AD/MS Fluids Group
In-Process Welding Examination Form
(As per In-Process Welding Examination Guidelines, AD/MS Fluids Group, May 11,2012 )

Date: Myl S JE15 Project: MC BiAmlne EWirosunes
Pipe Section: L ¢ w s, g Weld Number: & |
Welder: Na 4 cocods Examiner: Te At N

Before Welding:
Type of weld: (butt) X (other) , _ S <
(1) Pipe #1 Size, Schedule and material: & * . Scenl®—- Tio S5
(2) Pipe #2 Size, Schedule and material:

(1) Joint Preparation and Cleanliness

Joint Preparation and Cleanliness acceptable? Ve S

(2) Welding Machine

(a) Remote foot pedal?  pv &

(b) DC straight machine? Ve &
(3) Joint Fit-up, and Internal Alignment.

(a) Internal alignment acceptable? Ve s

(b) Joint Clearance acceptable? e S

(¢) End Preparation acceptable? yes
(4) Filler Rod

(a) AWS A5.9 stainless steel filler rod? Y& S 24 L
(b) Filler rod: Class 3/ & Diameter 772 g

(5) Purge Gas,
4"‘ or

(a) type of purge gas : = -
(b) time length of purge: M purge flow rate: i ?c\i’l—l‘
(b) (if done) O2 reading: < 02 Monitor manf/model :  ~——

(6) Inspection After Root Pass
(a) No visible cracks. ,/\ 0
(b) No suck holes, which are small holes in middle of weld. n o
(¢) No porosity or obvious imperfections.  —~ O
(d) Filler material fused along edges of weld, | e

(7) Reference/Drawing number: é ~10 — o > —C (7/ +C S

(8) Repeat inspection after every pass: Y LS
(9) Final Examination: y 2 g
‘)2 NOne:l Mech
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AD/MS Fluids Group
In-Process Welding Examination F orm
(As per In-Process Welding Examination Guidelines, AD/MS Fluids Group, May 11, 2012 )

Date: Mday 15 9e,5 Project: MC BiAmunve criteseres
Pipe Section: L@ 10 o ¢ Weld Number: & O,

Welder: 114 41 cowe A Examiner: Tewt Loy el

Before Welding:

Type of weld: (butt) X (other)
(1) Pipe #1 Size, Schedule and material: 8 S5, |, & 2/
(2) Pipe #2 Size, Schedule and material:

(1) Joint Preparation and Cleanliness

Joint Preparation and Cleanliness acceptable? |/ e <

(2) Welding Machine
(a) Remote foot pedal? W

(b) DC straight machine? <5
(3) Joint Fit-up, and Internal Alignment.

(a) Internal alignment acceptable? Ves
(b) Joint Clearance acceptable? \ Lo, &
(¢) End Preparation acceptable? :

(4) Filler Rod

(a) AWS A5.9 stainless steel filler rod? - Le s / 3
(b) Filler rod: Class 3/¢ Diameter 73 4 “5._

(5) Purge Gas. ﬂ
Vg pn

(a) type of purge gas : L
(b) time length of purge: _ TFe ! 30 bbﬁ‘rge flow rate: M -+

(b) (if done) 02 reading:  —— 02 Monitor manf/mode] ; ——

(6) Inspection After Root Pass
(a) No visible cracks., /&2
(b) No suck holes, which are smal] holes in middle of weld. ¢V &
(¢) No porosity or obvious imperfections. 1 &2

(d) Filler material fused along edges of weld. €<

(7) Reference/Drawing number: é — /O - > —C ¥+ C ;

(8) Repeat inspection after eVery pass: fes

(9) Final Examination: \/ 2 é’ﬁ

R/S D”)’\é’;l‘i V‘/)CC L
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AD/MS Fluids Group
In-Process Welding Examination Form
(As per In-Process Welding Examination Guidelines, AD/MS Fluids Group, May 11, 2012)

Date: /71y /5 Dois Project: MC BEAMLNE EVLLESURE
Pipe Section: £ ¢ v 54 R Weld Number: & <
Welder: pta H vooeof 5 Examiner:T e U ey

Before Welding:
Type of weld: (butt) X (other)
(1) Pipe #1 Size, Schedule and material: D" Scin e) 3l 55
(2) Pipe #2 Size, Schedule and material:
(1) Joint Preparation and Cleanliness )
Joint Preparation and Cleanliness acceptable? }/ >

(2) Welding Machine N
(a) Remote foot pedal? e

(b) DC straight machine?—ﬂ/_;

(3) Joint Fit-up, and Internal Alignment.
(a) Internal alignment acceptable? y'é S
(b) Joint Clearance acceptable? Ve S
(¢) End Preparation acceptable? /l?’ a3

(4) Filler Rod :
(a) AWS AS5.9 stainless steel filler rod? YeS 2 i
(b) Filler rod: Class 3( 6 Diameter /3> + 78
(5) Purge Gas.
(a) type of purge gas : A’ rqgo _ y
(b) time length of purge: 30 =T purge flow rate: bo CF/
(b) (if done) O2 reading: ~—— 02 Monitor manf/model :  ——

(6) Inspection After Root Pass
(a) No visible cracks. n ©
(b) No suck holes, which are small holes in middle of weld. no
(¢) No porosity or obvious imperfections. A &
(d) Filler material fused along edges of weld. }[ S

(7) Reference/Drawing number: 6 “lo—29 -C v v 5

(8) Repeat inspection after every pass:  \/_ € S
>

(9) Final Examination: yes
?3 @v\eé L wmech

This document has been adopted firom Accelerator Division’s Cryogenics Department
Prepared by: Abhishek Deshpande
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AD/MS Fluids Group
In-Process Welding Examination Form
(As per In-Process Welding Examination Guidelines, AD/MS Fluids Group, May 11, 2012)

Date: W1y 1S, dory Project: MC BlAmUne Ewctosupes
Pipe Section: £ C w s R Weld Number: @ i/
Welder: )9 a+ cooous Examiner: g _ s s, 20

Before Welding:
Type of weld: (butt) X (other)
(1) Pipe #1 Size, Schedule and material: B Sci, ? 3 2/ Ss
(2) Pipe #2 Size, Schedule and material: '
(1) Joint Preparation and Cleanliness _
Joint Preparation and Cleanliness acceptable? e S

(2) Welding Machine
(a) Remote foot pedal? W()

_—_— =

(b) DC straight machine? 54” s

(3) Joint Fit-up, and Internal Alignment.
(a) Internal alignment acceptable? €5

(b) Joint Clearance acceptable? e &
(¢) End Preparation acceptable? i : ; Z

(4) Filler Rod

(a) AWS A5.9 stainless steel filler rod? S . L
(b) Filler rod: Class 2 /¢ Diameter 724’8

(5) Purge Gas,
//-l/ Va0

(a) type of purge gas :

(b) time length of purge: = 2 U 30" "purge flow rate: b O CEL

(b) (if done) 02 reading: —— 02 Monitor manf/mode] : —

(6) Inspection After Root Pass

(a) No visible cracks. 10
(b) No suck holes, which are smal] holes in middle of weld. W ©

(¢) No porosity or obvious imperfections. 1 2

(d) Filler material fused along edges of weld. vV ¢
(7) Reference/Drawing number: 6 % > < L/ £ Cs

(8) Repeat inspection after CVery pass: &Z < 2”
(9) Final Examination: )I{,é» 2

l?:j Oneil Mecin

This document has been adopted from Accelerator Division s Cryogenics Department
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AD/MS Fluids Group
In-Process Welding Examination Form
(As per In-Process Welding Examination Guidelines, AD/MS Fluids Group, May 11,2012)

Date: M2y (3, )oig Project: MC BcAmune Evitesens
Pipe Section: LCW 5+¥  Weld Number: 4§ 5
Welder: ;v G woods Examiner: Teol U I\

Before Welding:
Type of weld: (butt) X (other)
(1) P.ipe #1 S?ze, Schedule and materfal: e <Sct, (& ~3ie S5
(2) Pipe #2 Size, Schedule and material: 8. s lo — 3, .
(1) Joint Preparation and Cleanliness b ss

Joint Preparation and Cleanliness acceptable? 35"" 5

(2) Welding Machine
(a) Remote foot pedal? /N O

(b) DC straight machine? ! (e .S
(3) Joint Fit-up, and Internal Alignment. ;
(a) Internal alignment acceptable? ‘g@ 2

(b) Joint Clearance acceptable? £ 5
(¢) End Preparation acceptable? /L

(4) Filler Rod

(2) AWS A5.9 stainless steel filler rod? /.5 . w
(b) Filler rod: % “  Class_3/6-3/6L Diameter )

(5) Purge Gas.

(a) type of purge gas : A Vden\ .
; Fadd

Ly ! —
(b) time length of purge: &=y (| 3Ze purge flow rate: é 0 CF H
(b) (if done) 02 reading: 02 Monitor manf/mode] : +~—

(6) Inspection After Root Pass
(@) No visible cracks, 1 © )
(b) No suck holes, which are small holes in middle of weld, ¥ &
(¢) No porosity or obvious imperfections. ¢ &

(d) Filler material fused along edges of weld. /eSS
‘ Ay ~— -~
(7) Reference/Drawing number-: / o 9 > — < q+Cs

(8) Repeat inspection after every pass: ~ \/.2 }
(9) Final Examination: !Z,é’/ S

@ prei|l wnecin.

This document has been adopted from Accelerator Division’s Cryogenics Department
Prepared by: Abhishek Deshpande
Date: 05/11/2012




AD/MS Fluids Group
In-Process Welding Examination Form
(As per In-Process Welding Examination Guidelines, AD/MS Fluids Group, May 11,2012 )

Date: Ma )y /14, Do 5 Project: MC BEAmLineg EveioSuEs
Pipe Section: Weld Number: @ &

Welder: nn . -+ Mo of 5 Examiner: Teol U v ly

Before Welding:

Type of weld: (butt) X (other) _
(1) Pipe #1 Size, Schedule and material: & L o w 12 - 3/ S5
(2) Pipe #2 Size, Schedule and material: 8 - s, & /o -

(1) Joint Preparation and Cleanliness )
Joint Preparation and Cleanliness acceptable? y =
(2) Welding Machine
(a) Remote foot pedal? #7 &

(b) DC straight machine? Ves

(3) Joint Fit-up, and Internal Alignment. _
(a) Internal alignment acceptable? Y- <
(b) Joint Clearance acceptable? Ves

— Yesm
(¢) End Preparation acceptable? yes
(4) Filler Rod

3/6 s

(a) AWS A5.9 stainless steel filler rod? V€ 5‘_ Lov
(b) Filler rod: Class 3/ e Diameter 3

(5) Purge Gas. %
q s

(a) type of purge gas : - o
(b) time length of purge: Eoll 20 ™ purge flowrate: &6 CF ¢

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

(6) Inspection After Root Pass
(@) No visible cracks, 1 &
(b) No suck holes, which are small holes in middle of weld. v\ ©
(¢) No porosity or obvious imperfections.
(d) Filler material fused along edges of weld. ![( =

-

(7) Reference/Drawing number: w 22 — ¢ e f 5

(8) Repeat inspection after every pass: 25

(9) Final Examination: j e S

RSN orer | mechn

This document has been adopted from Accelerator Division's Cryogenics Department
Prepared by: Abhishek Deshpande
Date: 05/11/2012



AD/MS Fluids Group
In-Process Welding Examination Form
(As per In-Process Welding Examination Guidelines, AD/MS Fluids Group, May 11, 2012)

Date: /mayid Joig Project: MC Béamune critosere
Pipe Section: [ < w 5 g Weld Number: @ 7
Welder: ., . 1y oo eds Examiner:j@zg AR

Before Welding:
Type of weld: (butt) X (other) 1
(1) Pipe #1 Size, Schedule and material: & * Scehfp — 2/ sy
(2) Pipe #2 Size, Schedule and material: 8 Sch (O —
(1) Joint Preparation and Cleanliness

Joint Preparation and Cleanliness acceptable? eSS

(2) Welding Machine
(a) Remote foot pedal? /@

(b) DC straight machine? Vs

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

(a) Internal alignment acceptable? yes
(b) Joint Clearance acceptable? Ny 5
(c) End Preparation acceptable? / 3

{(fe s
(4) Filler Rod

(a) AWS AS5.9 stainless steel filler rod? | es ;v
(b) Filler rod: Class 3 /¢ Diameter 78

(5) Purge Gas.

(a) type of purge gas : Fon

(b) time length of purge: <2 ([ 3 0""“%purge flowrate: 6o € F &
(b) (if done) 02 reading: — O2 Monitor manf/model : —_

(6) Inspection After Root Pass
(a) No visible cracks. ¥V&
(b) No suck holes, which are small holes in middle of weld. /&
(¢) No porosity or obvious imperfections. /2
(d) Filler material fused along edges of weld. \)-eg

(7) Reference/Drawing number: G — 10~ 22 _ CY+ g

(8) Repeat inspection after every pass: “}//L
(9) Final Examination: #/L

(12‘/3 or\eé‘ V\/\e,(,"r\

This document has been adopted from Accelerator Division's Cryogenics Department
' Prepared by: Abhishek Deshpande
Date: 05/11/2012



AD/MS Fluids Group
In-Process Welding Examination Form
(As per In-Process Welding Examination Guidelines, AD/MS Fluids Group, May 11, 2012)

Date: May /U4 Jois Project: MC BEAmUNE ElviteSuge
Pipe Section: L w ¢ s Weld Number: « &
Welder: g oo opole Examiner: -, U2

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

(1) Pipe #1 Size, Schedule and material: @ " Sen (O Stz 355
(2) Pipe #2 Size, Schedule and material-
(1) Joint Preparation and Cleanliness

Joint Preparation and Cleanliness acceptable? %J(ZS

(2) Welding Machine
(a) Remote foot pedal? o

(b) DC straight machine? /25

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

(a) Internal alignment acceptable? Ves
(b) Joint Clearance acceptable? Ves

(¢) End Preparation acceptable? } ) 2. S
(4) Filler Rod

(a) AWS A5.9 stainless steel filler rod? /s , 3
T o » ) % + 7
(b) Filler rod: Class 3 /e Diameter & 72

(5) Purge Gas.
(a) type of purge gas : vq on - )
(b) time length of purge: TS il-Fo™ purge flow rate: é’ OCFH

(b) (if done) O2 reading: = O2 Monitor manf/mode] : ——

(6) Inspection After Root Pass
(a) No visible cracks. /&
(b) No suck holes, which are small holes in middle of weld. #V/ &
(¢) No porosity or obvious imperfections. A/ &

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

(7) Reference/Drawing number: é — /o > -C (e ¢ &

(8) Repeat inspection after every pass: Y &<’

(9) Final Examination: Veg

This document has been adopted from Accelerator Division's Cryogenics Department
Prepared by: Abhishek Deshpande
Date: 05/11/2012



