AD Cryogenics Départinent -
. . In-Process Weld Inspection Form
" (as per In-Process Weld Inspectmn Guidelines, AD-Cryogenics, Nov 3, 2006) )

Date. /7'/1(‘)///6 S Pro]ect: G

Pipe Section: .- : - Weld Numbér.- >

‘Weld location: L h‘f" /" /’/" £
Welder: A/ [AE T £ FA047 Inspector' /’z:é 4 f/ /7%’/? 19//4/

-_B ggﬂeldmg, o o
. Type of weld: (butt) ’/(other) , Je ' R
(1) Pipe #1. Size; Schedule and material: 3/4/ 1 ;‘9/ 7,

@ Pxpe #2 S”fze Schedule and material: ___ 3’_/ 4" S CH 1D

' -.‘.(lllgth;eparanog andQl gg_h' '_gggg - _ / .

. Iomt Preparatmn and Cleanlmess acceptable?

L2 Wel M hine L | :-- .
" (a).Remots foot pedal? '/ e
(b) DC stralght machine? L~

(a) Internz.l ahgnment acceptableV c — |

. (b) Joint Clearance acceptable? . =
() End Preparauon acccptable‘? e .
(41Flllergod o - / :
© (a) AWS AS5.9 stainless steel filler rod?
~ (b)Filler rod: | Class 30’% £ Diamet Diameter L2 g_e
- {5) Purge Gas,

(@) type of purge gas 1 __ ’:‘ Rugt
(b) time length of purge: __ 32 1,1/  purge flow rate: ;L 2L /,Z

(b) (f done) O2 reading; A/ ﬁ 02 Monitor manf/medel
{6) Insgecuon After Root ng,s_ / o

(a) No visible cracks. ‘ / ‘
(b). No suck holes, whwh are small holes in middi}fweld ' _

- {c)No porosity or obwous 1mperfect10ns -
{d) Fﬂler material fused along edges of weld L

2 (8) Repeat mspec’aon after evdry pass

. (%) Fmal Inspecuon



AD Cryogemcs Department

SRR In-Process Weld Inspection Form . -
(asperln-Proc&ssWeldInspecﬁnnGmdchnm,AD Cryogenics, Nov3 2006) L

lDate J/L///5 L ProJect G
Pipe Section:_ o - Weld Nnmber Z

“Weld: locatmn.-. Lh" & /” (Pr= .
Welder: 1 (A€ TEEuesti. Inspector f’t‘: ézl (o ﬁ‘ﬁ/@zﬂ /,g/

- -.Eefgre ﬂelggg, S / |
_ . Type of weld: (butt) (other _ o S
" (1) Pipe#1. Size, Schedule and matedal: - 3/ o S H 1D

(2)P1pe#2 Size Schedule and matenal B’i/ g FLH (D

. (1) Jojit Preparation and Cleanliness - - . i

_ Jomt Preparauon and Cleanhness acceptable?

. e
(a)Rsmotefootpedal? V/
(b) DC strmght machme‘? . /

(a) Intzmal alignment. accep‘table? - .
- (b) Joint Clearance acceptable? . .~ 2~
(c) End Preparatxon acceptable‘?

S (a) AWS AS 9 stainless steel filler rod?
(b) Filler rod: _ Class 30 % L Dlameter _‘2{

* (5) Purge Gas, - |
(a)typeofpurgegas ﬁ?ﬁ Y A
(b) time length of purge: __ 30 /¢  purge flow rate;_ 9\ Ok /7[

" (b} (if done) O2 reading: A/ & 02 Monitor manf/model

' (6) Insgection After Raot Pass /

(2) No visible cracks. ' .
(b). No suck holes, whwh are small holes in mxddle of weld. (/

. (¢) No porosity or obvious unperfecnons -
(d)] F1ller material fused along edges of Weid [ -

: (8) Rspeat mspecuon aﬁer evdly pass

- (9) Fmal Inspecuon



AD Cryogemcs Department

R In-Process Weld Inspection Form
" (as per In-Procms Weld Inspectmn Guidelines, AD-Cryogenics, Nov 3, 2006)

.Date J’/"///‘) — Pro_lect e
Pipe Section; . - - 'Weld N‘l_mber' B

‘Weld location: __ L [’f@ f’ /. oE .
Welder: 1 (AE TE L4044, Inspector- 7‘\’!: L.i ¢ ///QM/,Z/ |

: -_Before We gmg, ' / - ‘
_ Type of weld: (butt) (other) ' S
" (2) Pipe#1.Size; Schedule and material: -%/ - SO e

(2) Plpe #2 Size Schedule and matenal %{,:J/ v _SCH Lo

' [11 ,!g;_q; E;;egarat_;gg @Q [ Lew' 'nggg o ' /

~ I oint Preparat:on and Clean]mess acceptable?

L)ﬁi@gmm_e
(a) Remots Foot pedal? *"/ =
(b) DC strmght mac!nne? g / '

(a) Intemal ahgnment accep“tabie'? - e

. (b) Joint Clearance acceptable? . -
" . {¢)End Preparanon acceptable? e
(@) Filler ggd o B WS
" (a) AWS AS5.9 stainless steel filler rod‘?
- . (b)Fillerrod: | Class 30’ %L Diame Dlameter i
~(8) ﬂge'gi@, . A ; . o
(&) type of purge gas : ;} Reot

~ (b) time length of purge: _ &2 M/q/ iﬁﬁrgeﬁow rate; - 9\6’ c f/%
- (b) (if done) O2 readmg AL i 02 Monitor manflmodel

(a) No. vxs1ble cracks
(b). No suck holes, which are small holes in mlddle of weld

. (¢) No porosity or obvious mperfecuons e
(d)] FllIer material fused a.long edges of weid L :

: (8) Rspeat mspectmn after evdzy pass

. (9) Fmal Inspecuon



AD Cryogemcs Department

S In-Process Weld Inspection Form
" (asper In-Process Weld Inspectnm Gmdehnw, AD-Cryogenics, Nov 3, 2006)

.Date L//f 8/56 . Pro,]ect e
Pipe Section: .- -~ 'Weld Nnmber 2

"Weldlocatmn..‘ Lz‘/cf?_, /9//9& ‘ ‘ o
Welder: £1/AE T ELu1nff Inspector z’f £ 54 £. /7‘774‘5//&’

' -‘Befre elding: / '

_ ~ Type of weld: (butt) (other)

.- (1) Pipe#1.Size, Schedule and inaterial: .5, /4/ SEH / Cﬁ
@ Pipe # Size Sc.hedule and matenal 3/ ¥y " SscH Lo

lm tion and Cleanfiness. . -~ . /

_ I oint Preparauon and Cleanhness acceptable?

(a). R.emote foot pedal? i
(b) DC mmght machme? - / '

): int'Fi’tuu 1d In mal ignment, -
" (a) Interdal alignment. accep’tabfle?
-, (b) Joint Clearance acceptable? .~ ~ 2~
(c) End Preparauon acceptable? L .
(a) AWS AS.9 stainless steel filler rod?
~ (b)Filler rod: | Class 306 L Diame! Dismoter_ , O ﬁa
~ (3) Pur, e G ‘

(a)typeofpurgegas ﬂféwﬂ o o o
(b) time length of purge: __ 3-2 ¢ /4/  purge flow rate: RO CLH

" (b) (if done) O2 reading: Ag_ & 02 Monitor manf/model

‘ (6) Inspectmn After Rog ggg /

(2) No visible cracks: / .
(b). No suck holes, whxch ich are small holes in mxddl;&m:ld ; C

. (c) No porosity or obvious xmperfecnons R
(d)] FﬂIer material fused along edges of Weld L :

3 (8) Repeat mspecuon after every pass

.- :‘ (9) Fmal Inspecuon Z/é



AD Cryogemcs Department

T In-Process Weld Inspection Form _
(asperln—Pmo&ss Weld Inspechon Guidelines, AD-Cryogenics, Nov 3, 2006) o

'Date ;//3'//') iject G ;;L
Pipe Section:_._ - - ~ Weld Nu_mber.- i

‘Weld location: _/. 4/ € T /}(j /—g, 7 o 0 ‘
_Welder- /'7 (RE LT EFMM%/& Inspector /\’ = c &, / 7‘%,,@ ﬁ / Lo

2 efgre Edg'gg; '

. Type of weld: (butt) ‘r ' P
" (1) Pipe #1 Size, Schedule and matenal é TURE v (O

(2)P1pe #2 Size Schedule and matenal | 6’ T TUBE L 189,

:1'_:.1'0.. : _0 . !1ﬂ T /

, I oint Preparauon and Cleanhness acceptable?

" (a)Remote footpedal? “’/ -
(b)DCstrmghtmachme‘? N

(a) Intema[ ahgnment acceptahle? e
. (b) Joint Clearance acceptable? .~ ~ 2z~ .
(o) End Preparauon acceptable?

' (a) AWS AS5.9 stainless steel filler rod‘? '
(b) Filler rod: | Class 30 L Diamef Diameter . 2 zj

- (a) type of purge gas i?@ Gon
(b) time length of purge: 22 /¢~ purge flow rate; - Aﬁg;’ /%

" (b) (if done) O2 reading: A/ ﬁ; 02 Monitor manflmodel

- (6 1. gp;c_g__ttgg After Root P@g /

(2) No visible cracks: - -
(b). No suck holes, whwh ich are small holes in nnddle of weld. __________"{

. (c) No porosity or obvious 1mpe1fecuons Ry
(d)] Fﬁler material fused anng edges of weld L=" :
: (8) Repeat mspectmn aﬁer evdxy pass - ‘ |

. (9) Fmal Inspccuon



AD Cryogemcs Department

c In-Process Weld Inspection Form |
(aspetln-Procms Weld Inspectmn Guidelines, AD Cryogenics, N0v3 2006) '

-Date \5//3///5 Pro;ect G2

Pipe Section:_~ = - Weld Number. 3 , .
‘Weld location: _Z ﬁ(i’ J‘A{/J £ T .
. Welder: Z1/RE TEEuL Inspectur. /( = Z Z % /‘7@?@ ﬁ//z‘/ |
; -.Es_fg;emldmg, s R ’
, _ Type of weld: (butt) ’/(other) "

N ¢)) Plpe#l sze, Schedule and material: 6 . 7"(/!5’_ . /4307-;:0 -
) Pxpe #2 Size, Schedule and matenal -qs“ "’ Tw,?%-" _ . (09"},

".-_'(1.)Jggn1Pregarauog g,_gg Aﬂ' gggl'igqs& o /

_ J oint Preparatlon and Cleanhness acceptable?

' (a)Remotefootpedal‘?
(b) DC sﬁmghtmachne‘? . / '

(@) Intemal ahgnment acceptable? ) _ o
- (b) Joint Clearance acceptable? . .~ z~— =
Q) End Preparatmn acceptable"

@FillccRod . R
© (a) AWS AS5.9 stainless steel ﬁller rod'?
(b) Filler rod: ' Class 30 BL_ Diameter, , & zb

(a)typeofpurgegas _"?@ o _ o
(b) time length of purge: __ 20 /g purgeflowrate - X O £ L/

* (b) (if done) O2 reading: ___1//4 02 Monitor manf/model : _

' 16[_ Insgecugn After Root Pass . / | R
(a) No visible cracks. &7 . .
(b). No suck holes, which are small holes in nnddle of weld. /

. (c) No porosity or obvious 1mperfecuons R
@] Fﬂler material fused allong edges of weld . (" :

-'(8) Repeat mspectmn aﬂer evdxy pass | ;

. (9) Fmai Inspecnon .



AD Cryogemcs Department

R In-Process Weld Inspection Form
" (as per In-Process Weld Inspechon Guidelines, AD Cryogenics, Nov 3, 2006)

:Date 5//5 // 2., Project e “A

Pipe Section: -~ - : - Weld Number: - j’ '
‘Weld location: __ £ /1‘6/ ﬂ” //9/“ o
‘Welder' 4 gﬁ JTE 5_,4_!1 a4 Inspector' {" 5 é L {/ /-7{ /5%‘&/ L

Type ofweld (butt) /(other
* (1) Pipe#1 Size; Schedule and imaterial 3/ Y SaH LD
(2) Plpe #2 Size Schedule and matenal 35/ g O Al

Cleai S /

) I oint Pmparatlon and Cleanlmess acceptabie?

7 (@) Remote Foot pedal?” V/ L
() DC staight machme? o

7 (2)] Intemal ahgpment accep‘table‘? o ,

. (b) Joint Clearance acceptable? . .
R () End Preparauon acceptable? R = )
!4)E;ﬂergod o . | ) [/ D
- (a) AWS AS5.9 stainless steel filler rod?
- (b)Filler rod: | Class 3965 L Diameter, fg
() typo ofpurge gas : z’?ﬁ Lot

(b) time length of purge: _ 20 M/q/ ixﬁrge flow rate: - A(Q c A, /-/
| (b) (if done) O2 reading: A/ ﬁ 02 Monitor manﬂmodel _

' (6) Insgecuon After Root ;Egs_g /

(8) No visible cracks. ' -
(b). No suck holes, whwh ich are small holes in Imddle of weld /

. (¢) No porosity or obvious impeifections. Rppa—y
(d)] Flﬂer material fused along edges of Weld L

a (8) Rspeat mspectmn after evdxy pass

l- :‘ (9) Fmal Inspecuon %%



AD Cryogemcs Department

T In-Process Weld Inspection Form
" (as per In-Process Weld Inspechon Guidelines, AD: Cryogemcs Nov 3, 2006)

‘Date 5//5‘//6’ ProJect & 2
Pipe Section:_":_- - Weld Nmnber. _x

‘Weld location: Z./{é’ /O/PE L K T
: _Welder*/'?’//ﬂf JEFM/A% Inspector' FE _/,4:0. . Hﬁ/ﬁ’ﬁ/z’(/

; gefgemldmg, o / |
.~ Type of weld: (butt)_ &~ (other) g e S
" (1) Pipe#1 Size, Schedule and material: . 7 / 4/ CSCH S
(2) Pxpe #2 Size Schedule and matenal . B/z,/ Z F,e,#/of e

, J oint Preparation and Cleanlx_ness acceptable?

1;:'2{51@"% M@hﬁe- o o
() Remots footpedal? . <7
(b)DC stmghtmachme‘? . / L
. (a)htemalahgpment accep“table‘? o A o
. (b) Joint Clearance acceptable? . -~ &~  ~ -
. {®)End Preparatzon acccptable? e )
(4) ang M‘ ' T / .
C 0 (@) AWS A.S 9 stainless steel filler rod?
) Fﬂlerrod | Class 30 % Z— Diameter , , O Qb
- (5) Purge Gas | '

(&) type ofp;ir'gégas: . !?/e Gor v |
(b) time length of purge: ___ 22 s/ purge flow rate: RO C A, //
" (b) (f done) O2 reading: A/ ﬁ_' 02 Monitor manf/modei

{6 )_ ggg_cggn_ After Root ngs / -
(a) No visible cracks: '
(b). No suck holes, whtch ich are small holes in n:uddle of weld. ____/

.. (¢) No porosity or obvious mpexfecﬂons Rl
(d)] Fﬂler material fused along edges of weld L :

: (8) Rﬂpeat mspectmn aﬂer evdry pass

. (9) Fmai Inspectmn




~ AD Cryogenics Départhlent -
- In-Process Weld Inspection Form
" (as per In-Process Weld: Inspectmn Guidelines, AD Cryogenics, Nov 3, 2006) )

.Dﬂte'_,; //3///:7? | :. Progect G -2
Pipe Section: < -~ Weld Nnmber.- 3

‘Weld location: /ﬁ/ A [/ =0
Welder: /’7 (AE. T fé}(///&fﬁlnspector_ /(’E » V /74%{’ w / Lt

- eforeﬂeldmg s M

. Type of weld: (outt) . . (other)

(1) Pipe #1 Size: Schedule and material: / /;z e /’)/’/”E/?
(2) Pipe #2 Size Schedule and material: / /:L v COLFE ﬁ

' ‘-‘-Ii)ngtPregaranon @d Qlegg!; ness. - R , o
. _ Jomt Preparanon and Cleanlmess acceptable" M
. () WedngMachize . o
""" (a)Remots foot pedal? '-’..
(b)DCsu‘mghtmachme? L /GDEC# /j)/efﬂZ/C
. " (a)] Iutemal ahgnment acceptable‘? ' ”// '
. (b) Joint Clearance acceptable? . e
- {9 End Preparatlon acceptable‘? LT
. (4)511131‘1{0 . T
' " (a) AWS AS:9 stainless steel filler rod? /V&
R ) F;_Iler rod: Class é S/2 L’ﬁf Dlameter /ﬁ e ;ﬂf'
- (5) Purge Gas., - ' | '
@) ypeofpurgegas :___ A/ LT |
(b) time length of purge ' purge flow rate: -.
 (b) (if done) O2 reading: __ . 02 Monitor manf/fmodel : _ _
(G)Insgeg'ggn After Eootf#ég W S .
(a) No visible cracks. __ ' | o

(b). No suck holes, which are smali holes in mlddl/e/c)f weld.

. {c) No porosity or obvmus impetfections. . T
(d) Fﬂier material fused along edges of weld (_/

a tS) Repeat inspection after evdxy pass e /4?'

) Fiﬁal'Inspépﬁbn:-




AD Cryogemcs Department

In-Process Weld Inspection Form _
" (as per In-Process Weld Inspecuon Guidelines, AD-Cryogenics, Nov 3, 2006) o

‘Date_ S//%//a, : Pro]ect G =2
Pipe Section: . - ' ~ Weld Number. ~ 3

‘Weld location: 2 /V ,;L L/ é:/&” ] |
‘Welder: _/V/M Sz ,e,uwmlnspector. /{Ea 2 ; H,;Wf’//a

E ~'B mgﬂeldmg s /
- ... Typeof weld: (butt)_ (othe:)
" (1) Pipe #1 Size, Schedule and material // C 0##/7@

@ P1pe #2 Size Schedule and matenal [ AT CoPPER

‘ -..glllgmt E_rggﬁuon and Qleanlmg S _' L/ .

, J oint Prcparauon and Cleanhness acceptable?

_(‘_ 2) Weldmg Mﬁch;_gﬁ

o m;"m“:_ TORCH  BRA2E .

(a) Intemal ahgnment acceptable'?
. (b) Joint Clearance acceptable? . .
- ) End Preparauon acceptable‘? L |

{4)F111erRod . ‘ Co , _
(a) AWS A5.9 stainless steel fillet rod? % ;T
OFilerrod:  Class 5 5//f07 Diamer. V5 2 AT

~(5)Purge Gas. - '

(@) typeof purgegas 1 N/ ﬁ— ‘ |
(b) time length of purge purge flow rate: .

~ *(b) (if done) O2 reading; .02 Monitor manf/model : _

(Gllnsp_ecuonAﬁerRoo;Pasg S

(a) No visible cracks.
(b). No suck holes, which are small holes in n:uddle of weld.

- {€) No porosity or obvmus smperfecuons

(d) Filler material fused along edges of weid g K

"

a (8) Repeat mspectton after evdry pass

. (9) Final Inspeguon.. 4



