa] : N/A

Yield point/strength, psi [MPa]: N/A

Elongation in 2 in [S0 mm], % : N/A
Laboratory test no.

Clock no. Stamp no- W-5

Tests conducted by: ICR Industrial research & consultancy pvt itd.

Laboratory

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared, welded,
grgn }gsteg mf accordance with the requirements of Clause 6 of AWS D1.6, ( 2017 ) Structural,
inless Steel. VP

Test number :_IRC/M/3127/2025-2026

Welding Code

b

(year)
L) ancee o dda Aved!
VI UGL - T




AWS D1.6/D1.6M:2017

WELDER OR WELDING OPERATOR QUALIFICATION TEST RECORD

Type of Welder: SAW Operator (Welding) Wentification No. -0

Name: Raj Kishore Behera Date: 08.02.2028 i
Welding Procedure Specification No: WPS/UGLISAWIO04
Rev Ro
a Record Actual Values | _
oo Ouetfcaton | Quefifcation Range
Variables SAW/Semi Auto !
Process/Type 3
Electrode (single or multiple) — " Single il S -
Current/Polarity st ==
—_  DCEP
EP I
Position | e s | A
Weld Progression — N0 | Without Backing -
Backing (YES or NO) ———— [ |rs 350 CR
Material/Spec. IRS 350 CR 1
ToIRS350CR
Base Metal TO IRS 350 CR
Thickness (Plate) 0 Ei__é o
Fillet 18 mm Fillet onl Fillet (Unlimited)
Thickness: (Pipefube) N/A N/A
Groove e e S e
Fillet . T N/A I
Diameter: (Pipe) N/A NaA
Groove —_— -
—_— ==
i AWSASOER309L | AWSASIER309L
Metal
Class 6
nﬂﬁﬁe AWSA 5.9 AWSA 5.9
FA 5.9
Other SFA 5.9 SFA
VISUAL INSPECTION
Acceptable YES or NO - Satisfactory
Guided Bend Test Results N/A
Type Result Type Result
Fillet Test Resuits
Appearance : Satisfactory Fillet Size: 18 mm
Fracture Test Root Penetration:NA Macroetch : Satisfactory
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Test Number —
Organization Date
RADIOGRAPHIC TEST RESULTS
Film Identification ificat
Number Results Remarks f Fiim mmrn Results Remarks
|
Inspected by Kuloly f Keead Xy Test Number ¢l -7c/ 388624 200903433 <
Organization LZF, necda Date 10 02 - 282L

We, the undersigned, certify that the statements in this record are correct and that the test welds were
ed, _ ‘ prepared,
welded, and tested in accordance with the requirements of Clause 6 of AWS D1.6, (2017) Structural We!dfnngode

Stainless Steel..

Manufacturer or Gentracter; Utkal Galvanizers Ltd /7.

Authorized By fosd
Rl |

Date: 10.02.2026



e —

~

§

UTKAL GALVANIZERS LIMITED

(NISO 9001 : 2015 Certified Company
Bhubaneswar- 751 007 Ocdisha (Incia)
2647849

ORANDA, CUTTACK, ODISHA-754029. PH

Factory
, Website * www.utkalgalvanizers. corr

|

(M Saheed Nagar
Mhone 0091 674

Pint No R

AT KAPURSINGH, PO
ho@@utkaltd.n / utkalho@gmail.com

ma:!

N091-8249608042

PROCEDURE QUALIFICATION RECORDS (PQR)

PQR No. PQRIUGLISAW/005

Company Name: UTKAL GALVANIZERS LTD.

Revision: Ro Date: 31.10.2025

Authorized by: TUVIPL

Welding Process(es) S AW Type—Manuald Semi-AutomaticE
i Automatic (J
Reference WPS NO.: Wi "
WPS/UGL/SAW/005
JOINT DESIGN USED POSITION
Type: Fillet Position of Groove: N/A Fillet: 1F
Single Double Weld(O Vertical Progression: Upd Down O
Backing: YesO NoH
N " “—L"_
Backing Material: ELECTRICAL CHARACTERISTICS

Root Opening: N/A
Groove Angle: N/A
Back Gouging: Yes(O NoH

Root Face Dimension: N/A
Radius (J—U) : NA
Method: N/A

BASE METALS

Material Spec._IRS 350 CR to IRS 350 CR
Type or Grade: E350
Thickness: Groove: N/A
Diameter (Pipe)_: N/A

Fillet_20MM___

FILLER METALS
AWS Specification AWS A5.9
AWS Classification_ ER 309L

Transfer Mode (SAW) Short-Circuiting
Globular B Spray OCurrent: AC ODCEP ®&
DCEN O Pulsed O

Other

Tungsten Electrode (GTAW)
Size:! NJA
Type: N/A e

TECHNIQUE

Stringer or Weave Bead:_Stringer

Multi-pass or Single Pass (per side) :_Mulipass
Number of Electrodes_1 Electrode

Longitudinal Yes

Lateral: N/A
SHIELDING Angle : N/A
Fiux: & Gas; N/A

Composition_: N/A Contact Tube to Work Distance :_1-1/4"
Electrode-Flux (Class) Flow Rate_: N/A } Peening : NA
SFAS5.9 Gas Cup Size_: N/A Interpass Cleaning:_Slag Removed
PREHEAT POSTWELD HEAT TREATMENT - N A
Preheat Temp., Min. NJA. Temp._: N/A
Max. N/ A Time_: N/A

Interpass Temp., Min. _ N/A




AWS D16/D16M:2017

WELDING PROCEDURE -
P.ss or Filler Metals Current ravel
Weld | Process| Class | Diam. | Type & | AmpsorWire Volts [Speed( Joint Details
Layer(s) Polarity | Feed Speed mm/min)
L SAW 450-475 | 29.1-29.5] 410
SF @3.15
AX DCEP
2™ SAW S9 476-507 |29.2-29.5| 450
ER
309L
3d AW 471-491 [29.4-29.6 | 500




AWS D1.6/D1.6M:2017

Procedure qualification Record (PQR) Test Results

ANNEXH

TENSILE TEST
Specimen , Ultimate tensile Ultimate unit | Character of failure
No. Width Thickness Area load, Ibs [N] stress, psi [MPa] and location
N/A N/A N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A N/A
GUIDED BEND TEST
Specimen | Type of bend Result Remarks
N/A N/A N/A N/A
N/A N/A N/A N/A
N/A N/A N/A N/A
N/A N/A N/A N/A
VISUAL INSPECTION _ o
Radiographic-ultrasonic  examination
Appearance: Satisfactory RT report no.:N/A Result: N/A
Undercut : __Satisfactory UT report no.: N/A Result: N/A
Piping porosity:_Satisfactory FILLET WELD TEST RESULTS
Convexity:_Satisfactory Minimum size multiple pass Macroetch
Test date :_08.02.2026 1. Satisfactory 3. Satisfactory
Witnessed by: Mr. Satyam Mahapatra TUVIPL 2. Satisfactory
All-weld-metal tension test
' Tensile strength, psi [MPa] : N/A
Oﬂ'ler Tests: Inspection of weld - Visual, DP Test & Weld Yield point/strength, psi [MPa]: N/A_
Size Elongation in 2 in [50 mm], % : N/A_
Laboratory test no.
Clock no. Stamp no- W-5

Welder's name: Sd. Enam Ali

Welder's qualification as per IS 7310 Pt 1 and IS 817.
Tests conducted by: ICR Industrial research & consultancy pwt Itd.

Laboratory

We, the undersigned, certify
and tested in accordance with

Stainless Steel.

s ¥

Test number : IRC/M/3127/2025-2026

(year

that the statements in this record are correct and that the test welds were prepared, welded,
the requirements of Clause 6 of AWS D1.6, ( 2017 ) Structura| Welding Code

“'\,} Sign “"Aatglté ﬁ&'ﬂéu . b

e N1

- {\) : Manas Ranjan Pradhan
o

:&_g«e : Q/C Manager

g
t.':;‘g"f‘, ate : 31.10.2025
NE >




AWS D1 6/01 6M 2017

WELDER OR WELDING OPERATOR QUALIFICATION TEST RECORD

Type of Welder SAW Operator (Welding)
jdentification No W-05
Name: Sd Enam All ] Date 31.10.25
Welding Procedure Spechfication No. WPS/UGL/SAWI0S
Rev Ro
lues "
Variables SAW/Semi Auto
Process/Type
Electrode (single or multiple) Single
Current/Polarity ’____D_CLE_._-——a
. EP
Position _ W= e' IF
Weld Progression = NO | Without Backing
Backi ES or NO — il i
Mate:igal!{gpec. } IRS 350 CR TIRISF’Q g%ga
Base Metal TOIRS 350 CR | o
Thickneas (Plate) — o
Fillet 14 mmjill_et_om’_____Filc_t(‘_Jf!'!E“e‘_iJ =
Thickness: (Pipeftube) T NA i N/A
Groove e ——
Fillet = WA | WA
Diameter: (Pipe) — NA NA
Groove - 1
- -
i S AS9ER30OL | AWSAS9ER309L
Metal AWS AS59ER309L A
cee
. AWSASS
Flux Type :
Other SFA 5.9 SFAS9
VISUAL INSPECTION
Acceptable YES or NO - Satisfactory
Guided Bend Test Results N/A
Type Resuit Type Result
Fillet Test Results
Appearance : Satisfactory Fillet Size: 14 mm
Fracture Test Root Penetration:NA Macroetch : Satisfactory
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Test Number —
Organization Date
RADIOGRAPHIC TEST RESULTS
Film Identification ificati
oo Results Romarks | ™ Nomber Results Remarks
|
Inspected by f_{u},ﬂp Keepton, TestNumber (/4L ¥7C/334£298800c035228
Organization /74, nios "oz Date 2)c so. DO2ET

4
We, the undersigned, certify that the statements in this record are correct and that the test welds wer:
ity . ] e ed'
welded, and fested in accordance with the requirements of Clause 6 of AWS D1.6, (2017) Structural We!d:wn;pca::)de

Stainless Steel..

Manufaclurer or Gentractor. Utkal Galvanizers Lid
Authorized By
Date: 31.10.2025




