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Safety is our Goal Is our Guide
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100ksi 4t B+
Rack 15 4%

These pieces are flame-cut from very high quality quenched and
tempered plates :

-> Very high tensile properties (YS > 690 MPA 100 Ksi) and very high
levels of toughness at low temperature 65° F (-60°C) and an
improved weldability.

->very tight tolerances which give to these products a geometry
comparable to machined parts with in particular stringent
guarantees on squareness.

Chord forming

Hot pressed chords with thickness up to 5 inches , quenched and
tempered with tight tolerances on width and height proceeded
from high yield plates (> 690 MPa/ 100 Ksi) with also high
toughness values at low temperature (-65°F/ - 60°C)

Safety is our Goal Quality is our Guide
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Welding of Rack to Chord

Welded pieces obtained from racks and chords with
an exceptional size range in one piece

Usual sizes :

Length : 39/43 ft (12/13 m)

Weight :16/22 st (15/20 mt)

The tolerances guaranteed on finished welded pieces are also
exceptional at the levels of flatness, camber chord twist.

The properties in weld deposit metal and Heat Affected Zone are
strictly homogeneous with base metal.

Safety is our Goal Quality is our Guide



Chemical Composition

Guarantees Typical ABS
REQUIREMENT
% % %
C <=0.15 0.13 0.18 max
Mn 0.8/1.20 1.10 1.6 max
Si 0.15/0.4 0.22 0.55 max
0.0020 max 0.001 0.025 max
P 0.010 max 0.005 0.025 max
Ni 0.85/2.5 2.12 -
Cr 0.70 max 0.53 -
Mo 0.45/0.65 0.56 -
0.05 max 0.01
B 0.005 max 0.002
Al 0.02/0.08 0.065
N <=0.012 0.005
Nb <=0.02 <=0.001
HE =0 2 0.003
Cu <=0.25 0.10

Safety is our Goal

Quality is our Guide
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e MECHANICAL PROPERTIES measured after O+T :

GUARANTEES TYPICAL VALUES ABS
YS (/4 t) N/mm? > 690 740 > 690
UTS (1/4 t) Nimm? 790/930 820 770/940
ELONGATION (%) >16 20 >14
e > 69J 100/120
Sl 33/46 65/120 33/46
- 30/35 50/60 20/25
Safety is our Goal Quality is our Guide 11



WELDED ELEMENTS FOR JACK UP RIG LEGS

Length: 4 mupto 6.2m
Thick. : 82,55 mm

Racks
Length: 12,8 m

Thick. 177,8 mm

Width : 838 mm tip to tip

Welded elements
Length: 12,81t019,6 m
Weight: 20to 30 mT

Safety is our Goal 1@7—
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Slag Inclusion after Gouging

Surface Longitudinal Crack
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——SURVEYORMQA/QCH L/ s fEF—:
f&HI: Fit-up Inspection & Dimension Check
Preheat: Patrolling & Random Inspection
Welding: Patrolling & Random Inspection
Post—Weld Heating: Patrolling & Random Insp.
f&)5: Visual Inspection & Dimension Check

NDE: 72 Hrs after Cool-down to Ambient Temp.
Patrolling & Random Insp.
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SECTION 4. QUALIFICATION

PLATES HORIZONTAL

(A) FLAT WELDING TEST POSITION 1G

PLATES VERTICAL;
AXIS OF WELD
VERTICAL

{C) VERTICAL WELDING TEST POSITION 3G

AWS D1.9/D1.1M:2002

PLATES VERTICAL;
AXIS OF WELD
HORIZONTAL

(B) HORIZONTAL WELDING TEST POSITION 2G

PLATES HORIZONTAL

(D) OVERHEAD WELDING TEST POSITION 4G

Safety is our Goal

Figure 4.3—Positions of Test Plates for Groove Welds (see 4.2.4)
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AWS D1.1/D1.1M:2002

Safety is our Goal
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PIPE HORIZONTAL AND ROTATED.
WELD FLAT (+15°). DEPOSIT
FILLER METAL AT OR NEAR THE TOP.

{A) FLAT WELDING TEST POSITION 1G ROTATED

PIPE OR TUBE VERTICAL AND
NOT ROTATED DURING WELDING.
WELD HORIZONTAL (15°).

/Z"l"x\ (B) HORIZONTAL WELDING TEST POSITION 2G 1

15° 15° 5° 15°

NN

150 15°
Hise R EY

PIPE OR TUBE HORIZONTAL FIXED (+15°) AND NOT ROTATED DURING WELDING.
WELD FLAT, VERTICAL, OVERHEAD.

(C) MULTIPLE WELDING TEST POSITION 5G

RESTRICTION RING
TEST WELD

45° £5°

S

PIPE INCLINATION FIXED (45° +5°) AND NOT
ROTATED DURING WELDING.

(E} MULTIPLE WELDING TEST POSITION 6GR WITH
(D) MULTIPLE WELDING TEST POSITION 6G RESTRICTION RING (T-, Y-, OR K-CONNECTIONS)

Figure 4.4—Positions of Test Pipe or Tubing for Groove Welds (see 4.2.4)
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SECTION 4. QUALIFICATION AWS D1.1/D1.1M:2002
AXIS OF WELD
THROAT OF WELD HORIZONTAL
VERTICAL

AXIS OF WELD _
HORIZONTAL ~

Note: One plate must be horizontal,

(A) FLAT WELDING TEST POSITION 1F

AXIS OF WELD VERTICAL

AXIS OF WELD
HORIZONTAL

Note: One plate must be horizontal.

{C) VERTICAL WELDING TEST POSITION 3F (D) OVERHEAD WELDING TEST POSITION 4F

Figure 4.5—Positions of Test Plate for Fillet Welds (see 4.2.4)
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