Dyna Torque Technologies Inc. currently prosies Botomated Welding Systems and related pipe
welding preparation equipment for purchaseahtw mety clients worldwide. To hame few countries
Australia, USA, Canada, Indonesia, UK, Netltggandrsy, Mexico, Brazil, Colombia, Saudi Arabia,
Russia, Qatar...

Not all Customers are willing to share projeatiafoon with the manufacturer. Below are
situations where partial information was madeabiil

List of Major Completed Projects

Client: CrimTech Services Ltd
Project: 2017- Red Deer, AB, Canada
Project Description: Dyna-Torque Inc. prowdeatedutvelding services for CrimTech using

“hybrid” welding method using RMD for rootatdifgppass and Lone Star
Automated welding system with FCAW for fitipgiagd

Terrain: In shop welding and training in R&BDEanada
OD and WT: Various from 12" to 36" OD and WT
Average production: Procedure Development

Defect rate: 0%




Experience: Dyna Torque Technologies, Incediegesdified, and documented welding
procedures. Performed training and qualifidatievetifers. Upon successful
qualification of the welding procedures, Dyrapi@rgied equipment and
technical support.

Client: Interstate Treating/RAMA for Energgféran
Project: 2016 — Slug Catcher Fabrication — $\RlaatGa
Project Description: Dyna-Torque Inc. provitketedutvelding services for RAMA using “hybrid”

welding method using GTAW for root, hot,félngdidihg pass and Lone Star
Automated welding system with FCAW for fittapgpizugd

Terrain: In shop and Field installation TreXdest
OD and WT: Various from 12" to 42” OD and WT
Average production: Various according to @@ pipe s

Defect rate: Less than 1%
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Experience: Dyna Torque Technologies, Inc. depebfied, and documented welding
procedures and also provided welding engine@dag & consumable
selection. Performed training and qualificditegomvelflers. Upon successful
gualification of the welding procedures, Dyngisiged equipment and
technical support.

Client: Saulsbury Industries for EnLink Midstream
Project: 2016 — Slug Catcher Fabrication — LOBO I
Project Description: Dyna-Torque Inc. providededuteelding services for Saulsbury using

“hybrid” welding method using SMAW for roavalttingopass and Lone Star
Automated welding system with FCAW for filapgiagd c




Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

West Texas

Various from 36" to 42” OD and WT
Various according to @@ pipe s

Less than 1%

Dyna Torque Technologies, Inc. depeabpped, and documented welding
procedures and also provided welding engine@dag & consumable
selection. Performed training and qualificdteomweitiers. Upon successful
gualification of the welding procedures, Dyngisiged equipment and
technical support.



Client:

Holloman for OXY

Project:

Project Description:

2016 — Slug Catcher Fabrication Brawritas Plant

36 inch x .750, 1.00 @MiTL{@pe to pipe and pipe to manifold welds.
48 inch x 1.00 and 1.125 X65 line pipe to &nd pipe to X70 manifold welds
API 1104 Grades X65 and grades X70 with PWHGrodMEo Group 3
with PWHT
Method of welding 6010 root / 8010 hot pakscsticeavith AFCAW
Mechanized by Dyna Torque’s LoneStar automatesysteoh.
Dyna-Torque Inc. provided automated welding feritmloman using
“hybrid” welding method using SMAW for roovalttingopass and Lone Star
Automated welding system with FCAW for fiipgiagd



Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

Texas

Various from 36" to 48" OD and WT
Various according to @@ pipe s

Less than 3%

Dyna Torque Technologies, Incedieyestiied, and documented welding
procedures and also provided welding engineddag & consumable
selection. Performed training and qualificdteomweitiers. Upon successful
gualification of the welding procedures, Dyeapiiarigied equipment and
technical support.



Client:

Al Manara Oil and Gas / AKTOR Construction Group

Project:

Project Description:

Terrain:
OD and WT:

Defect rate:

Experience:

AJIVQatha,
Tie in WeldeeMdéahdls
Onshore Chilled water pipelines, Boha Qat
12” to 48" OD and various WT

Less than 1%

Dyna Torque Technologies, Incedieyeddified, and documented welding
procedures and also provided welding engineédag & consumable
selection. Performed training and qualificdtgoweitiers. Upon successful
gualification of the welding procedures, Dyeapii@ngied equipment and
technical support.



Client: Hutchinson (Techlam S A-France)

Project: 2016 ie Hatidue Test

Project Description: Fatigue StRipgsvwelds

Terrain: In facility — Dyna Torque Technologies Inc.

OD and WT: 40" OD x 1.54” WT

Experience: Narrow grove J-bevel using LoheBtperiio 400 XC and PGMAW welding
process. Performed development of welding gaaiacheteided Fatigue tests
strings.

Client: RAE Energy For Offshore Installation

Project: 2015 — Stainless Steel and Carboifdpige we

Project Description: Batam Island Carbon Stshéews fabrication

OD and WT: 16" to 48", various WT

%



Client:

Associated Pipe Line Contractors, Inc./ Spectray¥ne

Project:

Project Description:

Terrain:
OD and WT:

Defect rate:

2015161220", 24" and 30" Spectra Energy
FabricationVElds, Mainline Welds
Onshore cross country pipeline
12" to 30", various WT

Less than 1%




Client: Advanced Industrial Technologies, Ltd. Russia

Project: 201fesdi6, 20, 24, 30 and 48 inch

Project Description: Various fabsipatils / Refinery extension



Client: Taylor Forge, Paola, KS

Project:

Project Description:

Terrain;

OD and WT:;

Average production:

Defect rate:

Experience:

2015 — Sludge Catcher Fabricaticio, 66’ 24

Dyna-Torque Inc. provinededuielding services for Taylor Forge using
“hybrid” welding method using RMD for root paskliagd PGMAW hot
welding pass and Lonestar Automated weldingigy$t@AW for filling and

capping.

In facility

Various 24" and up to 60 inch, dnd@i0@3 veall thickness
Various

Less than 1%

Dyna Torque Technologies, Inc. dandlbpgabd to qualify and document
welding procedure and provided welding engieegciesg for consumable
selection. Performed training and qualificdtéoweitiers. Upon successful
qualification of the welding procedures, Dyngpiomided equipment and
technical support.



Client: NTL Pipeline / Cenovus Energy, Albertad&a

Project:

Project Description:

Terrain:

OD and WT:;

Average production:

Defect rate:

Experience:

2015 - 16" Pipeline — Project ireQlafistjmlberta, Canada

Dyna-Torque Inc. progidatedutelding services for NTL Pipeline, Alberta,
Canada on 16" pipeline for Cenovus Energy usitigvédgding method using
SMAW for root welding pass and hot welding damsestadt Automated
welding system with FCAW for filling and capping.

Flat, -25°C Temps
16"x .0.688"

40 welds / day
Less than 1%

Dyna Torque Technologies, Incediegeddified and documented welding
procedure and provided welding engineering $aximesed training and
gualification of the welders. Upon succesdichtiumlof the welding
procedures, Dyna Torque provided equipment récel tagbport for the
duration of project



Client:

Saulsbury Industries/Taylor Forge fad#ko

Project:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2015 — Slug Catcher Fabrication -oM@gark

Dyna-Torque Inc. prowdamteduivelding services for Saulsbury using
“hybrid” welding method using GTAW for raud, fivet,fdl welding pass and
Lone Star Automated welding system with F@Qi\gvaiod ftapping.

West Texas

Various from 20" to 42” OD and WT
Various according to @@ pipe s

Less than 1%

Dyna Torque Technologies, Incedieyestiied, and documented welding
procedures and also provided welding engineddag & consumable
selection. Performed training and qualificdteomweitiers. Upon successful
gualification of the welding procedures, Dyeapiiarigied equipment and
technical support.



Client: Saulsbury Industries/Taylor Forge for Midstream

Project: 2015 — Slug Catcher Fabrication -€Brojexto

Project Description: 36" Slug Catcher: MdriifeldPipe; Line Pipe to Line Pipe
ASME B31.8, API 1104
Dyna-Torque Inc. provided automated welding feen8eedsbury using
“hybrid” welding method using SMAW for rooveldingopass and Lone Star
Automated welding system with FCAW for filipgiagd c

Terrain: On Shore Odessa, Texas USA
OD and WT: 36" OD x 0.875" WT
Average production: 4 welds per shift

Defect rate: Less than 1%



Experience: Dyna Torgue Technologies, Inc. depebpped, and documented welding
procedures and provided welding engineerirgfeendosumable selection.
Performed training and qualification of the Wplesiccessful qualification
of the welding procedures, Dyna Torque provmlednecuid technical

support.
Client: Blackeagle Energy Services/Suncor Energy
Project: 2015 — 16" Line Pipe for Suncor Energy
Project Description: 16" Line Pipe, bevelin@bfRipe ASME B31.3 Root, API 1104 Fills and

Cap, combination of solid wire PGMAW and F&ANCifts
Terrain: On shore Thornton, CO USA

Specification: B31.3 root and API 1104 fifl and ca



Client:

Taylor Forge for BP

Project:

Project Description:

Terrain;

OD and WT:

Average production:

Defect rate:

Experience:

2015 — Slug Catcher Fabrication, 68”24 to

Dyna-Torque Inc. provineteduielding services for Taylor Forge using
“hybrid” welding method using RMD for root paskliagd PGMAW hot
welding pass and Lone Star Automated weldingigy&t€MW for filling and

capping.

Kansas

Various 24" and up to 60 inch, dn8i0@) veall thickness
Various

Less than 1%

Dyna Torque Technologies, Inc. depabpped, and documented welding
procedures and provided welding engineerirgfeendosumable selection.
Performed training and qualification of the Wplesiccessful qualification
of the welding procedures, Dyna Torque provlednecuid technical
support.



Client PT. Louis Alain For Offshordl&igta

Project: 2014CHenron Sumatra

Project Description: Process Piping

Terrain: N/A

OD and WT: 12" OD

Client: RAE Energy For Offshore Installation
Project: 2014 — Stainless Steel pipe welding

Project Description: Dyna-Torque Inc. provitededuvelding equipment and technical support

using “hybrid” welding method using GTAW édingppass and hot welding
pass and Lonestar Automated welding systemWiir FiliAg and capping.

Terrain: Fabrication yard in Batam, Indonesia

OD and WT: 36" x 1.00”

Average production: N/A

Defect rate: Less than 1%

Experience: Dyna Torque Technologies, Incedleveldpelped to qualify and document

welding procedure. Performed training andtiqnabfiche welders. Upon

$



successful qualification of the welding procBguees]orque provided
equipment and technical support.

Client PT. Louis Alain Offshore Welding

Project: 2014 elRyagsa, Singapore

Project Description: Layb&igaALINDA

Terrain: Offshore

OD and WT: 16" OD, 20 km

Client: Chapman (Mark West)

Project: 2014 - 60” Sludge catcher — ProjeutilMajor

Project Description: Dyna-Torque Inc. providetedutvelding services for Chapman on 60"

pipeline using “hybrid” welding method usingSidétwié¢lding pass and hot
welding pass and Lonestar Automated weldingify&&AW for filling and

capping.
Terrain: West Virginia
OD and WT: 60"x .1.30”
Average production: 2 welds per day, verywdiffibel conditions, rain and snow.
Defect rate: Less than 1%
Experience: Dyna Torque Technologies, Incediegeddified and documented welding

procedure as per API-1104 and provided weldiegremgervices. Performed
training and qualification of the welders. UWmsasfslqualification of the
welding procedures, Dyna Torque provided egagbteehnical support.

%






Client: Chapman (Mark West)

Project: 2013 - 36” Sludge catcher — ProjestoYoung

Project Description: Dyna-Torque Inc. providetedutvelding services for Chapman on 60"
pipeline using “hybrid” welding method usingSidétwi¢lding pass and hot
welding pass and Lonestar Automated weldingify&&AW for filling and

capping.



Terrain:

OD and WT:;

Average production:

Defect rate:

West Virginia
36"x .1.00”
4 welds per day, vetywdiffinal conditions, rain and snow.

Less than 1%

Experience: Dyna Torque Technologies, Incediegeddified and documented welding
procedure as per API-1104 and provided weldiegremgervices. Performed
training and qualification of the welders. Umsasfglqualification of the
welding procedures, Dyna Torque provided egagbteehnical support.

Client: GE Qil & Gas — Vetco Gray — Houston OffSloore Installation

Project: 2013 — GTAW and ILUC equipmemgfoisdrili

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Dyna-Torque Inc. provpedrégand welding expertize for GE Oil and Gas
for welding of drilling raisers in their tfiddiitysion

fabrication
21.250"x1.00”

1-2 welding raisers fessgmtbly of two hydraulic connectors and double
joint)

0%



Experience: Dyna Torque Technologies, Incl ggovteent and expertize for customer.
Very successful project with 0 % rejectionfatiuersensitive welds. End
customers: BP, Chevron.



Client:

Henkels & McCoy

Project:

Project Description:

Terrain:

OD and WT:
Average production:
Defect rate:

Experience:

2013 - 42" Pipeline New Jersey, Williams

Dyna-Torque Inc. provitdateadutvelding services for Henkels & McCoy on
42" pipeline using “hybrid” welding method A$ihfpEidot welding pass and
hot welding pass and Lonestar Automated wedaimgrislyd=CAW for filling
and capping.

20 miles cross-country, residential area
42"x .920"

12 welds per day, véryvedticer conditions, rain and snow.
Less than 1%

Dyna Torque Technologies, Incediege&dified and documented welding
procedure as per API-1104 and provided weldiegremgervices. Performed
training and qualification of the welders Umssfeugualification of the
welding procedures, Dyna Torque provided equigrtestitnical personnel
and successfully executed on welding production.



Client

PT. Louis Alain For Offshore Installation

Project:

Project Description:

201 +4rtoustries S.A.

Process Piping — Casalliaoca, M

Terrain: Onshore

OD and WT: 12" OD

Average production: N/A

Defect rate: N/A

Client PT. Louis Alain Offshore Welding
Project: 2013oelidubai, Singapore

Project Description: Laybarge

Terrain: Offshore

OD and WT: 12" OD x 12.7 mm

Average production:

Defect rate:

N/A

N/A

Experience: Dyna Torque Technologies, Ind lpooei8&r welding equipment for the up
hill fill and cap using FCAW.

Client: InterMoor, Inc. / Petrobras For Offshstadlation

Project: 2011-2012 - Papa Terra 36" CasingpfSonduct

Project Description:

Dyna-Torque Inc. progidatedutelding services for InterMoor Inc.
(InterMoor) during the fabrication of seventeendagctors 280 feet long at
InterMoor’s quayside facility in Morgan Cignd,du&A and shipped to Porto
do Forno in Arraial do Cabo. End customerriasP 8tradil.



Terrain:

OD and WT:;

Average production:

Defect rate:

Experience:

N/A
36"x 1.500”

5 welds per shift (12hr shift)
Less than 1%

Dyna Torque Technologies, Incediegeddified and documented welding
procedures as per DNV-OS-F101 and weldingtispscifima Petrobras.
Provided welding engineering services. Perfoningd qualification of the
welders and AUT evaluation as per DNV-OS-Iiicddpsiul qualification of
the welding procedures, Dyna Torque provideghegumigrpersonnel and
successfully executed on welding constructamdtidtors.



Client: VF NZM - Russia

Project:

Project Description:

Terrain;

OD and WT:

Average production:

Defect rate:

Experience:

2010-2011 Kirishi oil refinery indplgogsia,

Lonestar Automated Wetieling \8Byh EWM welding power sources were
selected for welding of refinery piping foomxtekgishi oil refinery in
Volgograd, Russia, which was founded in 186irojadt) stabilized
stainless steel types AlISI 321,347 and 348 avefkausnge of pipe
diameters from 6 to 32" with wall thicknes@num t&&Iding procedures are
developed with welding experts from Lastecbpg&kHure Netherlands
and Russia

Fabrication shop

from 6” to 32" and up to 60mnkreedsthic
N/A
Less than 1%

Stainless steel welding utilizinBhBeiz welding power source. Dyna
Torque Technologies, Inc. provided equipmenpeante dor procedure
development and welders training. Once weklilnggzoere qualified same
equipment was used to successfully execureetdstbéthe refinery piping for
extension of Kirishi oil refinery in Volgogs&, Rus



Client: ZB joint venture — Total Oil Company

Project:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2011 Nigeria — 48km of 42” Gas Pipeline

Dyna Torque provided g¢quildieg procedure development and training
services for automated welding, pipe facing (R&dhinand internal line-up
clamp (ILUC) operations. Welding Procedure eetrelapmxecuted in
Houston and qualification in Nigeria. Dyna Torep&tar automated single
head systems, 42" PFM and 42" ILUC were utiiz@dopect.

Flat and Swamp

42"x 0.750”
N/A

N/A

Customer purchased Dyna Torquegieshiot. Lonestar automated
welding equipment, pipe facing equipmentlingarpalamps and automated
welding cabins. Dyna Torque Technologies,dmegeatévelopment and
gualification of welding procedure, training adifidatoun of welders,
commissioning and oultfitting of the equipnestiracal support.



Client: Consortium comprised of Petrobras, Copmrsiosan, Odebrecht, Camargo

Correa and Uniduto Logistica
Project: 2011 - 24” Ethanol Pipeline Project

Project Description: The Ethanol pipelinesprojaptised of a total of 1600km of 24” diameter
pipe material in different sections. Dyna Terprevidang automated welding
services for the duration of mainline constiuetthanol pipeline system and
its derivatives is passing through 45 mursciptigistates of Mato Grosso do
Sul, Goias, Minas Gerais, Sao Paulo and Rioae Jane

OD and WT: 24”x 0.340"

Average production: 105 welds per day.

Defect rate: Less than 1%

Experience: Dyna Torque performed weldingepdegethpment and NDT

validation procedures for this project and dgmnpiieietion as planned.

%



Client:

Lincoln Electric de Colombia, Ltd.

Project:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2010 — 2011 Training School (30" X19.500"W

Dyna Torque provided lgntaintraining services for automated welding,
pipe facing machine (PFM), and internal limepu@Ltl&) operations. This
training was executed in Colombia, which util@e@iofue’s LoneStar
automated single and dual head systems, 16-2&itl FFM ILUC. Dyna
Torque’s technicians provided a full scaleseaimag twice a day for 40 days.

A total of 20 PFM operators, 20 ILUC operald8,candmated welders were
certified during this training course.

N/A

30"x 0.500”
N/A

N/A

This on-site training encompapsepiitagion of 200 LoneStar operators on
the dual-head and single-head system, GMAW.



Client: Faysal M Qahtani Sons Co. (FMQ) — S&hidi Ara

Project: 2010 — 330 miles of 72" Pipeline Project

Project Description: Dyna Torque provided FMQatidouvelding solution utilizing automated
RMD root with GMAW fill and cap. Dyna Torqg8&is doakhead system will
provide approximately 35 welds per day.

Terrain: N/A

OD and WT: 72" x 0.500”

Average production: N/A

Defect rate: N/A

Experience: Dyna Torque provided equipmensiadngrésid operator training on the

LoneStar dual-head system. Welding procededeRbtii+ PGMAW.

Client: Dutch Gasunie/Lastechniek Europa
Project: 2009-2010 Attachment of sleeves gopipedities
Project Description: Dyna Torque and Lastecbp@&iBBU provided procedures development

services for and completed pipeline weldinguthidalgnd for onshore gas
pipeline repairs. Scope of work included adtaekiggyto existing pipelines
using flux core longitudinal and orbital weltie \Wiyima Torque LoneStar
Automated Welding System. Pipe diameters rat@jetérei®’. NDE Method
was Radiography. Welding method used: combsertitautomatic Pulsed
GMAW and Automated FCAW welding process. QabaseEs puelding
systems for their use in Germany and The Netherland

Terrain: Confined space

OD and WT: 18" to 48" up to 2.5" WT
Average production: N/A

Defect rate: less than 1%

Experience: Hot taps and tie-ins






Client:

Comecgaeuba Consortium/ Petrobras

Project:

Terrain:

OD and WT:;

Average production:

Defect rate:

Experience:

The GA&Jjatt Rins from the Caraguatatuba Gas Treatrhent Pl
TaGbatédy Transfer Station and S&o José dos CénmggsiRe
Séo Btaik, Brazil. The 97 km pipeline will traatspalrgas
proflacedhe Mexilhdo field, located in the offisioseBasin.
Treepiopf strategic importance to Brazil, aintrepaing natural
gadydoped industrial, automobile fuel and dmwmnsstigotion in
Séo &adiRio de Janeiro cities. In Brazil, théPetrelBrazilian
gilacomstarted to use X80 grade in 2009 with pifdike
Proj8éb Paulo coastal region, called the Meojéwdio P

The amipd 9mm thick and 34", produced by heawygelsse p

Dympuel drechnologies Inc. was selected to develaplignavejding
procedure qualification and production wefidat <81 grade pipe in Brazil.

Mountain, wooded, and swampy
34" x 0.750" WT

25 welds per day
Less than 2.4%

Terrain effected daily produatioer afidogistics



Client:

Bohlen Doyen — Germany

Project:

Project Description:

Video on you-tube

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2009 Various cross country pipelinetmmptojects

Dyna Torgue Technologimddes.qartomated welding equipment
(LoneStar Automated Welding System) and talgdtasteaihniek
Europa technical support for welding procedopenéetewelding
qualification, training and production weldiimg pvetedure
qualification and training are performed prajdostvas scheduled to start in
April 2009. Company Bohlen Doyen in Germarmhasedosince Lonestar
Automated Welding systems and completed sydesspipkline welding
project using Dyna Torque Technologies Inc. equipmen

http://www.youtube.com/watch?v=luWLkIOSex0

Flat and swampy
48" x 22.7mm

35/ welds per day
Less than 1%

Equipment supplier



Client:

Conduto — Companhia Nacional de Dutos\Rsdington Luiz,

Project:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

4099¢elie Caxias, RJ 25065-007, Brasil

2008-2009 Gascac Pipeline — TreigetinBARRoject

1200km 28-inch gas pgetiherpsections 1B and I1IB, Pipeline Project;
wall thicknesses 0.469", 0.562", 0.625" Dynd dargakgies Inc. provides
automated welding equipment (LoneStar Autordeig®ygedm) internal
line-up clamps and pipe facing equipment arel segport for production
welding. Dyna Torque Technologies Inc. haddlandigpealified welding
procedure and trained and qualified local weld¢ossofor production
welding. NDE method used on project was AultasteddJTesting.
Governing specifications: APl 1104 and Pettdbmgspexification. Welding
method used: narrow-J bevel with internal BatkiAgtomated GMAW

welding process. Overall value of the projgw fboriQue Technologies Inc.
was over 5 million USD.

Mountainous and swampy
28" x 0.562"

25 / welds per day
Less than 2.4%

Technical support and project oomgissi



Client:

A-OK Construction, LLC, Tulsa Ok., USA

Project:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2008-2009 Cross-Country Pipe Welditsg Proje

Dyna Torque provides auteefdited equipment (LoneStar Automated
Welding System) for 6” to 24" Cross-CountsyiRiiaeas and Oklahoma with
production ranging from 50 to 80 joints peepsdiftjng on the size of pipe.
NDE Method is Radiography. Dyna Torque Techlpmegles automated
welding equipment (LoneStar Automated Weldmy. $ysta Torque
Technologies Inc. had developed and qualifiedwelding procedures and
trained and qualified local welders/operato@radance technicians for
production welding. NDE method used on projactiogesphy. Multiple
projects are ongoing. Welding method used:-bevelwih internal backing
using Automated GMAW welding process. Yeargr viarea Torque
Technology Inc. was over 2 million USD.

Hills

6 to 24" x 12.7mm
50 / welds per day

TBD

Personnel training and qualifieatldars



Client:

Lonestar Australia — Diona

Project Description:

Terrain:

OD and WT:;

Average production:

Defect rate:

Experience:

2008 42-inch pipelinelpnpdtthickness. Dyna Torque provided
automated welding equiprheneStaAutomated Welding System) and
technical support for welding procedures mumadifidgproduction welding.
This project is the largest pipe diameterrpfajstiaiia today. NDE Method
was Radiography. Welding method used: V bex@hbsnagion of
semiautomatic GMAW and Automated FCAW welslng proce

Mountain
42" x 1.00" WT

30 welds per day
Less than 2%

Personnel training and qualificatldare



Client:

A-OK Construction, LLC

Project:

Project Description:

Terrain:
OD and WT:
Average production:

Defect rate:

2007-2008 Cross-Country Pipe Welditsg Proje

Dyna Torque provided autgtdibed equipmehbrieStarAutomated
Welding System) for 6” to 24" Cross-CountsyiRiiaeas and Oklahoma with
production ranging from 50 to 80 joints peepsdiftjng on the size of pipe.
NDE Method was Radiography. Welding methodrised bavel with
internal backing using Automated GMAW weldisg proce

Hills
6 to 24” x 0.500”
50 welds per day

TBD

Experience: Personnel training and qualifieatldars
Client: Frank’s Casing. Inc / BP America Prod Co. Offshore Welding
Project: 2007-offshore 2G welding for EL Dbka&oddplect/ Cameron Wellhead

Project Description:

Terrain:

OD and WT:
Average production:
Defect rate:

Experience:

Dyna Torque provided autgtdited equipmehbrieStarAutomated

Welding System), welding procedure and weldotigrpfod 2G welding on

30" pipe diameter pipe offshore in Gulf of NEEibtethod was Radiography.
Welding method used: 2G V-bevel with intengabbackiAutomated Pulsed
GMAW welding process.

Offshore
30" x 0.500”

50 welds per day
Less than 1.5%

Welding procedure and equipment lease



1%



Client:

Acute Technological Services/Shell FsindDé Installation

Project:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2007-2008 Shell Perdido / Doulgle jointin

Dyna Torque provided awahlirtgdequipment that was used by Acute
Technological Services for development of reekeluges and double jointing
production. NDE Method was AUT. Governingispsec#iPad 1104 and Shell
welding spec. Welding method used: Narrow-ihbievetnal backing using
Automated Pulsed GMAW welding process.

Double Jointing - Fabrication

8.625" and 10.750 x 0.750”
N/A

TBD

Equipment lease



Client:

Acute Technological Services/Exxon Mobil

Project:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2007 Weld Development

Dyna Torque provided autatdited equipmehbr{eStarAutomated
Welding System) for the benefit of Exxon Migvéopment of a welding
procedure for X80 pipe to be used on onshaveltis-ilNDE Method was
AUT. Welding method used: Narrow-J bevel wah batéing using
Automated GMAW welding process.

N/A

30" x 0.750” API X80
N/A

N/A

Equipment lease for procedure datvelopm



Client:

Kiewit Offshore Services, Ltd./BP For Offaktaiation

Project:

Project Description:

Terrain;

OD and WT:;

Average production:

Defect rate:

Experience:

2007 Inconel Procedures Development

Dyna Torque provided pratdlopsnent services in developing a total
weld by running a GTAW bead and hot pass ants@t\whéibnel 625 flux
core wire. Additionally, Dyna Torque providgdegeidment for completion
of the project by Kiewit Offshore. NDE Methatiogsaphy. Governing
specifications: APl 1104 and BP welding specMitdding method used:
combination of manual GTAW and Automated FCAvosekiing

Offshore

87, 10" and 12" 10.750” OD, API 5LX70
TBD

TBD

Equipment lease for procedure davelopm



Client: Petrobras/Andrade Gutierrez

Project: 2006 Coari Manaus Amazon Pipeline Project

Project Description: Dyna Torque provided modesiatepment services, which included
procedures development and qualification, pgqelifi@gsup clamps and
Lonestarautomated welding equipment and personnebrddnatilized a
GMAW process with a copper backed clamp tarnbdilié@ap passes. Dyna
Torque mobilized for welder training and munadificduly 2007. Immediately
thereafter, production of the 90 Km onshoesl piagdid on the Amazon River
was begun and the Dyna Torque welding systetasednelquipment were
used by a Brazilian subcontractor. NDE Methd#. v@m/arning specification
API 1104 and Petrobras welding spec. Weldingsediidatrow-J bevel with
internal backing using Automated GMAW weldisg proce

Terrain: Mountain and hills

OD and WT: 20" x .438"

Average production: 60 welds per day

Defect rate: Less than 2.5%

Experience: Equipment lease for procedure davelopm

Client: Williams Companies For Offshore Installa

Project: 2006 Tabhiti

Project Description: Welding project consistietingf veld-off collars and spool pieces to pipe

utilizing an RMD process for the root pass-@#theelding process for filing
and capping welds. Dyna Torque provided weldagyiseheir new facility
including procedure development and qualifigaiofacingl.onestar
automated welding equipment and personnel.hN®&addRadiography and
Manual UT. Governing specifications: DNV. \W#idohgsed: V-bevel using
Automated Miller RMD process for root pass maded FRCAW welding
process for the filling and cap welding.

Terrain: Fabrication

OD and WT: 10" x 1.125” wt and 16" x .688” wt pipe
Average production: TBD

Defect rate: Less than 2 %

Experience: Equipment lease for procedure davelopm



Client: Williams Companies For Offshore Installation

Project: 2006 Tabhiti

Project Description: Dyna Torque provided tudinggeveices including procedure development
and qualification, pipe fadiogestarautomated welding equipment and
personnel. Dyna Torque utilized an open roaidebifqr the root pass and
the FCAW welding process for filling and cappéidsthéNDE Method was
Radiography and Manual UT. Governing specibddéoigelding method
used: V-bevel using Automated Miller RMD praoesgpéss, Automated
Pulsed GMAW for hot pass and Automated FCAWeoddetpr the filling
and cap welding.

Terrain: Fabrication

OD and WT: 16" line pipe x .688” WT to buttienslassfor Allseas USA, Inc.
Average production: TBD

Defect rate: Less than 2 %

Experience: Turnkey welding services



Client:

BP p.l.c. / Allseas USA, Inc For Offshoréatimtal

Project:

Pipe:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2006 Atlantis

10" and 16" pipe to forging, pipe to ¢aldrptiulkhead transition, and flex
joint welds, SCR-s.

Dyna Torque provided tudnk@ggeveices including procedure development
and qualification, fatigue sample testing, ipigeefaipment, automated
welding equipment and personnel. The root masaphesd by automatic
GTAW and remaining passes were completed uilizing &MAW weld
process with the Dyna TdrqueStawelding system. NDE Method was AUT.
Governing specifications: APl 1104 and BP peddMekling method used:
combination of automated GTAW and Pulsed GM§\Wocddses. Repair
rate less than 1%.

Fabrication

16” line pipe x .688” WT to butiersics
TBD

Less than 2 %

Turnkey welding services






Client:

Torch Offshore, Inc./Energy Partners Ltd. Offshore Welding

Project:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2005 — Midnight Express

Dyna Torque Technologsssutiyooempleted pipeline welding onboard the
DP vessaMidnight Expres3his was the first pipe lay project for #le vess
Dyna Torque provided turnkey welding servitieg prdlcedure development
and qualifications; pipe facing equipbmergstar automated welding
equipment, and personnel on the project. Repais tass than 1% for the
project utilizing the FCAW process for fillcapging. NDE Method was
Radiography. Governing specifications: API Hl0g nvgéhod used: V-bevel
using combination of GTAW root pass and AutoA\Mtekleing process for
the filling and cap welding.

Offshore

4” pipe x .533"
TBD

Less than 1 %

Turnkey welding services

"#



Client: Torch Offshore, Inc./Marathon Oil CompanyOffshore Welding
Project: 2004 Alba Project, Equatorial Grigzea, Af
Pipe: 24" 612" (X-70) Condensate Linethélihirxgcore process and wire

Project Description:

Terrain:

Average production:

Defect rate:

Experience:

10" .331" (X-65) in 14” .500” (X-52) PieBint&ie Export Pipeline
10" .331" (X-65) in 14” .500” (X-52) Pipe-undtipe@Bcirculation Pipeline
127 .331" (X-65) in 16" .500" (X-52) PipcBut&ie Export Pipeline
127 .331" (X-65) in 16" .500" (X-52) Pipe-undtipeRcirculation Pipeline

This project involved imih @md offshore welding. The offshore pgrtion wa
completed on the pipe lay Bdidi@ight Bravéth a repair rate of less than 1%,
with a repair rate for the onshore portionagétiidping less than 1% as well.
Dyna Torque provided turnkey welding servitieg prdlcedure development
and qualification, pipe facing equipment, aridandirarestarautomated
welding equipment and personnel on the pr&ddetidid was Radiography.
Governing specifications: APl 1104. Welding usethod-bevel using
combination of GTAW root pass and Automated l[B@4\Wraeess for the
filling and cap welding.

Offshore
TBD
Less than 1 %

Turnkey welding services



Client: Torch Offshore, Inc. Offshore Installation and @ffedding

Project: 2004 - Ridgelake Energy Inc.

Project Description: Dyna Torque successfulleadhiplpipeline welding project utilizing the
FCAW welding process at the Torch, Inc. spodDblse irouisiana with a
repair rate of less than 2%. Dyna Torque Teshprolddex turnkey welding
services including procedure development amzhtigoalipipe facing
equipment, and manual bodestar automated welding equipment and
personnel. NDE Method was Radiography. Gpemificagisns: API 1104.
Welding method used: V-bevel using combinafi&ééwofoGt pass and
Automated FCAW welding process for the filapgaaeidicg.

Terrain: Offshore

OD and WT: 6” .435" X52 Flowline
Average production: TBD

Defect rate: Less than 2%

Experience: Turnkey welding services

"%



Client:

Torch Offshore, Inc. For Offshore |atstal

Project:

Project Description:

Terrain:

OD and WT:;

Average production:

Defect rate:

Experience:

2004 Walter Oil & Gas Company

Dyna Torque successfudted ongpWalter Oil pipeline welding project at the

Torch, Inc. spool base in Dulac, LouisiampthélZ@&AW welding process with

a repair rate of less than 3%. Dyna Torquegdieshmalvided turnkey welding
services including procedure development ammitiqoalipipe facing
equipment, and manual bodestar automated welding equipment and
personnel. NDE Method was Radiography. Gmamifitagisns: APl 1104.
Welding method used: V-bevel using combinaliéwofoGt pass and
Automated FCAW welding process for the fidtapgvaelding.

Offshore

4” x .337” (X-56) Flowline
TBD

Less than 3%

Turnkey welding services

"&



Client:

Bredero Shaw/BP p.l.c. For Offshosdldtisin

Project:

Project Description:

Terrain:

OD and WT:

Average production:

Defect rate:

Experience:

2003 Thunderhorse

Dyna Torque Technologiegolvad with Bredero Shaw in procedure
development for the BP Thunderhorse Projedinferwkids and provided
fatigue samples for SCR welds. NDE Method @avédihg specifications:
API 1104 and BP welding spec. Welding methodriesedl-bevel using
Pulsed GMAW welding process.

N/A

8” x 35mm and 38mm, 10” x 38mm 3mdnb2flowline and SCR
N/A

N/A

Weld procedure development



Client: Bredero Shaw/BP p.l.c. For Offshosdldtisin

Project: 2003 Kizomba Platform Tendon Leg Project

Project Description: Dyna Torque provided pdmeslapnent services utilizing a GMAW root
process with backing material; used 40’ j@ingeft®d make 240’ long tendon
legs. NDE Method was AUT. Governing specififatidrizl and BP welding
spec. Welding method used: narrow J-bevel ssthigGRIAW welding

process.

Terrain: Fabrication

OD and WT: 32" x 0.500”

Average production: N/A

Defect rate: N/A

Experience: Weld procedure development

For video demonstrations of the Lone Star Autoriégdding system please visit:

( ) *kk +




