o 1 Jomt Pre aration and Cle hnes

AD Cryogemcs Department

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

Date .,% 257 - 220 % . kL PrOJect: .Cya :

Pipe Section: .. Weld Number: - &

‘Weld location: _(-3 ~ : e .
Welder: Leoun.w‘r %e.é:m_cve. Inspector: _\Coll LA RS ().

.Before Weldmg ' '
~ Typeof weld: (butt)___. . (other) t qe. Wald oy , o
(1) Pipe #1 Size, Schedule and material: “1, b yer's o Tol o o jig Lw) M
(2) Pxpe #2- Size Schedule and material: ‘ : ARG A

L;)EI', e W T Q R g (B
WelDe

_ Jomt Preparauon and Cleanhness acceptable‘? ' \{ eSS

(2) Weldlng Machm L
- (a)Remote foot pedal‘?

(b)DC s1Ia1ght machine?

~ (a)] Internal alignment acceptable') e

JesS
~ (b) Joint Clearance acceptable? . N
(c) End Preparauon acceptable? \} & <
(4) Filler Rod
(a) AWS AS5.9 stainless steel filler rod? q\,-(
(b) Filler rod: ; Class _ Dla.meter N/By
- (5) Purge Gas. |

(a) type of purge gas : __ (g0 |
(b) time length of purge: (tMinore ¢ o puIge flowrate: & c €L
~ (b) (if done) O2 reading: 02 Monitor manf/model :

(6) Inspectlon After Root Pas
(a) No visible cracks. () 0« :
(b) No suck holes, which are small holes in middle of weld. _No v o

- (c) No porosity or obvious imperfections. Q N :
(d) Filler material fused along edges of weld . &

'(8) Repeatmspectlon after every pass [ PASS '-
- ©) FinalInspec_:tion:‘ “ [//& L },/L/




"-'] - [—’; ELD

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

L) e i) :,

Date :3)*3 Qo\<”, 3 Pro;ect: Gh- 2
Pipe Section:_t\cl ... . sc ~ Weld Number:_

Weld location: 6,-*&

Welder: Lenuaw"\' -\Smo.bAc.G% Inspector. ey ANACOL)
; \ S

| efore Weldmg '
~ Typeof weld: (butt) 25 (other)

(1) Pipe #1 Size, Schedule and material: '\1 Tread WwWelD 0 6

(2) P1pe #2 Slze Schedule and matenal

" 1 ) Jomt Preparaﬁon ggd Cleanhnes

‘ Jothreparatton and Cleanhness acceptable‘7 .\} s
{

(2) Weldmg Machme 4
(a) Remote foot pedal'?
(b.) DC stralght 1'11a.ch1ne‘7

" (a) Internal alignment. acceptable‘? i \| e ool
_ (b) Joint Clearance acceptable? . e S
(c) End Preparauon acceptable'? "‘%

(4) Filler Rod- 8 .
(a) AWS A5.9 stainless steel filler rod? 3ok, L
() F1_ller rod: Class _ D1ameter .o0N4s

- (5) Purge Gas. ' o
(@) type ofpurgegas i Recod

(b) time length of purge: _\ Musie @rigy purge flowrate: VO QO T\

~ '(b) (if done) O2 reading: 02 Monitor manf/model :

(6) Inspechon After Root Pas
(a) No visible cracks. | Yaw e

(b) No suck holes, which are small holes in  middle of weld. _+J o
~ () No porosity or obvious imperfections. _ ) a/& A "
(d) Filler material fused along edges of weld. ) e =

- (8) Repeatmspection after evdxy pass: "\_ dass

| (9) Final Inspe_c;tion:.‘ / f,\ ;’ v -fg/g/‘“

‘a\.\'\I\]

[—-\«“L\ L™

+ e Tui N



| FIELD

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

Date_ 3) = ;')eus‘_ : P_l'O]ect: (L'a :

Pipe Section:___ --7 _~ Weld Number:_ S
‘Weld location: 61-*& —

Welder: Le.oqu'T -\\mo.bhacv-’- Inspector- e Ly Waepu) .

‘ Before Weldmg o
~ Type of weld: (butt)_ X X (other) \
(1) Pipe #1 Size, Schedule and material: __ | CELlra) AWNanie ;) 0~
(2) P:pe #2 Slze Schedule and matenal '

( 1 ) J oint Preparahon and Cleanhnes ' _ ,
, Iomt Preparauon and Cleanlmess acceptable? \\L a

i Madling: -
(a).Remote foot pedal? _
(b) DC strmght machme?

N 37 Joint Fit-up, and Intemal Alignment. -~ . . .
- (a) Internal alignment acceptable? LY E
. (b) Joint Clearance acceptable? . N oS
(c) End Preparatlon acceptable‘? vl Lo &

(4) Filler Rod . :
(a) AWS AS5.9 stainless steel filler rod? _ S0l L
(b) Filler rod: Class Diameter . & =

- (5) Purge Gas.

' (a) type ofpurge gas :_ @S0 '

(b) time length of purge: | 141 0ve v puIge flowrate: O ¢\
(b) (if done) O2 reading;: 02 Monitor manf/model

(6) Inspectlon After Root Paés

(a) No visible cracks. Vo v/e

(b). No suck holes, which are small holes in middle of weld SIS
. () No porosity or obwous imperfections. Jo ,

(d) Filler material fused along edges of weld ‘ o.:

' (8) Repeat 1nspecuon after every pass (PASS

- (9) Final Inspectlon ZZ/ / )l ,é/




CR Flerd weens

AD Cryogemcs Department

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

Date_ 3 AS- QoS - Project: __ G-

Pipe Section:_v\o/ . L ).~ Weld Number:. &

‘Weld location: _(»—o. ;

Welder: Le.ouuw'r -\M-.o.bhwvi Inspector: "‘(,;;9_[_(_&{ Lo i) -

Type of weld (butt)_ < > (other) - g p
(1) Pipe #1 Size, Schedule and material: _/ ‘“Tope 4 ‘_t L aug A VO \:l‘.)\_ wWelpey
(2) Plpe #2 Slze Schedule and materlal ‘ Vo Qellows

11)]01ntPrgparauon@d Cleanhnesg i - T L;ﬁf—"——-‘b&é_,_j
, Jothreparahon and Cleanhness acceptable'? \go_':';, i - I S

eldm Machme .__,
(a). Remote foot pedal? _ 3
(b) DC strai ght machine?

- (a) Internal alignment acceptable'? \{ 225"
. (b) Joint Clearance acceptable? . \4 23
(e) End Preparatton acceptable? \; e <

(4) Filler Rod D B ‘
(a) AWS A5.9 stainless steel filler rod? 304 L ‘ _
®) F1_ller rod: Class __ Diameter . O« S

(5) Purge Gas.
“(a) type of purge gas 1 WOaG osd ) ,
(b) time length of purge: \ v wsre Piod purge flow rate: \ O ¢ T
(b) (if done) O2 reading: 02 Monitor manf/model

(6) Inspection After Root Pass . -
(a) No visible cracks. _)\J o J :
(b) No suck holes, which are small holes in nnddle of weld Lo e

(c) No porosity or obvious imp etfections.  Jo. /2 )
¢ Filler material fused alon -edges of weld .

3 (8) Repeat mspecuon after eve‘ry pass (. PaSS.

: :. (9) Final Inspecﬁon /?/Z/ /m f‘“//




AD Cryogenics Department
In-Process Weld Inspection Form
(as per In-Process Weld Inspection Guidelines, AD Cryogenics, Nov 3,2006)
Date >~ =-5" .- . Project: _ (G-
Pipe Section: o . | .o Weld Number: . &
‘Weld location: (-2 -, ,
Welder: Len WALH T -\S(p.e,bALG\-’— Inspector: _\Ceo Ll | \\pato.

.Before Weldmg ' '
Type of weld: (butt)_~% . Y» (other) ' , | . \
(1) Pipe #1 Size, Schedule and material: . [ 20 ‘G TURL weloep 7 &8 ELHOYS
(2) P1pe #2 Slze Schedule and matenal . B e :

N 1 ) J oint Prep_atahon and Cleanlmes

, Jothreparauon and Cleanlmess acceptable? \[l a S

(2) Weldmg Machlne :
. (a)Remote foot pedal? _
(b) DC slra.tght machine?

3'- Jomt Fit-up, and IntemalAh . ment P
(a) Internal alignment acceptable‘7 NesS

 (b) Joint Clearance acceptable? . . o<
(c) End Preparatlon acceptable'? \i ¢ <
(4) Filler Rod . o :
(a) AWS AS5.9 stainless steel filler rod? 304\ _
() F1_ller rod: Class _ 7 Diameter_ O\ <
- (5) Purge Gas.

(a) type of purge gas :_ (g on) -
(b) time length of purge: | ™\, y/o1¢ Vfae b purge flowrate: 0 ¢ %\
~ (b) (if done) O2 reading: 02 Monitor manf/model :

( 6) Insgecuon After Root Pﬁs
(a) No visible cracks. ot ,
(b) No suck holes, which are small holes in mlddle of weld b Of)

- (c) No porosity or obvious impetfections. _ o e -
@ Filler material fused along edges of weld . _. E .S

(8) Repeat mspectlon after eve;ryass i PRLS -

. (9) Final Inspectlon / dég




A Weivd g

AD Cryogenics Départ'men’t .
In-Process Weld Inspection Form
(as per In-Process Weld- Inspectwn Guidelines, AD Cryogenics, Nov 3, 2006). .

‘Date___ _ . Project: ol
Pipe Section:____~ _ Weld Number:_

‘Weld location: _(»—d : o .
Welder: Lo,ounm—r -\Sns,a.bmcw_ Inspector. Meall { N RO

Before Weldmg ‘
- Type of weld: (butt) (other) ' :
(1) Pipe #1 Size, Schedule and material: ./ ‘7T vde + Q0% Tuee Wero20 T
(2) Plpe #2 Slze Schedule and matenal ' : S -

(D Jomt Preparatlon and Cleanhnes _
, J oint Preparatlon and Cleanhness acceptable? NeS
. {

(2) Weldlng Machme ) .I e
" & (2). Remote foot pedal'?

(b) DC stralght machine?

_(3) Jomt Fit-up, and Internal Alig ment_ ER I
" (a) Internal alignment acceptable? .~ \[ 2=
_ (b) Joint Clearance acceptable? Jed
(c) End Prepara‘uon acceptable'? \:/ e g

(4) Filler Rod . '
(a) AWS AS.9 stainless steel filler rod? 35 g L

(®) F1_Iler rod: ~ Class _ ‘ Diameter . .0 % S
- (5) Purge Gas.

(a) type ofpurge gas :_ D Rqgos ;
(b) time length of purge: | Mo puion.  purgeflowrate:: \Q C o\
(b) (if done) O2 reading: 02 Monitor manf/model '

(6) Inspecuon After Root Pass

(a) No visible cracks. [\ oy & :

(b) No suck holes, which are small holes i in middle of weld Mo
~ (¢) No porosity or obvmus imperfections. _ 1) /e -

(d) Filler material fused along edges of weld . _~ ] e.S

i (8) Repeat mspectmn after evelry pass: £aSS

- | (9) Final Inspecuon / {&g 7 )4,/6




J LS

XJ

AD Cryogenics Department -
In-Process Weld Inspection Form
(as per In-Process Weld Inspection Guidelines, AD-Cryo genics, Nov 3, 2006)
Date 3-05-20.5. . Project: G-
Pipe Section:_t\c_ o b./o  Weld Number: . &
‘Weld location: (-8
,Welder Lo,ounw—r -\\mwhccvi InSDBCfOI" « uﬂu\( %\m. p.,_; ‘

‘Beforc Weldmg ' _
- Type of weld: (butt)__ﬁ‘ (Other) K FE-D WILhS =
(1) Pipe #1 Size, Schedule and material: | ElLPosd *\ My W LUbed NG Wl uM
(2)P1pe#2 Size Schedule andmatenal | ELBap) NelpepTo (HelivM N

' wﬂxlothrgparauOn and Cleanllnes '- ' I oo L:JjZ .

, J oint Preparauon and Cleanhness acceptable? \(/ >

(2) Weldlng Machln ) 7'
" (a) Remote foot pedal'?
(b) DC strmght machme‘?

" (a) Internal alignment acceptable? 5 NI
(b) Joint Clearance acceptable? . Jes
(c) End Prepa.ratlon acceptable‘? {{/ g5

(4) Filler Rod s .
(a) AWS AS5.9 stainless steel filler rod? 304

(b) Filler rod: Class _ Diameter . 04 S~

~(5) Purge Gas. = - ‘

(a) type of purge gas : __ 0.4 oL |

(b) time length of purge: \ Wy ¢eaod purgeflowrate: \0 O T
(b) (if done) O2 reading: 02 Monitor manf/model :

(6) Inspection After Root Pas

(a) No visible cracks. _ -2 &

(b) No suck holes, which are small holes i in middle of weld N ove .
. () No porosity or obvious 1mperfect10ns HJode _

@) Filler material fused along edges ofweld. .

e (8) Repeat mspection after eve*ry pass L Pass

| ) FinalInspe_cﬁon:. A /a, /AV«—' “




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

Date_3-35-20(S] . - - Project: __ (G-
Pipe Sectmn‘- S _~ 'Weld Number:_ S

‘Weld location: (h—a ; . .
Welder: LuuAtA’Y -\%wnccvi Inspector' e LL.\{ A oin.

rrBefore Weldmg o ' ' _
- Type of weld: (butt) _ (other)__Socwaetr We oS

(1) Pipe #1 Size, Schedule and material: =2 (K "Td8ae s\ ‘ WsSe Ulel b
(2) Plpe #2 Slze Schedule and matenal 2 S0 Throclars | €A BN r\ '

R 1 ) Jomt Pregarauon and Cle_au_]lmes

, Jomt Preparauon and Cleanlmess acceptable? \f es |

(2) Weldmg Machm __A
o (2) Remote foot pedal? _
(b) DC strmght machme'?

_(3) Jomt Fit-u -andIntemal Alignr L ks
(a) Internal alignment acceptable? _ .~ N o5

. (b) Joint Clearance acceptable? . Je 3,
(c) End Prepa.ratmn acceptable'? \3 oS
(4) Filler Rod =
(a) AWS AS5.9 stainless steel filler rod? %
(b) Filler rod: Class ameter ./ 42;
- (5) Purge Gas. '

(2) type of purge gas :__ A/ /i {
(b) time length of purge: 4 A/ purge flowrate:- N /H /

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

(6) Inspection After Root Paé

(a) No visible cracks. __ /No e .

(b). No suck holes, which are smail holes in n:uddle of weld Nane -
- (c) No porosity or obvious imperfections. _ o 2

(d) Filler material fused along edges ofweld. . e <

"(8) Repeat mspecuon after eve!ry pass: | 4SS

. (9) Final Inspeeuon.. 7




AD Cryogemcs Department

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

‘Date' 3 "-1_‘)' 205, | PrOJect: G-
Pipe Section:____~ - __ Weld Number:_ S

Weld location: _(-3. - P
‘Welder: Le.ounm"r -\Sm,(whc.cv& Inspector' e L_L\< Veeoi)

. Before Y!eldmg ' '

~ Type of weld: (butt)___. . _ (other)_ S\ociCe T Weld T ,
(1) Pipe #1 Size, Schedule and matenal =2 1»(; 4 TyRes \F ole Wel D
(2) P1pe #2 Size Schedule and matenal D (So Flawkes Epch BEPA

e 1 ) Iomt Preparaﬁon and Cleanlmes

_ Jomt Preparauon and Cleanhness acceptable'? \jl P g

(2) Yj[eldmg Machlne .
(a) Remoteé foot pedal? _
(b_) DC stratght machme?

(a) Internial alignment acceptablc? 3 \! 2.5
. (b) Joint Clearance acceptable? . .
(c) End Preparatlon acceptable? %

4

(4) Filler Rod- S
(a) AWS AS5.9 stainless steel filler rod? (\)épg 7
®) Fﬂler rod: Class _ : Diameter Mo

- (5) Purge Gas. .

~(a) type of purge gas : A _
(b) time length of purge: __ 1) A purge flow rate: .\ (?
(b) (if done) O2 reading: /02 Monitor manf/model :

(6) Inspectlon After Root Pas

(2) No visible cracks. _// .
(b). No suck holes, which are small holes in middle of weld A~

(c) No porosity or obvmus unperfectlons Aor e E
@) Filler material fused along edges ofweld. ~je>S

<

(8) Repeat inspection after every pass 1 _PA4ss.

| (9) Final Inspecﬁon:.v'z,% M '




7 welp S

AD Cryogenics Department @ ‘D

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

Date_3- /4-2o15” Project: __ 4 5

Pipe Section:__g¢ -3, Weld Number:__ §

Weld location: _ 4 -3 _
Welder: Aeonaen T Honssce . Inspector: & edly )taen00

Before Welding:
Type of weld: (butt)  (other) £ ,I,,La, 7

(1) Pipe #1 Size, Schedule and material: _3 § 73 535 Conicn Redpee.
(2) Pipe #2 Size, Schedule and material: '

(1}J oi.nt Preparation and Cleanliness

Joint Preparation and Cleanliness acceptable? \l’ 23

2 Weldln Machine ‘
' (a) Remote foot pedal? K
(b) DC straight machine?

ele

(3) Joint Fit-up, and Internal Alignment.
' (a) Internal alignment acceptable? _ \[e S
(b) Joint Clearance acceptable? ’\l es
{(c) End Preparation acceptable? 1 e

(4) Filler Rod
(a) AWS A5 .9 stainless steel filler rod? 208.L

(b) Filler rod: Class _ Diameter . 03 S

(5) Purge Gas.
(a)type of purge gas : ___n &
(b) time length of purge: ___pjp, purge flow rate: LV
(b) (if done) O2 reading: _ wn 02 Monitor manf/model : W) &

(6) Inspection After Root Pass

(a) No visible cracks. NoJe.

(b) No suck holes, which are small holes in middle of weld. pJlow e
(c) No porosity or obvious imperfections. sJowe.

(d) Filler material fused along edges of weld . N el

(8) Repeat inspection after e\}e‘ry pass: _ \ P985S

(9) Final Inspecﬁén: 7 i/% /%,,é




’7 welop s

AD Cryogenics Department ’@@

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

Date 3-(%-20:5 . Project: _ {n-3.

Pipe Section: £=3 43 Weld Number: ¥

Weld location: (4-2

Welder: Leowsen 7. thaeaccse . Inspector: '/(el.l,}/ taeonl
Before Welding:

Type of weld: (butt)_X (other)

Ta tARictho L)
(1) Pipe #1 Size, Schedule and material: TET0 55 Oomical Reduees To e

" (2) Pipe #2 Size, Schedule and material:
(1) Joint Preparation and Cleanliness. ! q/ weed
Joint Preparation and Cleanliness acceptable? \l{ 23

(2) Weidmg Mac]:un

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

(3) Joint Fit-up, and Internal Alignment. :
' {(a) Internal alignment acceptable? _ "y e &
(b) Joint Clearance acceptable? N es
(c) End Preparation acceptable? \!:'ef;.

(4) Filler Rod
(a) AWS A5.9 stainless steel fillerrod? __ 3 o4

(b) Filler rod: Class Diameter .03 S
(5) Purge Gas.
(a) type of purge gas : y\}/g
(b) time length of purge: _ W/ purge flow rate:_ & »
(b) (f done) O2 redding: _4)/a 02 Monitor manf/model : % &

(6) Inspection After Root Pass
(a) No visible cracks. _tJd oM
(b) No suck holes, which are small holes in middle of weld. _plave.
(c) No porosity or obvious imperfections. s Jaue
(d) Filler material fused along edges of weld . Mes

(8) Repeat inspection after eﬁ}efry pass: _ i Pass

(9) Final Inspection: /{?é /%,,K)




1 wWelO
(\')(f(z_a KoL

TED
ZAP Cryogenics Department B G

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

Date 2-4-3o15 Project: [~

Pipe Section: "R ay av oT Weld Number: %
Weld location: _f,-2.
Welder: Leoniden 17 Usenacse  Inspector: ‘C(-LLL\{ VAR | W

Before Welding: .
Type of weld: (butt)  (other) £ el e 7
(1) Pipe #1 Size, Schedule and material: ZgBRicATes W #Shet To 0 VTR AT pekeT OF
(2) Pipe #2 Size, Schedule and material: wus, BELLOWS

(1) Joint Preparation and Cleanliness - _ ‘ wor il

Joint Preparation and Cleanliness acceptable? '\]L e

(2) Wel dmg Machme

(a) Remote foot pédal‘? i
(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment. :
" (a) Internal alignment acceptable? N\l e S
(b) Joint Clearance acceptable? XY
{c) End Preparation acceptable? N es

{4) Filler Rod
(a) AWS AS5.9 stainless steel fillerrod? 2ol L.

(b) Filler rod: Class Diameter . &2 5

(5) Purge Gas.
(2) type of purge gas : _Neao )
(b) time length of purge: quﬂ. Prigq purge flowrate: \Q C €k
(b) (if done) O2 reading: __ nN/w 02 Monitor manf/model : N /i

(6) Inspection After Root Pagss

(a) No visible cracks. NaMa_.

(b) No suck holes, which are small holes in middie of weld. Neb e
(c) No porosity or obvious imperfections. $JoNQ.

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

(8) Repeat inspection after evefry pass: ! Pass

f . -
(9) Final Inspection: QL“




AD Cryogenics Department

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

Date_3-%-30:5 . Project: _fn - o~

Pipe Section: {pausree Lie  Weld Number: ¥

Weld location: _ 4-23 : )
Welder: Legypn 7° [nt 8d4cox Inspector: #lelly o)

Before Welding:

Type of weld: (butt)_Y  (other)
(1) Pipe #1 Size, Schedule and material. _. % 4 PiPe T 0 FARRICATED Fhavge

(2) Plpe #2 Slze Schedule and material: Wenh

{1) Joint Preparation and Cleanlmes

Joint Preparation and Cleanliness acceptahle‘7 \2 2 8

2 Weldm Machm
(a).Remote foot pedal? )g
(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment. ‘
‘ (2) Internal alignment acceptable? __~ \| g5
(b) Joint Clearance acceptable? N s s
(c) End Preparation acceptable? \1{ 2S

{4) Filler Rod
(2) AWS AS5.9 stainless steel filler rod? 3ol ¢

(b) Filler rod: Class Diameter O 4 <~
(5) Purge Gas.
(a) type of purge gas : n) }n
(b) time length of purge: N/, purge flow rate: tJd [g

(b) (if done) O2 reading: g;gg 02 Monitor manf/model : _ w7 g

(6) Inspection After Root Pass
(a) No visible cracks. &J owe_
(b) No suck holes, which are small holes in middle of weld. o2
(c) No porosity or obvious imperfections. _tJo 13.2
(d) Filler material fused along edges of weld . ~ .3

(8) Repeat inspection after every pass: _} PSS

(9) Final Inspectién: /Z///% /éé—




UQe_\ND
N 1‘1"“'@ L‘NJ"

B -
PPUVacuum and Instrumentatlon Group

In-Process Weld Inspection Form
(asper In-Process Weld Inspection Gunde[mes AD Cryogenics, Nov 3, 2006)

Date 3-4-201S  Project: G-
Pipe Section: "Bay anet Weld Number:_ ¥
‘Weld location: _4-3. ‘

‘ WeldeeraMAﬁM@HSF:ector \d-e,u.\( '\;-\g&w‘».o

Before Welding:

Type of weld: (butt) 7 (other) Eolian) -
(1) Pipe #1 Size, Schedule and material: _#5 . 035 Tuge 7o wWHaSher

(2) Pipe #2 Size, Schedule and material: ' Wl
7 'L"’-—M Qhecsen (-9%-9

(1) Joint Preparation and Cleanliness :
Joint Preparation and Cleanliness acceptable? < es
. ’ L.

(2) Welding Machine .
(a) Remote foot pedai? X
(b) DC straight machine?

(3} Joinf Fit-up, and Internal Alignment.. ,
"~ {a) Internal alignment acceptable? Nes ' o .
{b) Joint Clearance acceptable? Jes ' :
(¢) End Preparation acceptable? \1Lp Q

(4! [iller Rod
{(a) AWS A9 stainless steel filler rod? ‘SZ"U.S‘ v

(b) Filler rod: Class : Diameter

(5) Pu‘rqe Gas.
(a) type of purge gas : ) /p,
(b) time iength of purge: N/ia, purge flow rate:. J #g

(b) (if done) 02 reading: rJ Zﬂ 02 Monitor manf/model : _N é}

(6} Inspection After Root Pass
' (a) No visible cracks. pJane
(b) No suck holes, which are small holes in middle of weld. gj
(c) No porosity or obvious imperfections. _Aane

(d) Filler material fused along edges of weld . » ! e

(8) Repéat inspection after every pass: _Fosion

(9) Final Inépection: /% /i;/,_,z,

SCFH___

80'6C



\ UA&LD .
,\'\r—'n_a ‘L}NQJ

f ) Q ’ o |
~  PPD Vactum and lnstrumentatlon Giotp

| in-Process Weld Inspection Form
(as-per In-Process Weld Inspection Gur;iel:nes 'AD Cryogenics, Nov 3, 2006)

Date 3-4~301S  Project: _ (n~9-

Pipe Section: “Eoyaver Weld Number. £
Weld location: _H-a - . - ' -

. Welder'é‘_ggggmi. Hogsasn.  Inspector: K&LL(,: HaediN

Befora Welding:

Type of weld: (butt)_}g_ (other —_
(1) Pipe #1 Size, Schedule and material: ) Sbg_&j g INNer LnNe oF VBkge

(2) Pipe #2 Slze Schedule and material: _ | Wk

(1) Joint Preparation and Cleanlmess Aen. Checrer (- 2x-1
Joint Preparation and Cleanfiness acceptabie? N e S '
. - {

(2) Welding Machine

(a) Remote foot pedal? _
(b) DC straight mach[ne’? '

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

{b) Joint Clearance acceptable? N e
(c) End Preparation acceptable? le_g
{41 ["iller Rod -
(a) AWS A5.9 stamless steel filler rod? - B ol
(b) Filler rod: Class _ Diameter_ .oy2.5

- (5) Pu‘rqe Gas. ‘
(a) type of purge gas | _ QA Ra ou)
(b} time }ength of purge: | u\mﬂ, Praoe, purge flow rate: \ 0 QFW

(b) (if done) 02 readtng A !Zﬁ: 02 Monitor manf/model : r_\:[b ‘

(6) Inspection After Root Pass
' (a) No visible cracks. _pJorf ¢
(b) No suck holes, which are small holes in middle of weld. _AJore

(c) No porosity or obvious imperfections. AJoN &
(d} Filler material fused along edges of weld ¥ &S

(8) Repeat inspection after every pass: __I ¥4SS

(9) Final Inépection: %{/4 /;édé\

SCFH___

80'62
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AD Cryogenics Department @ 1

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

Date 24305~ . - Project: (- 9.

Pipe Section: By quaT Weld Number: &

Weld location: 5~

Welder: Jeount ol Yo ebaces i, Inspector: l(e,{éy’ A@nmﬁj

Before Welding: -
Type of weld: (butt) (other) Frilet Welp

(1) Pipe #1 Size, Schedule and material: _$7Tidoen. Teo Tellows '
(2) Pipe #2 Size, Schedule and material: :

(1) Joint Preparation and Cleanliness

Joint Preparation and Cleanliness acceptable? \{ el

(2) Weldmg Machine
(a) Remote foot pedal‘? X
(b) DC stralght machine?

(3) Joint Fit-up, and Internal Ahgnment |
(a) Internal alignment acceptable? N o 2
(b) Joint Clearance acceptable? e s
(c) End Preparation acceptable? \{ es

4) Filler Rod
(a) AWS AS5.9 stainless steel filler rod? _ 3 ol L
(b) Filler rod: Class Diameter .0 3.5

(5) Purge Gas.
(a) type of purge gas :__VAps aw)
(b) time length of purge: \ Mwgre PLiog. purge flow rate:_\ O Q€W
(b) (if done) O2 reading: ;\7&& 02 Monitor manf/model : 3 /&

(6) Ingpection After Root Pass
(a) No visible cracks. A} one_
(b) No suck holes, which are small holes in middle of weld. NN ope

(¢} No porosity or obvious imperfections. _AJa s €
(d) Filler material fused along edges of weld . 5E 2%

(8) Repeat inspection after e\}e'ry pass. _{ Pf}gs

(9) Final Inspection: % ) M




I wewd .

PED
AP Cryogenics Department @ ﬁ

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

Date 3-%-aas” | Project: _ (4~

Pipe Section: Bay gpe T Weld Number: ¥

Weld location: _ /-3, -

Welder:Leousea™: Wpepsce -  Inspector: & g.t,ﬁ?/ 2aeow

Before Welding: -
Type of weld: (butt) _ {other) £dusron
(1) Pipe #1 Size, Schedule and material: £nM D o F Bayorei ‘ —
(2) Pipe #2 Size, Schedule and material: P pe——

(1) Joint Preparation and Cleanliness .
Joint Preparation and Cleanliness acceptable? \% es

(2) Welding‘ Machine »

(a) Remote footpedal? __ x
(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment. ‘
() Internal alignment acceptable? _\J e §
(b) Joint Clearance acceptable? N e

(c) End Preparation acceptable? \]L eSs

(4) Filler Rod
(a) AWS A5.9 stainless steel fillerrod? N o @

(b) Filler rod: Class Diameter pJ #
5) Purge Gas.
(a) type of purge gas : __ n)/A
(b) time length of purge: _ a3/ n purge flow rate: AJA

(b) (if done) O2 reading: _y) zﬂ 02 Monitor manf/mode : N g

(6) Inspection After Root Pass

(2) No visible cracks. N} o e
(b) No suck holes, which are small holes in middle of weld. N aore

(c) No porosity or obvious imperfections. _pMes @
(d) Filler material fused along edges of weld . E 2.5

(8) Repeat inspection after e\}eiry pass: | bs 1ol

(9) Final Inspection: / {éf / 421




S weld
PED N TR0 ke
D Cryogenics Department

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

Date 2-4-3o15 . Project: 46— 2
Pipe Section: BaygueT Weld Number: &

Weld location: (-2
Welder: Leaunen T thotssccee.  Inspector: ko / Ly Jhacoiid

Before Welding:
Type of weld: (butt) X . (other)

(1) Pipe #1 Size, Schedule and material: FAdLicares U/ 4Shken To purcR S®
) P1pe #2 Slze Schedule and material; Wew '

(1) Joint Preparation and Cleanhneg

Joint Preparation and Cleanliness acceptable? \{] o8

(2) We@ng Machm
(2) Remote foot pedal?

(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment. :
(a) Internal alignment acceptable? . \/ o.%
(b) Joint Clearance acceptable? les
(c) End Preparation acceptable? \es

(4) Filler Rod
(a) AWS A5.9 stainless steel filler rod? _ 2 ok \

8
7

i

N
-

er rod: ass tameter 035
(b) Fill d Cl Di
(5) Purge Gas.

(2) type of purge gas : __ieq o
(b) time length of purge: 1 Miwute Peroe purge flowrate. A0 C.€h
(b) (if done) O2 reading: _ I/ K 02 Monitor manf/model N B

(6) Inspection After Root Pass

(a) No visible cracks. pJod o
(b) No suck holes, which are small holes in middle of weld. _Non'e

{(c) No porosity or obvious imperfections. Ao &
(d) Filler material fused along edges of weld . }{

(8) Repeat inspection after every pass: | P #5S

3

(9) Final Inspection:



AD Cryogenics Department

In-Process Weld Inspection Form
(as per In-Process Weld Inspection Guidelines, AD Cryogenics, Nov 3, 20()6)

Date  5-/9- 301§~ - Project: __¢p 2!

Pipe Section: Weld Number:__{~
Weld location: ' : '
Welder: Leossens, Mﬂ(_ﬂ:ﬂ(_ Inspector: %//4' / 4‘-:2 N
Mtﬁg&
Type of weld: (butt)___. . (other)_ Fyc cev ;K wWerns

(1) Pipe #1 Size, Schedule and material: . Afanl Foro (W i7h (2 Vee el p
2) Plpe #2 Slze Schedule and matenal T RWalves + Flow Meredl

111 Joint Preparation and Cleanlmes

Jomt Preparation and Cieanlmess acceptable? \f/ e. S

2) Weldmg Machine _ : _' -
(a) Remote foot pedal? VA
(b)DC strmght machine?

(3) Joint Fit-up, and Internal Ahgt_nnen .
" (a) Internal alignment acceptable? _ /o <
(b) Joint Clearance acceptable? -~/ 2.3

() End Preparation acceptable? i(/ <

(4) Filler Rod
(a) AWS A5.9 stainless steel filler rod? 3 Lo

(b) Filler rod: Class Diameter &3 S

(5) Purge Gas.
(a)type of purge gas : _A1L40 W,
(b) time length of purge: _& M, myreS purge flow rate.__ 20 /74

(b) (if done) O2 reading: &1: A 02 Monitor manf/model ﬂf /i

(6) Inspection After Root Pass

(a) No visible cracks. _a)peta..

(b) No suck holes, which are small holes in middle of weld. AJoite. -
(c) No porosity or obvious imperfections. _aJgr/e '

(d) Filler material fused along edges of weld . » je .3

(8) Repeat inspection after ex}dry pass: __/ . 4SS

: (9) Final Inspecﬁén: 7[% //é{’z




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

'Délte‘ ‘S 19~ 20187, . PmJect Gy Q
Pipe Section: __ Weld Number:_ 5

‘Weld location:
Welder:Aeomr'e,n ’JJﬂ@d__sé!ci Ill»'HMECWI'- / // / 744‘/ “

: Before Welding:
Type of weld {(butt) z (other) '
(1) Pipe #1 Size, Schedule and material: QSGCLBGM ARSI l,f”fuﬁeﬁ quJ: neo

(2)P1pe#2 Size, Scheduleandmate.nal f—/;\g;\ End (SO FLanqes +Uck Qo TOP

\-(lngthreparauon and Qleanhngss '- ' | , o . ?::QQ.' Ewel ps

Iomt Preparation and Cleanhm:ss acceptabie'? \{ 2 <

2) Weldmg Machm o
" (a)Remote foot peclal‘? 3(
(b)DC stra,ight machine? -

3 -Iomt Fit-u -an_dmInterngI..Ah 'me’ar_lt. - S
| (a) Internal alignment acceptable? . ~|e =

- (b) Joint Clearance acceptable? . U es
(c) End Preparatmn acceptable? '{1 el
(4) FillerRod . |
(2) AWS A5.9 stainless steel filler rod? 39 __Bol
(b) Filler rod: Class __ Diameter 5& <
© (3) Purge Gas.

(2) type of purge gas e oe) '
(b) time length of purge: ;& MiwirTe purge flowrate:_ (O C F .

(b) (if done) O2 reading: _AJ /4 02 Monitor manf[model A Jn

(6) Inspection After Root Pass
(a) No visible cracks. _Algne. :
(b) No suck holes, which are small holes in middle of weld. _poge.

. () No porosity or obvious impeifections.  sAdoge. .-
(d) Filler material fused along edges of weld. ) @ g

‘(8) Repeat mspectlon after eve'ry pass: __/ ,0;; 5SS - | ' !

.' :_ (9) Final Inspecﬁon:rﬂ; %/@




AD Cryogemcs Department .

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

Date 51 (% 20! S ~ Project: /- &
Pipe Section: SRR _ 'Weld Number: _
"Weld location: | / 7//0])
Welder: Z eqni4Lo 7" d;;magm; Inspector: / / /
‘Before Weldmg '
~ Typeof weld: (butt)_ .. . _ (other) £ 4 (a7 ' : .
(1)7P1pe#1 Slze Schedule andmaterial: ;' P.pe et Den Td Be7h Rides
(2) Pipe #2 Size Schedule a‘nd matexial: ‘ ' GF Ballows
o h . ! "l rﬁ .
{ 1) Jomt Preparagon and Clganhnesg , : Q e S
S Iomt Preparatlon and Cleanlmess acceptable? \{ AN
(2) Welding Machine o
o (a) Remote foot pedal‘?
(b) DC strmght machine?
(a) Tnternal alignment acceptable? Nes
~ {b) Joint Clearance acceptable? . N
{c) End P_reparaﬁqn acceptable? \E o<
(4) Filler Rod- . : .
(a) AWS AS5.9 stainless steel filler rod? _ 30k
(b) Filler rod: Class _ Diameter__
- (5) Purge Gas, - ' |
‘(a)type of purge gas : {1 g o)
(b) time length of purge: _| Man 9T purge flow rate:_ - B cFL

~ (b) (if done) O2 redding: _¢J [n 02 Monitor manf/model : ég

(6} Inspecﬁon After Root Pas
(a) No visible cracks. _A) o fJg .

(b) No suck holes, which are small holes in middle of weld. 3ot e
(c) No porosity or obvious imperfections. Mo e -
(d) Filler material fused along edges of weld . _~ l e g

' (8) Repeat mspectlon after every pass ,f PASS .

. (9) Final Inspection:. '7




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

Date_ ;? A0~ A0l S, .. Project: __ {»1 - 2
Pipe Section: ' _ Weld Number: . -

‘Weld location: N B -
Welder'ig_wﬁg@&g@ . Inspector: /{4 /f/ /4:,/.\

Before Welding: '
Type of weld: (butt) _& (other) '
" (1) Pipe #1 Size, Schedule and material: __(o }:/(,’A 0 wWelDS o ,e-/e,j. . oA
(2) P1pe #2 Sizc Schedule and matenal : i N e
T ' Su Pyt Rerven)

1 Jomt reparation and 1eanh , wWelos

Joint Preparatlon and Cleanlmess acceptable‘? \(j L5

() Welding Machive
" (a).Remote foot pedal?
(b) DC strmght machine?

N 3- Iomt Fit-up, and Internal Ah ment R
~ (a)] Internal alignment, acceptable'? e S
_ (b) Joint Clearance acceptable? . /e <
{c) End Preparatlon acceptableV \:, e<

(4) Filler Rod- . ‘
(a) AWS AS.9 stainless steel filler rod? 3 o 11-

(b) F1_11er rod: Class _ Diameter . & .S
- (5) Purge Gas. C .
(a)typeofpurgegas PAgad . :
(b) time length of purge: 10 #0072 purge flow rate: - )@ CFL

(b) (if done) O2 reading: _A 2 /402 Monitor manf/model o) 4]

(6) Inspectton After Root Pags
(a) No visible cracks. _AJ)aJe :
(b) No suck holes, which are small holes in  middle of weld Aore

(c) No porosity or obvious imperfections. “AJone -
(d) Filler material fused along edges ofweld. ~ /e 3

' (8) Repeat mspectlon after eveéry pass: _/_ PASS

| (9) Final Inspeeuon.‘ i/ -



AD Cryogemcs Department
In-Process Weld Inspection Form

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

Date_ Q*CQ(’) 241 S" 3 PrOJect - &
Pipe Section: - __'Weld Number: _
"Weld location: -
Welder: Z eapiaenr e sncSie Insllector' / /»4 // m/ N
gefore Welgggg, '
~ Type of weld: (butt) _ (other)_ ~/ / e 7T

~ (1) Pipe #1 Size, Schedulc and material: _. ‘D T 8e W 7h ,1'3 OLs70A 'S »f—
(2)'Pipe #2 Sizc Schedule and material: \fr; A F i 7lely S omEnAck En e

--1 J thre ara anand leanlme 4 UUQHOS

Joint Preparatlon and Clea.nhness acceptable? \] ey

2) Weldmg Machm o
o (a).Remote foot pedal'? g
(b) DC straight machine? -

" (3)Joint Fit-up, and Internal Alignment, - . -~ .
""" (a) Internal alignment acceptable? __. /e .S
(b) Joint Clearance acceptable? . o
{c) End Preparatlon acceptable? \{' gl

(4) Filler Rod- . T
© (a) AWS A5.9 stainless steel filler rod? 3oy

(b) Filler rod: Class _ Diameter_ 8 25 _

- {5) Purge Gas. L
(2) type of purge gas :__ A«gom) )
(b) time length of purge: _/ £, x/7e. purge flow rate; . S @ £4

(b) Gf done) O2 redding: &/ /A 02 Monitor manf/model : A/ /A

(6) Inspection After Root Pass
(a) No visible cracks. _jUgt/o
(b) No suck holes, which are small holes in middle of weld. _ 1/ 74/0

(c) No porosity or obvious impeifections. " AJo wo .
(d) Filler material fused along edgesof weld. \j e s

| (8) Repeat mspecuon after every pass: 4 / Pass

. (9) Final Inspecuon.. .



AD Cryogemcs Department

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

Date_ Q@ "Dacch, PmJect )
Pipe Section: : ~ Weld Number: <~
Weld location:

Welder',Zeouam #Wma,m_ Inspector: / // /-réaﬂ -

_gfbr_eng_dLng_ '

~ Type of weld: (butt) g_ _ (other) '
" (1) Pipe #1 Size, Schedule and material: =D /So /4704 S (/cr 3 a—f&/(oM < bppL\(

(2) Plpe #2 Size Scheduie and matenal I
PRLE Qém IN
{ l ) Jom; Preparatgn and Qjeanhness : :

Joint Preparauon and Cleanliness acceptable‘? \ (e <

2) Weiglmg Maclng _ .I _. ‘
o (2) Remote foot pedal?
(b) DC straight machine?

_ (3)Joint Fit-up, and Internal Alignment. - . -

" (a) Intemial alignment acceptable? ~ .\ o g
(b) Joint Clearance acceptable? . Jias
(c) End Preparatxon acceptable‘? \ﬁ e

(4) Filler Rod- . )
© (a) AWS AS5.9 stainless steel filler rod? 3 o be

(b) Filler rod: Class Diameter ., Q Yl
{5) Purge Gas, o |
(a)typeofpurgegas _Aegas) '
{b) time length of purge: _/ FM AT purge flow rate: - S- £ FL

(b) (if done) O2 reading: 4 ég& 02 Monitor manf/model : _4 ;Z A
(6) Inspecuon After Root Pass

(a) No visible cracks. _ 4 ) g, .
(b) No suck holes, which are small holes in middle of weld Mo e

() No porosity or obvious imperfections. _ AJ)asse . -
{d) Filler material fused along edges of weld . Nes

‘ (8) Reépeat inspection after every pass: _J_ PASS

B (9) Final Inspmﬁon../%? M




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

| Date_ 9 ~S O D g‘ Pro]ect. =2
Pipe Section:____ _ Weld Number: &~

Weld location: o
Welder: ACGMA:QD ( Mg PQACCC(IHSpeCtOI“ // // / / t/, _

Before ﬂeldmg ' '
 Type of weld: (butt) " .. _ (other) £ (L leTs .
" (1) Pipe #1 Size, Schedule and matetial: _Arpo b s ourher U.‘q_ L ,;\_ i n
@ Plpe #2 Slze Schedule and material: @ Ty MeTex

{ 1 ) I oint Pregaratlog gnd Qleanlmess

Joint Preparatlon and Cleanhness acceptable'? '\} e <

(a) Remote foot pedal? 75
(b) DC stralght machme‘? ,

) 3 -Iomt Fit-u an‘d_‘Intemgl_.All .mt'%!f_lt : S
" (a) Internal alignment acceptable? .\ s e s

(b) Joint Clearance acceptable? . ~j'» 5
(c) End Preparauon acceptable? {4 o <
(4) Filler Rod'

(a) AWS A5.9 stainless steel filler rod? _ 23 gz %

(b) Filler rod: Class _ Diameter, ,é [ lo

- (5) Purge Gas. - |
(a) type of purge gas N o o)
(b) time length of purge: _ 3 ™M notes purgeflowrate: [ O <)

(b) (if done) O2 reading: _ o/ /3 O2 Monitor manf/model &
(6) Inspectxon After Root Pass ‘

(a) No visible cracks. _AJore

(b) No suck holes, which are small holes in  middle of Weld MNore
(c) No porosity or obvious impeifections. AJowe ‘

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

'(8) Repeat mspec’aon after evelry pass: /Q PASS. & ver (v ch O

: | (9) Final Inspecuon 7{%




AD Cryogenics Department

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

Date 3-335-201 S~ - Project: (s - 2

Pipe Section:_\\c\,. ., L . Weld Number:__ >
Weld location: _(— 2 b
Welder:ba-; 20K e dace ik Tnspector: 4. /é / YA /ﬂ

Before Weldlng '
~ Type of weld: (butt) K . ¥ . _ (other)
(1) Pipe #1 Size, Schedule and material: __ %f&f) O WELD Tof OF Ao & v ip
(2) Pipe #2 Size, Schedule and material: T B

: ' S o ; /] e Lo
(1) Joint Preparation and Cleanliness - : :

Joint Prcparatio‘n and Cleanliness acceptable? ‘\(/ &%

(2) Weldmg Machm ‘
‘ (a) Remote foot pedal?

(b) DC straxght machine?

- (a) Intemal alignment acceptable‘? ‘ \[ P
. (b) Joint Clearance acceptable? . \es
(c) End Preparation acceptablc? \{ e

(4) Filler Rod
(a) AWS A5.9 stainless steel filler rod? 3 og;

(b) Filler rod: Class Diameter . &3 S

- (5) Purge Gas. :
(2) type of purge gas : N\ eq o) |
(b) time length of purge: <epn 10 Muwo T2 purgeflowrate: 2 o Cc 1

(b) (if done) O2 reading: _ 1J/A 02 Monitor manf/model 7\ ![Q

(6) Insp_ectlon After Root Pass
(a) No visible cracks. pAJope :
(b) No suck holes, which are small holes in middle of weld Mode
- (c) No porosity or obvious imperfections. _/\J g pJ¢ :
(d) Filler material fused along edges of weld . \ J ¢ <

' (8) Repeat mspecuon after every pass: , PASS

| (9) Final Inspection: M /v;,/(f




AD Cryogenics Department

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

Date(;) -2 oS Projéct Cr~ 2
Pipe Section: e o L/ves Weld Number: X

Weld location:
Welder: {eova2a7” ,L/:q.w,chg,. Inspector: / // /74»/

Before Welding:
Type of weld: (butt) X (other)
(1) Pipe #1 Size, Schedule and material: _) Frela welp ovitorF Heliywm
(2) Pipe #2 Size, Schedule and material: IS o

(1) Joint Preparation and Cleanliness .. -

Joint Preparation and Cleanliness acceptable? \[e<

(2) Weldmg Machine | o
(2).Remote foot pedal? |« ~ e
(b) DC straight machine?

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

" (a) Internal alignment acceptable? __.\/ e §
(b) Joint Clearance acceptable? . | ¢ ¢
(c) End Preparation acceptable? \\‘ @<

(4) Filler Rod o
(2) AWS AS5.9 stainless steel fillerrod? __ 3 64

(b) Filler rod: Class Diameter . O XS

(5) Purge Gas.
(2) type of purge gas : _ \idoy ‘
(b) time length of purge: 1 0 Min TS purge flow rate:__ 3 0 < 7).,

(b) (if done) O2 reading: # 4 02 Monitor manf/modei A ;g&

(6) Inspectxon After Root Pass
() No visible cracks. Al gwe.

(b) No suck holes, which are small holes in middle of weld. __ s/ owe.
(c) No porosity or obvious imperfections. _aJau'e
(d) Filler material fused along edges of weld . ~/ e g

(8) Repeat inspection after every pass: __/ Pass

| (9) Final Inspection: Z%Z éﬁ_( o~




AD Cryogenics Department

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

Date__ )~ 19— am <7 - Project: /4 -9

Pipe Section: Weld Number: %~

Weld location: . : '

Welder: [epuopm T .LA,-MMceklﬂSPeCtOri /r:/ //4 / 74.«/ ol

Before Welding: |
Type of weld: (butt)___. . (other) Zil{e )
(1) Pipe #1 Size, Schedule and material: % % 7ode w5 Uece FriTivgs
(2) Pipe #2 Size, Schedule and materjal: & Weld

(1) Joint Preparation and Cleanliness. . -

Joint Preparation and Cleanliness acceptable? \{ e

(2) Weldmg Machln , . '
(a) Remote foot pedal? ﬁ '
(b)DC strazght machine?

(3_) Joint Fit-up, and Internal Ahggmen S

- (a) Internal alignment acceptable? . N\l @ <
N
Y

(b) Joint Clearance acceptable? .
(c) End Preparation acceptable?

(4) Filler Rod
(a) AWS A5 .9 stainless steel filler rod? 3t lo

(b) Filler rod: Class Diameter + &) 3.5
(5) Purge Gas.
(2) type of purge gas : _Aeq o)
(b) time length of purge: Eraures purge flow rate: |0 C &,

(b) (if done) O2 reading: _1J/a 02 Monitor manf/model A 3‘&

(6) Insgectlon After Root Pass

(2) No visible cracks. ) owe :
(b) No suck holes, which are small holes in middle of weld. o e

(c) No porosity or obvious imperfections. No o) @
(d) Filler material fused along edges of weld . _ ~; ¢ g

(8) Repeat mspecnon after eve‘ry Z | P8SS

| (9) Final Inspection: _




AD Cryogenics Department

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

Date_D-1%-2ois.  Projecti -3

Pipe Section: \ Weld Number: . %

Weld location: . '
Welder:ieaup,mr:_m ¢macckh  Inspector: /%//é /,ém/ V-
Before Welding: |

Type of weld: (butt) X _ . (other)_
(1) Pipe #1 Size, Schedule and material: _ Q' AST ELAsw) ¥ STRAGWY TURe
(2) P1pe #2 Size Schedule and material: _—+ P 1Pe Theenp o ame OO

’ o) ud 210
( 1 ) Joint Preparation @d Cleanlmesg E} »

Joint Preparation and Cleanliness acceptable? - Xeg

: £
2 wgldmg Mgchm o

' (a) Remote foot pedal'? _,Y_

(b) DC straight machine?

_ (3)Joint Fit-up, and Internal Alignment. . .

' " (a) Internial alignment acceptable? . ~\jes
{b) Joint Clearance acceptable? _ N
(c) End Preparation acceptable? \‘{ e

(4) Filler Rod
(a) AWS A5.9 stainless steel filler rod? 20 Ly

(b) Filler rod: Class Diameter . & 4
(5) Purge Gas.
(a)typeof purgegas : _ @ o o
(b) time length of purge: 1 vvwore. purge flowrate: § C € |

(b) (if done) O2 reading: _ »s A 02 Monitor manf/model : _ A/ /A
(6) Inspection After Root Pass

(a) No visible cracks. »J gy 2
(b) No suck holes, which are small holes in middle of weld. A ¢ V2

(c) No porosity or obvious imperfections. AJanjo
(d) Filler material fused along edges of weld . +j & ¢

(8) Repeat inspection after every pass: | PAS <

| (9) Final Inspéction:



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

.Date ;l“( g - QG\T . Project: __ (,— Q.
Pipe ‘Section: : _ Weld Number:_
"Weld location: '
Welder: Mﬁm&@. Inspector' // // // j _
- Before weldmg ' '

~ Typeof weld: (butt)__.. . (other) = gg et

(1) Pipe #1 Size, Scheduie and material: . AL 7” eS : '
(2) P1pe #2 S1ze Schedule and material: __ * £ 7 I Jerns & et

{ 1 ) Iomt Preparguon and Cieanlmes

_ Jomt Preparatwn and Cleanlmess acceptable‘? \; s
VR N

(2) Weldmg Machm .
' (a). Remot foot pedal?

(b_) I)C stra.tght machine?

(a) Intermal alignment acceptable‘? v

. (b) Joint Clearance acceptable? . Y/p
(c) End Preparatxon acceptable‘? Af@ |
(4) Filler Rod-
- (a) AWS AS5.9 stainless steel filler rod? §g
(b) Filler rod: Ciass Dlameter -, 035 (
- (5) Purge Gas. |

(2) type of purge gas : ;4:@4 o -
(b) time length of purge: ¢ Mupre Preoa. purge flowrate & <)
~ +(b) (if done) O2 reading: __AJ J4 02 Monitor manf/model : A/ /3

{6) Insgecgon After Root Pas

(a) No visible cracks. _aJ g~r. = -

{b) No suck holes, which are small holes i in middle of weld po e
(c) No porosity or obvious imperfections. _ AJ ¢ e

(d) Filler material fused along edges of weld. _\7e g

' (8) Repeat mspecﬂon after eve*ry pass / 4SS

: | (9) Final Inspection:‘ / :



AD Cryogemcs Department

In-Process Weld Inspection Form |
' (as per In-Process Weld- Inspectmn Guidelines, ADCryogenics, Nov 3, 2006) ‘

Date 9,. 18- o s, - Project: __ & - a
Pipe Section:_sfed, v A .'AJ-L _ Weld Number:_

"Weld location:
W:lde:‘) Cil{ e(;];ms T fInesncE h Tnspector: / // /éj

-_Before Weldmg '
- Type of weld: (butt) E (other)

(1) Pipe #1 Size, Schedule and material: SocweT Behlows wWIKTWO TUR =]
(2) Pzpe #2 Slze Schedule andmatenal Welped ONE Bach S0 + ERRB oW
Welben 0:4 arre EWID 2,LuJ:e_.L03

‘ w-(l)]omt Pregarauon and Qleanlmess '- ' , ER 't:t:g:::ﬂ

Jomt Preparahon and Cleanliness acceptable" \( s

2 ngdmg Machine _. L,
' (a).Remote foot pedal‘? }g c
(b) DC strai ght machme‘?

(a) Intérrial alignment acceptable’7 '\I al
~ (b) Joint Clearance acceptable? . NP,
(c) End Preparaﬁon acccptable‘? \(/Le_;s o

(4) Filler Rod- '
(a) AWS A5.9 stainless steel filler rod? 2o gg
(b) Filler rod: _ Class Diameter .02 S

- (5) Purge Gas. '
() type of purge gas : Am ard '
(b) time length of purge: (Menue Peioy  purge flow rate;. & - CEA

(b) Gf done) O2 redding: g%[ B 02 Monitor manf/model : _~//4

6 Ins ection After Root Pas

(a) No visible cracks. _AJ pve
(b). No suck holes, which are small holes in  middle of weld A SN

(c) No porosity or obvious impetfections. _ Adow e
(d) Filter material fused along edges of weld . % /e g

' (8) Repeat mspection after every pass | Pas s

:< .  (9) Final Inspecﬁon:. /%/% ,M




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

Dateégﬂ G- 201 s - Pr()]ect b - EL
Pipe Section: L _ Weld Number:_

‘Weld location: -
Welder: ,{eaﬂmw 7 Ry, 4_{..;?4(. Inspector' / // K/,.,,// < .

_Befgre Weldmg ' '
~ Type of weld: (butt) 5 (other)
(1) Pipe #1 Size, Schedule and material: RocuerT Behlows w T T Uﬁe. g

(2)P1pe#2S1ze Scheduieandmatenal ove Ench EnNd  witn LJ;_;:A,MJ .
wWel.ned On ONe Ewdo

.(1) Jomt Pregaragon and Cleanlmes L .......-g-:‘ .

. Joint Preparauon and Cleanhness acceptabie? \I o5

2) ﬂel_d_lgg Mg,chme _' :
‘ (a) Remoteé foot pedal? _
(b) DC straight machine?

3 Joint Fit-u and Internal Alignment, - .

" (a) Internal alignment acceptable? _ \; oS
. (b) Joint Clearance acceptable? . ~ , 2 S
(c) End Prepara’aon acceptable? \1 P

(4) FillerRod .
- (a) AWS A5.9 stainless steel filler rod? _ o\

(b) Filler rod: Class Dxameter ORS™

- (5) Purge Gas. ' C
(a) type of purge gas : _D\Aq o)
(b) time length of purge: t Miyaye _Prapa_ purge flow rate: S- CEl

(b) (if done) O2 reading: A4 02 Monitor ma.nf/model &

(6) Inspecuon After Root Pass

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

. (c) No porosity or obvious mperfecuons Mowe -
(d) Filler material fused along edges of weld . __~ ( P g

(8) Repeat mspectlon after every pass: | FA $s .

3 (9) Final Inspecuon.. é?é -% 44 '




AD Cryogemcs Department
In-Process Weld Inspection Form

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

.Date' ; \ A 3015’ . PrOJect. - 9\'

Pipe Section:_ =~ _ Weld Number:

‘Weld location: '
Weider.Leauqan 7 MMM&K Inspector: /7/ /4 /%L o

-‘Before Weldmg '
~ Type of weld: (butt) X . (other) £ _ 5

(1) Pipe #1 Size, Schedule and material: ¢2 Ceenwi ¢  tSakatoed

@ P1pe #2 Slze Schedule and material: Bl T iing's

, 1 Jomt Pre aration an le liness .

_ Iomt Preparahon and Cleanhness acceptable:‘7 '\{ es

(2) Weldmg Machme : '
T (2) Remote foot pedal? _

(b) DC stra.lght machine?

(a) Internial ahgnment acceptabie’7 Nes
. (b) Joint Clearance acceptable? .~y “eS
{c) End Preparatlon acceptable? \( es

(4) Filler Rod -
© (a) AWS A5.9 stainless steel filler rod? 3 o 55

(b) Filler rod: _ Class _ Diameter

- (5) Purge Gas.
(a) type of purge gas | _Aeqes

VO R ST

1«} wel, D S

(b) time length of purge:  minore. Frioa_purge flow rate, S -CEL

(b) (if done) O2 reading: (\_1/ 02 Monitor manf/model : ~1 o

{6) Inspec_tg on After Root Pas
(a) No visible cracks. _a) ow

(b) No suck holes, which are smali holes i in middle of weld. M

. () No porosity or obvious unperfectlons N aide

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

'(8) Repeat inspection after every pass: | PBsS .

| (9) Final Insplection:




AD Cryogemcs Department |

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

‘Date 2- o a0, - Project: _ -2 -
PipeSection:_ .~~~ 'Weld Number:_ Ry
"Weld location: '

‘Welder: A eanAno f" a8gesic Inspector' / /Af // i o

: _Before Weldmg '

~ Type of weld: (butt) g( (other) ' ' '
(1) Pipe #1 Size, Schedule and material: . &7/ 7 UBes e o7 AT 4 <O
(2) Pipe #2 S1ze Schedule and matenal a FA AriGe3 on e ach G~k

. : : , B wehpy
A 1 ) J oint Pfeparatlon and Clganhngs T _ R : Eﬂ -
, Iomt Preparauon and Cleanlmess acceptable? \E) e S ) L

2) Weldmg Machme :
7 (2)Remote foot pedal? _

(b)DC stralght machme‘?

3‘- Iomt Fit-up, and IntemalAh nment. -~ . . .

" (2) Internial alignment acceptable? .\ e & =~
- (b) Joint Clearance acceptable? . NP

- {c)End Preparauon acceptable‘? \t! e

(4) Filler Rod T ‘
 (a) AWS A5.9 stainless steel filler rod? 3ol

(b) Filler rod: Class Diameter . © 4 S~

- (5) Purge Gas, . 7
(a) type of purge gas _Ang ol
(b) time length of purge: _5 Muwastes Praospurgeflowrate: 10 c &\

‘(b) (if done) O2 reading: a !Fﬂ 02 Monitor manf/model : 1) /3

(6) Inspection After Root Paés _
(a) No visible cracks. ro orie :
(b) No suck holes, which are small holes in middle of weld. rs gm e

- {c) No porosity or obvious 1mpelfect10ns Nowe
(d) Filler material fused along edges of weld . _~ RS

- (8) Repeat inspection after gvehy pass:__/ £ 4SS

' :. (9) Final Inspécﬁéﬂi 7 é% : 7M K




AD Cryogemcs Department

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

Déte}‘jﬂcﬂ_— a'oxg". | - Project: __ (-2

Pipe Section: S Weld Number: _

‘Weld location:

Welder'jeo,u“o . ;-/Auﬂggzég Inspector- / /4 /{a/
‘Before Weldmg '

~ Typeof weld: (butt)_X. . Y. . (other) /5 JlteT
(1) Pipe #1 Size, Schedule and material: "R esfow 3 L) TWwW O TTURLS o EAC

(2) Pxpe #2 Size Schedule and matenal L iSabkater 0 one L/tw o SR
| v-]l}]omt& pg;auon gnd Clemlmesg ‘- ' - m
. Joint Preparanon and Cleanliness acceptable'? N { e < _ R

2 Weidm Machm .
" (a).Remote foot pedal? _}g_____
() DC stralght machine?

(a) Internal alignment acceptable‘? Nes

 (b) Joint Clearance acceptable? .« =<
(c) End Preparatzon acceptable‘? \‘{ P
{4) Filler Rod- . -
(a) AWS AS5.9 stainless steel filler rod? 20 (,r ‘
(b) Filler rod: Class _ Diameter gt
- (5) Purge Gas,

(a) type of purge gas 1 Angos)
(b) time length of purge: _/Munire g ion purge flow rate: - S-CFL

(b) (if done) O2 reading: 02 Monitor manf/model /A
_,lt_—'l-__

{6) Insgectlon After Root Pass

(a) No visible cracks. _tJ oo .
(b) No suck holes, which are small holes in  middle of weld. _ pJer/e.

- () No porosity or obvious 1mperfecuons Ao e ‘
(d) Filler material fused along edges of weld . N es

'(8) Repeat inspection after every pass; _/ Pps<

. (9) Final Inspécﬂon:.



AD Cryogemcs Department

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

'Date &*lc’t* EN-TS S Project oa~ a

Pipe Section: - _ Weld Nnmber. :

‘Weld location:

Welder: Aeaum Tm_ﬁ_ch. ‘Inspector: / // /é /
,Mé&& '

~ Type of weld: (butt) )_( (other) ' .
(1) Pipe #1 Size, Schedule and material: _./ X Plum T dbe @ uT a7 Lgo
@ Pipe #2 Size Schedule and material: FM ustio - FLANGES 4 werps

{ 1 ) Igmt Pregarauon and Cieanhnes

. Joint Preparatlon and Cleanlmess accepta,ble? '\{ es |

(2) Welding Machirie
- (2) Remote foot pedal? x;
(b)DC stralght machine?

3) -Jomt Fit-u ‘a.nd__Intemgli.Ah . ment. - o
' (a) Internal alignment acceptable? __A\) ¢S

. (b) Joint Clearance acceptable? . N2 <
(c) End Preparatlon acceptable‘? -\z as
4) Filler Rod-

(2) AWS A5.9 stainless steel filler rod? __ b U

(b) Filler rod: Class __ Diameter ! /b

- {5) Purge Gas. ‘
(2) type of purge gas e '
(b) time length of purge: __ N /g puige flow rate

(b) (f done) O2 reading: ﬁ{[ﬁ 02 Monitor manf/model L:‘ Zg

(6) Inspection After Root Pass

(2) No visible cracks. aosre -
(b) No suck holes, which are small holes in  middle of weld. N owce,

- (c) No porosity or obvious imperfections. _ N o~ <
(d) Filler material fused along edges of weld . &S

: (8) Repeat mspectlon after every pass | £45S

| (9) Final Inspec_:uon..



AD Cryogemcs Department

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

‘Date_ 5 j19- 2015 - Project: -
Pipe Section:__ /el L,U,;_, ~Weld Number:___ %

‘Weld location: /-5 : o
Welder:&MMéﬁ, Inspector: /% é/;; //ﬁ%

-.Befgre Welding: - L - |

~ Typeof weld: (butt)_ X . X.. (other)

(1) Pipe #1 Size, Schedule and material: . (2 “rose
(2) Pxpe #2 Slze Schedule and matenal / 1.529 F" Lovpe A W?-L 08 -

¥ 1 ) Jomt Preparat_lgn and Qleanlmess

_ Jomt Preparatmn aud Cleanliness acceptable? \l e

(2) Weldmg Maghln |
o (2).Remote foot pedal‘?
(b_) DC strmght machine?

(ﬂ) Internal alignment acceptable‘7 \je_:) .
. (b) Joint Clearance acceptable? . NP
(¢) End Prepgration acceptablg?' \%ﬁ . s

(4) Filler Rod- C ,
- (a) AWS A5.9 stainless steel filler rod? 304

(b) Filler rod: Class _ Diameter .0 3 S

- (5) Purge Gas. o
(a) type of purge gas : Ao o) '
(b) time length of purge: | wwore Pason, purge flow rate: S cEh
~ (b) (if done) 02 reading: _MNjm 02 Monitor manf/model : N2

(6) Inspecﬁon After Root Pass

(a) No visible cracks. _a&J ove .

(b) No suck holes, which are small holes in  middle of weld Nare
. () No porosity or obvious imperfections. N ove

(d) Filler material fused along edges of weld . . ( £S5

(8) Repeat mspecuon after eve'ry pass: _/ P 435S

| (9) Final Inspecuon % /M




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

Date '“J"i AN S-S -~ Pro]ect lo ™
Pipe Section:_\le .ot | inJe. Weld Number: &~

‘Weld location: __ /4-3
Welder:,_Zeauebq '7” /,49@;_5_;5& Inspector // /é %w%

Before Eleldmg '

~ Typeof weld: (butt) . . _ (other)_____ L]/ ' o
(1) Pipe #1 Size, Schedule and material: @ FI1ELS WelDS Suppehy T QeTues)
@ Plpe #2 Slze Schedule and material: k/ el Live o

{ 1 ) ,!omt Prepar,a_uon angl g;leanhness

‘ Jomt Preparatmn and Clea.nhness acceptableV \l e S

(2) Welding Machine -
"~ (a)Remote foot pedal? _

(b)DC stralght machine?

(a) Internal alignment acceptable‘? \I es

_ (b) Joint Clearance acceptable? .~ e s
(c) End Preparatlon acceptable‘? \f{ es |
{4)leier13_od . o .
© (a) AWS A5.9 stainless steel filler rod? _Beol
- (b)Filler rod: Class _ Diameter . O L <
- (5) Purge Gas. |

(a) type of purge gas : ) 0.900)
(b) time length of purge: _5 pmotores - purgeflowrate:r /O QL[
(b) (if done) O2 redding: N /& 02 Monitor manf/model : _#//4

(6) Inspecnon After Root Pass

() No visible cracks. _AJ g¢/ f;_ :
(b) No suck holes, which are small holes i in middie of weld Ned e

. {c) No porosity or obwous impetfections. _ A or 2
(d) Filler material fused along edges of weld . NI

' (8) Repeat mspectlon after evéry pass ;2 4SS

. (9) Final Inspecuon..



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

rDéte' a-\‘%f aoVS,, R Pro;ect - &

Pipe Section:_4;r Sps'-r'e,m Weld Number. :

‘Weld location: |

_Weldeer,e.a.J 480 T, ;—Aqa.gg;c@ h_Inspector- / // /M
'Befor.e eldi

~ Type of weld (butt) K (o’ther) ' '
" (1) Pipe #1 Size, Schedule and material: Li C vL|Ne\¢a¢_ w Th ans A Uc—f?-

(2) P1pe 2 Size Schedule and matenal ﬁ wWalps _ O ‘r‘r\Na,

{ 1 ) Jomt Preparan_on and Qlea.nhness

, Jomt Preparauon and Cleanliness acceptable‘? 'f 3 |

];2) ngd_;gg Machme

() Remote foot pedal? _l——
(b) DC straight machine? ______

(a) Intemal alignment, acceptable‘7 \]&5 -

 (b) Joint Clearance acceptable? .~ ¢S
(c) End Preparauon acceptable? \z A
4 Flller Rod:- . :
(a) AWS AS5.9 stainless steel filler rod? 3=5*r- '2-. e
(b) Filler rod: Class _ Diameter .0 & £
- (5) Purge Gas, |

(a)typeofpurgegas L_Bva ol '
(b) time length of purge: | muwire. {j&m&purgeﬂowrate 3 et

(b) (if done) O2 reading: I_\:{ 02 Monitor manf/model A K
(6) Insgectlon After Root Pass

(a) No visible cracks. rswe

(b) No suck holes, which are small holes in middle of weld, Marse
(c) No porosity or obvious imperfections. _ N ang N

(d) Filler material fused along edges of weld . N o vA_

- (8) Repeat inspection after evéry pass: _{ Pass

. (9) Final Inspé_ction:. '



AD Cryogemcs Department

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

‘Date_2-( S-gdorst, - Project: _ L-2
Pipe Section:__4,-2 . ~ Weld Number: £~
"Weld location: S Y -
Welder:mwwgggkg Inspector: /;{% /74,;%‘&
Before Welding: | ' -

~ Type of weld: (butt) ﬁ (other) _ ‘
(1) Pipe #1 Size, Schedule and material: __ L yer's € igvmiags

(2) Plpe #2 Slze Schedule and matenal B Micos BT E LBawS

{ 1 ) J oint. Preparatton and Qleanhness

, Jothreparatlon and Cleanliness acceptable? \1 e <

121 Welggg Maghme

(2) Remote foot pedal? _ g
(b) DC stralght machine?

(a) Intemal alignment acceptableV \/ qu
. (b) Joint Clearance acceptable? . \J 2.5
(c) End Preparauon acceptable? \; e <

{4) FillerRod. . :
- (a) AWS AS5.9 stainless steel filler rod? ’5\ (e .
(b) Filler rod: Class _ Diameter . ® 23S

- (5) Purge Gas.
(a) type of purge gas : Bag o -
(b) time length of purge: _\ ysore, wan purge flow rate S- CFw

~ (b) (if done) O2 redding: &%gg 02 Monitor manf/model : ﬁ

(6! Insgectlon After Root Pass
(a) No visible cracks. _aJove. :
(b) No suck holes, which are small holes in  middle of weld. _~v s/ ¢

{(c) No porosity or obvious 1mperfecuons A ogr 4 -
(d) Filler material fused along edges of weld . ¥ es

- (8) Repeat inspection after every pass: | Pase

: (9) Final Inspécﬁc.m:. /%/g /yé{ /@.




AD Cryogenics Dé'part’meﬂt |
In-Process Weld Inspection Form .
" (as per In-Process Weld Inspectlon Guidelines, AD Cryogenics, Nov 3, 2006) _

rDate ;l~\ S-aas . . - Pro;ect. n— T-L

Pipe Section: o Weld Number:_

‘Weld location: ‘

Welder: Ae.aumu o mc& Inspector' // Z / / / 2
_ efore Weldmg '

~ Type of weld: (butt) xj (other) E; gs: an
(1) Pipe #1 Size, Schedule and material: _[e ! MARM BN,
(2) P1pe #2 Slz:e Schcdule and matenal Comwrltar Fhange

{ 1 ) Iomt Eggparauon and ggleanlmess

Iomt ?reparauon and Cleanliness acceptable'? \{ es

2 Welding Machme .
" (a)Remotéfootpedal? "7
(b) DC straight machine?

_ (3)Joint Fit-up, ad Internal Ali S
" (a) Intérnal alignment acceptable? _ X/ eS

- (b) Joint Clearance acceptable? . _~je s

{c) End Prepa.ratxon acceptable? \{e,;s L

(41 Filler Rod-
 (a) AWS A5.9 stainless steel fifler rod? U ove

(b) Filler rod: Class Diameter _

- (5) Purge Gas,

(a) type of purge gas : __~) que ' '
(b) time length of purge: _ny /r:, ' purge flow rate: - nJ /A

'(b) (f done) O2 redding: _ N /a8 02 Moritor manf/model : l[g

(6) Inspecuon After Root Pas

(a) No visible cracks. _&J ame :

(b) No suck holes, which are small holes in  middle of weld N ape
(c) No porosity or cbvious imperfections. _ AN onre ‘
(d) Filler material fused along edges of weld . \J e.5

3 (8) Repeat mspectton after every pass: | Pass

. (9) Final Inspecuon..




AD Cryogemcs Department

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

Date 2~\ < - 2os, . Project: _{h -2

Pipe Section:_ o _Weld Number: &~ .
Weld location: ¢~~~

Welder: Le.amm—: H'nm BLE L . Inspector' / / // e ~—
Before__,_.____,W_el_dl_ug_ '

Type of weld: (butt) X (other) '
(1) Pipe #1 Size, Schedule and material: 4 plum Tuke Cur ot g °
(o wet pS

(2) Plpe #2 Slze Schedule and matenal ;}A VIO FAgNge Lﬁi—_—ﬂ
{ 1 ) ngt Preparatlog and Qleanhneg | '

Jomt Preparauon and Cleanlmess acceptable‘7 ’\} es -

(2) Welding Machine
- (a).Remote foot pedal? X
(b) DC stralght machine?

3 -Joint"Fi‘t-u an IntemalAﬁ ' S
" (a) Internal alignment acceptable'7 ANes

. (b) Joint Clearance acceptable? . Nles
(c)End Prepara’aon acceptable'? -{' es
(4) Filler Rod

(a) AWS A5.9 stainless steel filler rod? 5 53

(b) Filler rod: Class Diameter_ | ! Lo

- (5) Purge Gas.
(a) type of purge gas I Na ‘
(b) time length of purge: __ ™ & purge flow rate:__&J&

'(b) (f done) O2 reading: __ N/A 02 Monitor manf/model g
(6) Inspection After Root Pass

(a) No visible cracks. _Aor ¢ :

(b) No suck holes, which are small holes in middle of weld. 10 onde
- () No porosity or obvious imperfections. _MJone . -

(d) Filler material fused along edges of weld. ~\J es \g es

(8) Repeat inspection after cvery pass: f fASS

.< (9) Final Inspecﬁon:% r/ZW»’Z :




Fermilab Safety Code Requirements

Please fill out the following form verifying the minimum safety codes required by Fermilab have
been met concerning leased cryogenic dewars which are owned and filled by the same vendor. A
qualified employee’s signature is required for verification.

1) Inner Pressure Vessel: ASME Boiler and Pressure Vessel Code (BPVC) Section VI, CGA, or
other applicable code

List Code Used: ASME Sernong VI (VA -STWP)

2} Relief Devices: Both the pressure and vacuum relief devices must be sized and
rated at the applicable set pressure per ASME Boiler and Pressure
Vessel Code (BPVC) Section Vill, CGA, API 521, or other applicable
code

st code sed: _ ASVIE Secr o 1))

3) Dewar Piping ASME B31.3, CGA, or other applicable code
List Code Used: __/LSME R [, S

4) Filling and Installation The vendor is responsible for the safe filling and installation of the
dewar including adherence to CGA, AP] 521, or other applicable
code

List Code Used: _ /7P S?/Cé/f §~1.3-2c08

5) All applicable code required examinations and tests shall be performed.

¢ o>
Vendor: A'ﬂ szo defs Qualified Employee {Print): B2y ans /LZU"—D

| certify all of the above statements to be true: )
Qualified Employee {Signature): ﬁ{% Date: '/ Z (:/ 20/ 3




