HehoM AinNe

PPDVacuum and Instrumentation Group—_:;"

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

Date_ - ,;1'7~520J5 Project: __&i-Q o
Pipe Section: “7Radsres. L, ase . Weld Number:___ &

Weld locgtion: __A-22- . - S :

. Welder' ey /—@MACEAL Inspector: __TSwA ‘\L\_\.IM\BUUG’

Before Welqu

Type of weld: (butt) X (other) . '
(1) Pipe #1 Size, Schedule and material: Tach 10 Pere. 277 poo 145

(2) Pipe #2 Size, Schedule and material: 7 _” SCA 10 Ter - & werps

{1} Joint Preparation and Cleanhness
~Joint Preparatlon and Cleanlmess acceptable? \/ e

{2) Welding Machine

(a) Remote foot pedal‘? e
(b) DC straight machine? __

3) Joint Fit-up, and Internal Alignment.
(a) Internal alignment acceptable? \} €3S

(b) Joint Clearance acceptable? \/ e S
(c) End Preparation acceptable? \{e, 3
(4) Filler Rod .
(a) AWS AL.9 stamless steel fillerrod? - Soldh.
(b) Filler rod: Class __ Diameter__ .45

(5) Purge Gas,
{a) type of purge gas :__ O Rg o»J
(b) time Iength of purge: _/ Mivre P/?AM- purge flow rate:. 12 CrL

CSCFH__
(b) (if done) 02 reading: IJA 02 Monitor manf/model : /2

(6) Inspection After Root Pass
| (a) No visible cracks. _al ante
(b) No suck holgs, which are small holes in middle of weld. AJg® €
(c) No porosity or obvious imperfections. __ AN er &
(d) Filler material fused along edgesofweld . \/es

(8) Repéat inspectioh after every pass: __/ PASS
(9) Final Inspection: /i 7,
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' PPD Vacuum and |‘ns'tr-um,gntafiéﬁ‘r;i-oup—"“
In-Process Weld Inspection Form
(as-per In-Process Weld Inspection Guidelines, AD Cryogenics, Nov 3, 2006)

Date2-27-39:5"  Project: L=

Pipe Section: ’7___@05#{& Yy Weld Number:__ 52
Weld location: _&- 3 - - _ - .

_ We!der ,fe.aamrm .l—/guﬂ&#a_ Inspector: _ Jww MuywuBerw

Before We!qu. o :
Type of weld: (butt)_ X (other)__ .
(1) Pipe #1 Size, Schedule and material: /7 <ch 0 4s5° Er800)
(2) Pipe #2 Size, Schedule and material: __ /" Se) 10 %5 Elsow

(1) Joint Preparation and Cleanlmess
~ Joint Preparatron and Cleanhness acceptable? \1 é:.s '

(2) Welding Machine

(a) Remote foot pedal’? pad
(b) DC straight machine? __

{3) Joint Fit-up. and Internal Alignment,

(a) Internal alignment acceptable? . \} ¢ £
(b} Joint Clearance acceptable? \Ve 3
(c) End Preparation acceptable? ‘\‘{ S
(4) Ciller Rod .
(a) AWS A5.9 stalnless steel fillerrod? - Yok \.
(b) Filler rod: Class . - Diameter__. @ ks~

(5) Purge Gas.
(a) type of purge gas : (g o)
{(b) time Iength of purge: 1 ww@a, plaos.  purgeflowrate: YO ¢ Fh

CSCFH__
{b) (if done) 02 reading: 02 Monitor manf/model :

(6) Inspection After Root Pass
' {(a) No visible cracks. _ Nove '
{b) No suck holes, which are small holes in middle of weld. _{Jpw~e
(c) No porosity or obvious imperfections. __ wJaue
(d) Filler material fused along edges of weld .\ lgss

(8) Repéat inspe’cti_oh after every pass: __| PAsS

(9) Final !népection: )/kw ?/M
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AD Cryogenics Department

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

Date 3~p-90.35" . - Project: __ 4~
Pipe Sectiomm {eanscer Live  Weld Number:_ £
Weld location: 5-2.

Welder: |, annprg5s Adc ace . Inspector: Nt Hymgeor—

Before Weldi.ng
Type of weld: (butt)_X, . (other)

(1) Pipe #1 Size, Scheduleandmatenal Q- 4‘5 ELRow S +.3g ,(_auz’ £ fPef

(2) Plpe #2 SlZB Schedule and material: _/ SCA 10 T de

(1 ) }omt Prep_aratlon and CIeanhnes

Joint Preparation and Cleanhness abceptahle? \L} .S

2 Weldmg Machme ‘ -,
' (a) Remote foot pedal? _ X~
(b) DC Stralght machine?

| __ ]3 )} Joint Fit-up, and Internal Allggmen

(a) Internal alignment acceptable? Nes

~ (b) Joint Clearance acceptable? Nes
(c) End Preparation acceptable? \Li\, es

4) Filler Rod ‘
(2) AWS A5 .9 stainless steel filler rod? §0 L

(b) Filler rod: Class _ Diameter . Q4% 5~

(5) Purge Gas.
(a) type of purge gas : _R\agos.) -
(b) time length of purge: { Myum, €fh0n, purgeflowrate: L O C M\

(b) (if done) O2 reading: __ N/ 02 Monitor manf/model _[3
(6) Inspection After Root Pass

(2) No visible cracks. _1Joma :

(b) No suck holes, which are small holes in tmddle of weld nNove
(c) No porosity or obvmus imperfections. _ppw

(d) Filler material fused along edges of weld . \ ! g S

(8) Repeat inspection after e‘}e‘ry pass: _/ ‘PASS

; (9) Final Inspection: 7%,,, 7A,M
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PPD Vaéiiim and Instrumentatlon_Group

In-Process Weld Inspection Form
{as per In-Process Weld Inspection Gmdehnes AD Cryogenics, Nov 3, 2006)

Date2-97-206t5_ Project: (-3 o
Pipe Section: —Tral’Fet k:ua Weid Number:___ ¥~

‘Weld location: __ 4-8 - :

, Welder ,Za.odam /Jpw.e}ww_,inspector TRATA '\:\\: M‘&e_ﬂx"

Before We!dinq. o ~
Type of weld: {butt) X (other), -
(1) Pipe #1 Size, Schédule and material: _ ok Sch 10 4k 5% ELBO W™ [ Welo
(2) Pipe #2 Size, Schedule and material: 24 Sch \o ks’ ELBow

{1) Joint Preparation and Cleanlmess
Joint Preparation and Cleanimess acceptable? \/ 28

(2) Welding Machine

(a) Remote foot pedal? __K__

{b) DC straight machine?

(3) Joint Fit-up, and internal Alignment. .
(a) Internal alignment acceptable? __\) e. | o -
(b) Joint Clearance acceptable? \4 25 ' :
(c) End Preparation acceptable? \[ oS-

(4[ Ciller Rod

(a) AWS A5.9 stainless steel filler rod? _._3 ol L .
(b} Filler rod: Class Diameter_ .8 45—

(5) Purge Gas,
(a) type of purge gas : ﬂ@oJ
-(b) time Iength of purge: / Meure- Pﬁxék/ purge flow rate:. /0 AFL

SCFH___
' (b) (if done) 02 reading: Uél 02 Monltor manf/imodel - N é :

(6) Inspection After Root Pass
{a) No visible cracks. A ore
(b) No suck holes, which are small holes in middie of weld. _AJ gt’%
(c) No porosity or obvious imperfections. A o8 &
(d) Filler material fused along edges of weld . ¥g:5

(8 )Répéat inspection after ever [ ) Pas s
(9) Final lnspectzon 7/%1%7 ?/éu.

g60'8’c
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PPDVEcuum and Instrumentatlon Group

In-Process Weld Inspectlon Form
(asper In-Process Weld Inspection Guidelines, AD Cryogenics, Nov 3, 2006)

Date_Z-4-20615 Project: __ {n-3

Pipe Section: _TRansSfea A in< Weld Number: &
‘Weld location: _ /- 2+ - - '
, Welder,,leouawz #awécék,lnspector e NomBedt T

Before Welqu : o :
Type of weld: (butt) X (other)__-
(1) Pipe #1 Size, Schedule and material: __/ # s aA 10 83 % Aovq { Jeld
(2) Pipe #2 Size, Schedule and material; 2 - Ygl g Lém,ds _

(1} Joint Preparation and Cleanliness ~
~ Joint Preparation and Cleanliness acceptable? \-Llp_:s '

(2) Welding Machine
(a) Remote foot pedal?
(b) DC straight machine? __

(3} Joint Fit-up, and Internal Alignment.
(a) Internal alignment acceptable? '\]_ el

(b) Joint Clearance acceptable? ) es
(c) End Preparation acceptable? Ne s
{4) Ciller Rod -
- (a)AWS A9 stainless steel fillerrod? _ 3okl
(b) Filler rod: Class . Diameter O 45

(5) Purqe Gas.
(a) type of purge gas : _ &0 land
(b) time length of purge: | MuuuTe Peror. . purge flowrate: \ Q O axrl .

CSCFH____
' (b) (if done) 02 reading: I\\é 02 Monitor manf/model : M.[h-

(6) Inspection After Root Pass
' (a) No visible cracks. Nov
(b) No suck holes, which are small holes in middie of weld. K owg.
(c) No porosity or obvious imperfections. _#) ove_ .

(d) Filler material fused along edges of weld . 5‘ .S
{(8) Repéat inspection after every pass: 1 Psss

(9) Final !népection: ///w" J//L/d’l%/

1}
B60'8°C
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" PPDVacuum and I'ns'tr-umgnta‘t‘iéﬁ_GfoLipw'"'""
In-Process Weld Inspection Form
{asper In-Process Weld Inspection Guidelines, AD Cryogenics, Nov 3, 2006)
Date 2-2r1- 305~ Project: _&H -0~ ‘
Pipe Section: 72eJds Fen 1. e We!d Number._g

Weld location: A4-2, - .
. Weider Aesr 9aD mea’ﬁwk.lnspector M &A‘uMg,g,w.,r

Before Welqu

Type of weld: (butt) % (other
(1) Pipe #1 Size, Schedule and material: % S ch 1) TuBe S7¢ ) org

(2) Pipe #2 Size, Schedule and material: 62 /! 9§ Sch(0 4S°ELLewS

(1) Joint Preparation and Clear_lliness - _
Joint Preparation and Cleanliness acceptable? \ilgs'

(2} Welding Machine
(a) Remote foot pedal? $ .

{b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment.
(a) Internal alignment acceptable? ~je <

(b) Joint Clearance acceptable?  \Je<
(c) End Preparation acceptable? \ e
(4) Filler Rod -
(a) AWS A5.9 stainless steel filler rod? 2oL :
(b) Filler rod: | Class . Diameter . 0% %~

(5) Purge Gas.
~ (a) type of purge gas : ___Aeg op)
(b) time iength of purge: / Mrudrc Pfe&l?- purge flow rate:. 10 QAL

SCFH___ 2
| (b) (if done) 02 reading: _ AY/A 02 Monltor manf/imodel : _AJ/j -

(6) Inspection After Root Pass
"~ (a) Novisible cracks. N aule
(b) No suck holes, which are smali holes in middle of weld. _A) ol e
(c) No porosity or obvious imperfections.  AJod e

(d) Filler material fused along edges of weld . \ gg 5
(8) Repeat mspectlon after every ZSS , 1 Pags
(9) Final lnSpectlon /ﬂn 9/

80'68°C
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AD Cryogenics Department

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

Date 3~ 6-20.S Project: /-2

Pipe Section? [} [Pousres L. we Weld Number: b

Weld location: 4-3&

Welder: /e ool Hirsace . Inspector: Yz /,/umﬁ’edc?".'

Before Welding:
Type of weld: (butt) X . (other) y
(1) Pipe #1 Size, Schedule and material: / % 7o/ i Keclvecen
(2) Pipe #2 Size, Schedule and material: _/ J8 " P, pe 4874 Selg

(1) Joint Preparation and Cleanliness ,
Joint Preparation and Cleanliness acceptable? \,fl 25

2) Weldmg Machine
(a) Remote foot pedal? _

(b) DC straight machine?

- (3) Joint Fit-up, and Internal Alignment. ‘
' (a) Internal alignment acceptable? _ N ¢ <
(b) Joint Clearance acceptable? Ves
(c) End Preparation acceptable? \}je, 3

(4) Filler Rod
(a) AWS A5 9 stainless steel fillerrod? 3o Y

(b) Filler rod: Class Diameter .0 L §

(5) Purge Gas.
(a)type of purge gas : _ Aqa O
(b) time length of purge: \ M.wure PRiow purge flowrate: LO G F b
(b) (if done) O2 reading: 02 Monitor manf/model :

(6) Inspection After Root Pass
(a) No visible cracks. oM e
(b) No suck holes, which are small holes in middie of weld. pJore
(c) No porosity or obvious imperfections. _{\J a wis
(d) Filler material fused along edges of weld . \! 23S

(8) Repeat mspectmn after evelry pass: ) . PAsSS

| (9) Final Inspection: //w_ M/ﬁ




[ weld

AD Cryogemcs Department

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

‘Date B3 acms“ I P,ro.]ect:. G_,.a _
Pipe Section:____~_ . ___Weld Number: . &

Weld location: (-3 -_
Welder: Luunm“r -\\*p.mém.ﬁvi Tnspector: St X\ uiABe T

| Before Yieldmg '
 Typeof weld: (butt)__.. . _ (other) £ iL F} LLet

(1) Pipe #1 Size; Schedule and material: _# () Ve K | :
2) Pipe #2 Sizc Schedule and matenal )-’ PR rIc ATl PiPe Theeno

| 1 ) Jomt Prega:rauon and Qle@hness

_ Jomt Preparauon and Cleanhness acceptable? 5( ey

IZ)WelmngMachme B
- (2) Remote foot pedal? zg L

(b) DC stralght machine?

(a) Intemal alignment acceptable'? ' -:‘§ o<

. {b) Joint Clearance acceptable? . N T
{c) End Preparaucn acceptabie? \i\@ e _
(4) FillerRod | ‘
" () AWS AS5.9 stainless steel filler rod? 3o41, ,
(b) Filler rod: Class _ Diameter . & L4 5~
(5)Purge Gas. o |
(a) type of purge gas : N }3 '

(b) time length of purge: N/4 ' purge flow rate: £
(b) Gf done) O2 reading: A 02 Monitor manf/model :

(6) Insp_eggon After Root Pass .
(a) No visible cracks. [\_J oele.

(b) No suck holes, which are small holes in  middle of weld. sJa &/
(c) No porosity or obvious impetfections. AJane. o
()] Filler material fused along edges of weld 5{ e

| (8) Repeat mspecnon after every pass;__\ '_\7&\,5_?.

| (9) Final Inspectlon /m 7/




DWeld

AD Cryogenics Department
In-Process Weld Inspection Form
(as per In-Process Weld Inspection Guidelines, AD Cryo genics, Nov 3, 2005) _

Date 3~ ‘3"&&5’ .- Project: __ G-

Pipe Section: Weld Number: _ K

"Weld location: G,-& o : _ :
Welder: Luuam’r %MAL@\-—& Inspector: - "ShtA N M Be i .

Before Weldmg, ‘
~ Typeofweld: (butt)__.. . (other) f~! LCQ} '
(1) Pipe #1 Size, Schedule and material: 3 FI1ELp Welo N 5\”5’ ‘

(2) Plpe #2 Size Schedule and matenal = a-\-e,t_w | "o R0 q«u) hee,

_ flllomt Pr_e_garation and Qleanhges __ Weld > O o L/

_ ]omt Preparatlon and Cleanhness acceptable? N e.S
t O ety

| (2 Weldmg Machln
o (a) Remote foot pedal? _

(b) DC straight machine?

A}

g Pi?er§‘

_ (3)Joint Fit-up, and Internal Alignment. - . . .
" () Intérmal alignment acceptable? N\ e,
- (b) Joint Clearance acceptable? .~ le.S
(c) End Preparatlon acceptable‘? »{‘1' -y

(4) Filler Rod- t .
(2) AWS A5.9 stainless steel filler rod? __ 200 _
(b) Filler rod: Class _ Diameter , 0 3 5
- (5) Purge Gas, |

‘(a) type of purge gas _feoor)
(b) time length of purge: _Smnsze PacsR purgeflowrate:: 20 GFh

(b) Gf done) 02 redding: __ A ; /8 ___ 02 Monitor manf/model : Y

(6) Inspection After Root Pass
(2) No visible cracks. _AJo ¥

(b) No suck holes, which are small holes in middle of weld. N s 2 ¢
. (¢) No porosity or obvious imperfections. _ AJo #e -
(d) Filler material fused along edges of weld. ~J e.§ N g PR

(8) Repeat inspection after every pass: _/ £as3 O penCh

: : (9) Final Inspécﬁén:. 7{’% %/{



/NeAﬁ_

AD Cryogenics Department
In-Process Weld Inspection Form

(as per In-Process Weld Inspectlon Guidelines, AD-Cryogenics, Nov 3, 2006) _

Date. 2\3-3015 . . Projecti__ G-
Pipe Section:_ 3 _ Weld Number:_ ¥

Weld location: (53 -. : '
Welder: Luuuw*r %MALG% Tnspector: - St W\ 4 paerT

Befgre \_F{eldmg
~ Type of weld: (butt) (other) E;; Le T
" (1) Pipe #1 Size, Schedule and material: /4. p3S Tude

o (2) P1pe #2 S1ze Schedule and matcnal “To Ahecr Jalue S
Wewd b
- 1 ) Jomt Preparauon @d Cleanhnegg '- ' - o : E 1_-‘
Joint Preparatlon and Cleanliness acceptable‘? ' ‘\’] e.& ‘ S
(g)Weldmg Machm ‘ -

(a) Remote foot pedal?
(b) DC strmght machme?

(3 Joint Fit-up, and Inte al Alignment. - . . |
- (@)] Internal alignment acceptable? SNes
* (b) Joint Clearance acceptable? . \je s
{c) End Preparatlon acceptable? “\'\‘e,_s‘ '

(4) Filler Rod- . o
(2) AWS A5.9 stainless steel filler rod'? 204 L _
(b) Filler rod: Class _ ‘ Diameter_. 035

(5) Purge Gas, C _
{a) type of purge gas : Quz,am o)

(b) time length of purge: | re Pfunn_ purge flowrate, 5 &F
'(b) (if done) O2 reading: _ 4D Zg 02 Monitor manf/model : 1. Nk

(6) Inspection After Root Pass -
(a) No visible cracks. _Non2 ‘
(b). No suck holes, which are small holes in  middle of weld. 1) o nie

. {c) No porosity or obvious impetfections. _AJanja ,
(d) Filler material fused along edges of weld .\ ge <

' (8) Repeat mspecuon after every pass: E’f ASS
| (9) Final Inspectlon ﬁ/« %/’/




{ edp

AD Cryogemcs Department
In-Process Weld Inspection Form

" (as per In-Process Weld Inspectxon Guidelines, AD Cryogenics, Nov 3, 2006) '

Date 3 {3~ &0\@ - Project: G-

Pipe Section: » Weld Number: g

Weld location: (-8, . _ ' .
Welder: Luuan -\Sm,o.,bt-\csvd. Inspector' DM %ﬂﬁafr‘?'-_/ _

B_e_fp.zgﬂt}.l.dl_n&. ' :
" Type of weld: (butf)__.._.  (other) _£;LL9—7/ ' " wWewp

(1) Pipe #1 Size; Schedule and material: _ 3/4 SCh10 EL&ow - -
(2) P1pe #2 S1ze Schedule and matenal QJxQoK N Bhve . '

R 1 ) Igmt Pregaranon and Cleanhness

, Jomt Preparatton and Cleanliness acceptable'? \;! S |

| 2 Weldmg Machm |
o (a) Remuote foot pe.dal'?

(b)DC strmght m_achme?

(a) Intemal alignment, acccptable? \1 e
- (b) Joint Clearance acceptable? ___ s
(c) End Preparaﬁon acccptable? \‘{ es

(4) FillerRod ‘
(a) AWS A5.9 stainless steel filler rod? 3 o 4 1

(b) Filler rod: Class __ Diameter . 025"

(5) Purge Gas. o
(a)typeofpurgegas: Fév.ao\J

(b) time length of purge: 3 purge flow rate: - 5 -0 Fh
(b) (if done) O2 reading: jg 02 Momtor manf/model : _ry [g
(6) Insgectlon After Root Pass |

(a) No visible cracks. _AJen2 :
(b) No suck holes, which are small holes in middle of weld. Nade

. (c) No porosity or obvious imperfections. _ aJ g2 -
(d) Filler material fused along edges of weld . _~\ [ es

' (8) Repeat mspectlon after every pass: __{ PaSS -

: (9) Final Inspecuon //%V, / M




7Wew'

AD Cryogemcs Department

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

Date 3~\% —aosT, Project: (G-

Pipe Section:_____ ‘Weld Number:__&

"Weld location: Cn"& - : :
Welder: Luuam-r -‘Mx&bﬁaﬁ‘-—?- Tnspector: TS 1A W\UWBe T

‘Before weldmg '
 Type of weld: (butt)__ .. . _ (other) Z 7 LLQ- 7 '
(1) Pipe #1 Size, Schedule and material: (0 “Dia T L b2 43 & Aewg
2) P1pe #2 Size Schedule and matenal ‘P/Le— FRBRIcATEs FhArGe

- (I)Jothreparanon @dCleg;hnes '- ‘ e
- 7

‘ Jomt Preparauon and Cleanlmess acceptable? *'q/ RS _ . wdia

2 Weldln Ma hine
- (a) Remote foot pedal?

(b) DC stra.lght machm_e?

{

(a) Interrial alignment acceptable? - \\ o]

- (b) Joint Clearance acceptable? . -q e 3
(c) End Preparatlon acceptable? '\5 2 <
(4) Filler Rod R :
" (a) AWS AS5.9 stainless steel fillerrod? _ 3ok
(b) Filler rod: Class ' Diameter_, &) .S
- (5) Purge Gas, |

(2) type of purge gas ! A /a ‘ - -
(b) time length of purge: N s purge flow rate:
~ (b) (if done) O2 redding: __AJ/n 02 Monitor manf/model : _AJ

{6) Ingpecnon After Root Paé .
(2) No visible cracks. A oM e

(b) No suck holes, which are small holes in  middle of weld. _AJ g s
~ (c) No porosity or obvious impetfections. ~ Aloajo -
(d) Filler material fused along edges of weld . 5{ R

' (8) Repeat mspecnon after every pass | Pass

" (9) Final Inspection: /,/L» 9M




[ iNeld

AD Cryogemcs Department

In-Process Weld Inspection Form
' (as per In-Process Weld Inspection Guidelines, AD: Cryogenics, Nov 3, 2006)

Date_ 3 ID-2AMS - Project: __ (G- _

Pipe Section:___ ‘Weld Number: &

‘Weld location: 61"& - :

Welder: Le.ounw"r -\Sm,a.bnc.c:\-é» TInspector: _~_ v A\ vAe T

Before _Weldmg‘ '

~ Type of weld: (butt) 25 (other) '
(1) Pipe #1 Size, Schedule and material: 5@ SchlO (§7 Leuq

(2) Plpe #2 Slze Schedule and matenal /a fre Fﬂbmtcﬁ—‘f&ﬂ Qheck U RH’Q"'

i 41{]0111; Preparaﬂcn and Cleanhnes L B ‘::::_:D
- Joint Preparahoa and Cleanhness acceptable? \{‘/ e Wacp =

2 Weldm chine _ .' :
o (a) Remote foot pedal?
®MYDC stralght machine?

(a) Intemal alignment acceptable? - ~ es

(b) Joint Clearance acceptable? . N
(¢) End Preparatton acceptable? \,Z es
(4) FillerRod . '
(a) AWS AS5.9 stainless steel filler rod? ;3 L g
(b) Filler rod: Class _ ‘ Diameter .02 S5
- (5) Purge C

(2) type of purge gas : !An,qo»b
(b) time length of purge: \ phiyte P rioa purge flowrate: . S5- CFL

(b) Gif done) O2 reading: __ AJfs 02 Monitor manf/model A _Jlr /8

(6) Inspection After Root Pas
(a) No visible cracks. _A/gnje . -
(b) No suck holes, which are small holes in middle of weld. AJonje

(c) No porosity or obvious impetfections. ~ AJn AJ2 -
(d) Filler material fused aiong edges of weld . ~\ f e.S

' (8) Repeat mspectmn after every pass: ( £A45S

h (9) Final Inspecﬁon:. g ZA/Z .




J wWeld
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~ PPD Vacuum and Instrumentation Group

In-Process Weld Inspection Form
(as per In-Process Weld Inspection Guidelines, AD Cryogenics, Nov 3, 2006}
Date_3-%- 0. < Project: _ & '& ' -
Pipe Section: —TR an S Ten ]ﬂ Weld Number: x _ . -
‘Weld location: _ {-"= - . :
We!der /\eoumh,yg}&gmcw_ Inspector: ___ " Sy '\Au A Be Il

Before Welding:

Type of weld: (butt) _ (other)_Fusiod el O
(1) Pipe #1 Size, Schedule and material: _ /& , 03§ FTJee To TPBRICATLD WAThel,
(2) Pipe #2 Size, Schedule and material: _ @__ ,

(1) Joint Preparation and Cleanliness
Joint Preparation and Cleanliness acceptable? \i&&.

(2) Welding Machine

(a) Remote foot pedal? X _
(b) DC straight machine? ___

(3} Joint Fit-up, and Internal Alignment. . _
(a) Internal alignment acceptable? Nes . .
(b) Joint Clearance acceptable? \; e ' ‘
(c) End Preparation acceptable? \]e_g

(4) Ciller. Rod -
(a) AWS AG.9 sta:niess steel filler rod? _- ) /n

(b) Filler rod: Class . " Diameter N'ifja'

(5) Purge Gas.
(a) type of purge gas : 83/n \ '
.(b) time Iength of purge: kif'/ﬁ ____ purge flow rate:. N/B

(b) (if done) 02 readmg L%[A 02 Mo_nitor manf/model : M' {(3

(6) Inspection After Root Pass
' (a) No visible cracks. _Aone '
(b) No suck holes, which are small holes in middle of weld. A!
{c) No porosity or obvious imperfections. _ fJon<

(d) Filler material fused along edges of weld . 5(

SCFH__

(8) Repeat inspection after every pass: FousgsronN

{9) Final Inepection: ////WL %

8062
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PPUVacuum and Instrumentatlon—Group

In-Process Weld Inspection Form
(asper In-Process Weld Inspection Guidelines, AD Cryogenics, Nov 3, 2006)

Date_3-%4-501 5 Project: b-o. :

Pipe Section: " TReusfee. b ine Weld Number: £ . o
Weld location: _ f¢-2 - . - : -

: Welder heon sea T, {—huubu_lnspector Sl WosBert

Before Weldlnq o -
Type of weld: (butt)_ X (other) .
(1) Pipe #1 Size, Schedule and material: FuPeichten VI HL e :W
(2) Pipe #2 Size, Schedule and material. _2- 34 Ach L0 ELBowSs ¢ Wet

{1) Joint Preparation and Cleanliness :
Joint Preparation and Cleanliness acceptable? \{ e

(2) Welding Machine
(a) Remote foot pedal? __ X
(b) DC straight machine?

(3} Joint Fit-up, and internal Alignment.
(a) Internal alignment acceptable? \,}g_g
(b) Joint Clearance acceptable? N g,s
{c) End Preparation acceptable? \i. e

(4) Filler Rod -
(a) AWS A5.9 stainless steel filler rod? . Qokl

{b) Filler rod: Class __ Diameter ,03.5

(5) Purge Gas,
(a) type of purge gas :_ AR ol _
.(b) time Iength of purge: 3 Mydle. Peioa.  purge flowrate: \ O QFk.

(b) (if done) 02 reading: N 02 Monitor manf/model : ) /1

(6) Inspection After Root Pass
‘ (a) No visible cracks: _Argda. :
(b) No suck holes, which are smalt holes in middle of weld. ;g
(c) No porosity or obv:ous imperfections. _powse
(d) Filler material fused along edges of weld . \es

SCFH__

(8) Repeat inspection after every pass: [ PASS

(9) Final Inspection: /M %//f |

\
60'6°T



AD Cryogemcs Department

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

.Date 3?/3"?015 ...~ Project: G- 2

Pipe Section: . Weld Number:. &
Weld location: (-3~

Welder: Len WAL Y. -\lg»,o.bp.gcve.. Inspector o NIRRT

. Before Welding: =~ ' ' _
- Type of weld: (butt) _ (othe)_ Dne icet Weltd
(1) Pipe #1 Size, Schedule and material: _. . 2 i elPs

2) P1pe #2 Size Schedule and matenal

R 1 ) J oint Preparagon and Qleanhness

_ J oint Preparatlon and Cleanliness acceptable'? \ij 2 <

2) Weldmg Machme :
. (a) Remote foot pedal?
(b) DC strmght machine?

"~ (a) Intemal alignment acceptable" S .

_ (b) Joint Clearance acceptable? . /N
(c) End Preparatlon acceptable‘? \,(,"Q <
(4) Filler Rod- A
(a) AWS AS5.9 stainless steel filler rod? o4 L
(b) Filler rod: Class _ Diameter & 4 S
- (5) Purge Gas. ' ) |
(a)typeofpurgegas R A Y X=W.

(b) time length of purge: | pinure Pliod purge flowrate: - \ & < © W

(b) (if done) O2 reading: __ /) ). 02 Monitor ma.nf/model (/f
(6) Inspectlon After Root Pass

(a) Novisible cracks. __ A oA

(b) No suck holes, which are small holes in middle of weld Y,
- (c) No porosity or obvious imperfections. _ /) 0 £/¢ N

(d) Filler material fused along edges of weld . _\ VA

(8) Repeat mspectlon after evefly pass ( PASS .

' :_ (9) Final Inspecuon // %/ M/
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AD Cryogenics Départnmn‘t
In-Process Weld Inspection Form
{as per In-Process Weld Iﬂspectmn Guidelines, AD Cryogenics, Nov 3, 20{}6) ‘

Date 3~(3-&0tS - Project: G-

Pipe Section:_ . _ Weld Number: &

Weld location: G,—a ' -_ :
‘Welder: Le,mJAw'T %wawx TInspector: =S 1w ViumiBerr

_Before Weldmg, ' '
~ Typeof weld: (butt) . . (other) £ Fuse
© (1) Pipe #1 Size, Schedule and material: . (o“ Q14 TUBe 33 /‘0"*“?
(2) Plpe #2 Size Schedule and matenal """"'ud o (Sa Flawvges

- -11)]01111: El;eparauon and Cle@lznes '- ‘ . 'chw

, Jomt Preparatxon and Cleanhness acceptable‘? '\(/ e

2) Weldmg Machzg_e_ :
- (2) Remote foot pedal?

() DC stralght machine?

" (a) Internal ahgnment acceptable? 5 \ e

. (b) Joint Clearance acceptable? . NeS
(c) End Preparatlon acceptable? \'4\ o
(4) Filler Rod .
(a) AWS A5.9 stainless steel filler rod? E Use
(b) Filler rod: Class Diameter _ AJA&
(5)Purge Gas. = ‘ 7 -

(a) type ofpurge gas © p\)@ , g '
(b) time length of purge: ___' AJ/# purge flow rate:_ &44 Qg

'(b) (if done) O2 reading: é//l& 02 Moritor manf/model Aﬁ; Vi

6 Ius ection After Root Pass

(a) No visible cracks. __2 ) g pde
(b) No suck holes, which are small holes in  middle of weld Alaone

. () No porosity or obvious impesfections. __A Jasie
(d) Filler material fused along edges ofweld. 1/ eg

' (8) Repeat mspecnon after every i PASS .

| (9) Final Inspecuon /M [2/
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AD Cryogenics Department
~ In-Process Weld Inspection Form
(as per In-Process Weld Inspection Guidelines, AD-Cryogenics, Nov 3,2006)

Date_3-13-30:S. . Project: G-

Pipe Section:_ X ___'Weld Number:._&

‘Weld location: (-8 '

Welder: Leouaeny. MMALG\—& Inspector. Tn NG Mjae,zr

_ Before E{eldmg ' '
Type of weld: (butt) _ (other)_£ ngoa

(1) Pipe #1 Size, Scheduie and material: . Y QT URe B Bffp A0 7““?
(2) P1pe #2 S1ze Scheduie and matenal a 130 ELANGeS

: (1)Jomt Pregarauon and Qleanlgness : ’ - We‘“’ 3 - - w}&a
| Jomt Preparatton and Cleanliness acceptablc'f \L/ e : B :

(J_)Weldmgl_\gachme
o (a) Remote foot pedal?
(b) DC stralght machme‘?

(a) Internial alignment acceptable'? g e S
. (b) Joint Clearance acceptable? . i '
(c) End Preparauon acceptable? xl‘ e

(4) Filler Rod- . _ ,
(a) AWS AS5.9 stainless steel filler rod? __Fule

(b) Filler rod: Class Diameter_ A 4

- {5) Purge Gas. ' 7
(a) type of purge gas N /A

(b) time length of purge: AU /4 purge flow rate:
(b) (if done) O2 redding: ___ AJ & 0_2 Monitor manf/model :

{6) Inspectlon After Root Pas
Mowe

(a) No visible cracks. :

(b) No suck holes, which are ich are small holes in middle of weld. _ A o# ¢
(c) No porosity or obvious impeifections. Mowe

(d) Filler material fused along edges of weld . %gg 3

.  (8) Repeat inspection after eve!ry pass: /. PBse .

| (9) Final InSpéction:. ///hﬁr ‘




- _(1) Iomt Pregmtmn ggd Cleanlmes
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AD Cryogenics Départ'ment
In-Process Weld Inspection Form
" (as per In-Process Weld Inspecuon Guidelines, AD-Cryogenics, Nov 3, 2006) _

Date_ Bfl'b ';)—O\S' L Project: G-

Pipe Section:____ _ Weld Number:__&’

"Weld location: 6,-—& - o

‘Welder: Le,om.m"r -\Smo_bac_va Tnspector: . S B\ M Bedt

_ efgre Weldmg '
~ Typeofweld: (butt)___ . (other) EE[S@..
(1) Pipe #1 Size; Scheduie and material: ./ &7 VBe :
@) Pipe #2 Size Schedule and matenal G,o preal. Red uce v

_ Iomt Preparauon and Cleanhness acceptabie" \ { .S

2 Weldmg Machm _ " :
o () Remote foot pedal?
(b)DC stralght machine?

(a) Intemal alignment acceptable? N
~ (b) Joint Clearance acceptable? . |
(c) End Preparatton acceptable‘? Yes

(4) Filler Rod- )
(a) AWS A5.9 stainless steel filler rod? L\ggz we

(b) Filler rod: - Class _ Diameter N/f

- (5) Purge Gas, ' |
(a) type of purge gas . NN '
(b) time length of purge: __ K /8 purge flow rate: - N/

~ (b) (f done) 02 redding: _ N ja 02 Monitor manf/model : QI[Q

(6) Inspecuon After Root Pass
(a) No visible cracks. __AJ) oM< :
(b) No suck holes, which are small holes in middle of weld. N DM

~ (c) No porosity or obvious imperfections. _ % ) one -
(d) Filler material fused along edges of weld . [e s

- (8) Repeat inspection after every pass: __ [, Prss
* (9) Final Inspection: ///29‘1 ‘?1; L‘
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AD Cryogenics Department
In-Process Weld Inspection Form

(as per In-Process Weld Inspectmn Guidelines, AD Cryogenics, Nov 3, 2006) _

Date 3 \3"30t§ : - Project: _G,. A
Pipe Section:____ -~ ___'Weld Number: _ g

Weld location: _(~d S L :
Welder: Lumw'r -\bma.bm.cvz. Inspector. g HUMﬁe:t‘T_‘” :

Before Weldlng '
~ Typeof weld: (butt) . . - (other) E jSe wlern S
(1) Pipe #1 Size, Schedule and material: 7 2 Y% “Rorevasie QouFk ar‘r F’ A&»Jr{/e&?

@ Pxpe #2 Size Schedule and matenal / ’fa Pife

, Iomt Preparatlon and Cleanhness accepta,ble'? \t/ oS

(2) Eeldmg Machme o
-7 {a)Remote foot pedal?
(b) DC straight machine?

 (3)Joint Fit-up, and Internal Alignment. - .~ . .
" (a) Internal alignment acceptable? __\|e.S =~
. (b) Joint Clearance acceptable? . ~lec
(c) Bnd Preparatton acceptable'? '\:[ e <

(4) FillerRod . " , ,
" () AWS AS5.9 stainless steel filler rod? AJ & N
er é

(b) Filler rod:  Class _ _ Diamet
- {5) Purge Gas, ' S _ |
() type of purge gas : )U/ﬂ ’
(b) time length of purge: Wz ' purge flow rate: A/ A

~ (b) Gf done) 02 reading: ) 02 Monitor manf/model : _a/ 4

(6) Inspectlon After Root Pass
(a) Novisible cracks. A g e -
(b) No suck holes, which are small holes in middle of weld. Ao K,

. () No porosity or obvious impetfections. ‘N gp e -
(d) Filler material fused along edges ofweld. _\/eg

(8) Repeat inspection after every pass: | Puss

: (9) Final Inspécﬁ(.)n: : /42%, %/VK%/
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AD Cryogenics Department Het
In-Process Weld Inspection Form X |

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

Date_3-6-201s~ - Project: __{H~aL

Pipe Section” Teensweer hinve ~ Weld Number:_ &

Weld location: G-20 . :

Welder: Lessiang 7. Lacdast  Inspector: _ TS5 a\y mbewss”

Before Welding: o .
Type of weld: (butt) X (other) ” ' . ' .
(1) Pipe #1 Size, Schedule and material: &-/ Schip b3~ ‘ELB0wIT
(2) Pipe #2 Size, Schedule and material: /— /“gchro Pioe 3/1,. Aorq

1 joiﬂtP aration and Cleanliness. . - ' : ‘ ~ é%{\w—z o

Joint Preparation and Cleanliness acceptable? \lj es

@ Wielding. Machi;ie ; .
' (2) Remoté foot pedal? X
(b) DC straight machine?

_ (3)Joint Fit-up, and Internal Alignment. . .
 (a) Internal alignment acceptable? _ N] ¢ s
(b) Joint Clearance acceptable? (e.<,
(c) End Preparation acceptable? Nes

(4) Filler Rod o
(a) AWS A5.9 stainless steel fillerrod? ___Sol.{
(b) Filler rod: Class _ Diameter ,0 4.5

(5) Purge Gas. _ - _
(a)type of purge gas :__ YA pga.)

(b) time length of purge: gigy_ purge flowrate: L\ CFh
(b) (if done) O2 reading: é% 02 Monitor manf/model : _ N /A

(6) Inspection After Root Pass '
(a) No visible cracks. _&Jape_ ‘
(b) No suck holes, which are small holes in middle of weld. #Jos <
(c) No porosity or obvious imperfections. __g/na/t. :
(d) Filler material fused along edges of weld . 5}; es

(8) Repeat inspection after every pass: 7 PAss

| (9) Final Inspectién://fz,m L?d/{f%




