Plpe Secnon"ﬁ/mzaama ’r/ ‘h*"‘ “Weld Number; v oo

Weld Location:

_ Welder: K,,,w /b/ﬁ_‘[/ Mg(,/ ****InSpector S TN 4

Before Welding; ;
Type of weld: (butt) n/’/ (other) T DI
(1) Pipe #1 Size, Schedule and Material: .7/*-{ SA/U \-lo o

(2) Pipe #2 Size, Schedule and Material:_ 3/ g ele o =2

(1) Joint Preparation and Cleanliness
Joint Preparation and Cleanliness acceptable? "

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

(3) Joint Fit-up, and Internal Alignment
(a) Internal alignment acceptable? "
(b) Joint clearance acceptable?
(¢) End preparatjon acceptable?

e ‘ (_) Filler Rod
- (2) AWS A5.9 stainless steel filler rod?
(b) Fillerrod:  Class _30&  Diameter //

{5) Purge Gas

(a) type of purge gas: /4 :
(b) time length of purge: Asn ...‘L’ purge flow rate: % P51
(6) Inspection After Root Pass |

(a) No visible cracks.  «~— ‘
(b} No suck holes, which are small holes in middle of weld. .

(c) No porosity or obvious imperfections:
(d) Filler material fused along edges of weld ‘7

(7) Repeat inspection after every pass: v

(8) Final Ihspection:




“Pipe Section: Y7598 Fo ham kWeld Number:

Weld Lobation
— welder: Ryea /M %Aﬂeﬁé’z Tispeltor: 7 Zg Qf J
 Before Welding: o ,7£L Con D F‘:‘"‘— e

Type of weld: (butt) g{ ~(other}= - Lo
~~(1) Pipe #1 Size, Schedule and Materlal 3 SCL "(0 55

(2) Pipe #2 Size, Schedule and Materlal 5 s o 55

{1)-Joint Preparation and Cleanliness
Joint Preparation and Cleanliness acceptable? /

(2) Welding Machine
(2) Remote foot pedal? v~
(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment

(a) Internal alignment acceptable? o«
(b) Joint clearance acceptable? v
“(c) End preparation acceptable? v

(_) Filler Rod
() AWS A5.9 stainless steel filler rod?

(b) Filler rod:  Class _72.8 = Diameter __/ /it

(5) Purge Gas ‘
(2) type of purge gas: . A//#H
(b) time length of purge: purge flow rate:

(6) Inspection After Root Pass
(a) No visible cracks.  —"
(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 -

(7) Repeat inspeétion after evy rd

(8) Final Inspectibn:




Mlcroﬁoo \'E G

T Pipe Section- 743 / (/. o ek TWeldNumber: . 252
Weld Location: |

,,,,,_,,,,77Welderflz4m.4j ariy swgy Tiispeftor— St i)

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

- Before Welding: w,ﬂ c,a-n 5@1%

- Type of weld: (butt) -+~ (other) e

(1)-Pipe#1 Size, Schedule and Material:- 3 fc\r*“"‘o 59

(2) Pipe #2 Size, Schedule and Material: F' S o s
(1) Joint Preparation and Cleanliness '

~Joint Preparation and Cleanliness acceptable? v _

2) Welding Machine '
(2) Remote foot pedal? "
(b) DC straight machine?

(a) Internal alignment acceptable? " | |
. (b) Joint clearance acceptable? v~ .
(cy End preparation acceptable?

' (_} Flller Rod

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

(b) Filler rod: Class - 228 Diameter {E’

(5) Purge Gas
(a) type of purge gas: . 2B /M
(b) time length of purge: purge flow rate:

(6) Inspection After Root Pass
(a) No visible cracks.
(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. =

(7) Repeat inspection after every pass: z{I . B
(8) Final Inspccﬁon: v




i Plpe Section: |

We—ld NUmber A P

Weld Location:

R M2
Welder: Kyma Mahowesy =% Tispeftor: T Zou illint
‘Before Welding: : itk gowspaces

Type of weld: (butt) v/ (ch'er)” SUTDE T :
(1) Pipe #1 Size, Schedule-and Material:—2"- §cda o 5

(2) Pipe #2 Size, Schedule and Material: 27 s Mo 35

(1) Joint Preparation and Cleanliness
Joint Preparation and Cleanliness acceptable? e

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

“(3) Joint Fit-up, and Internal Alignment e
(a) Internal alignment acceptable? o
(b) Joint clearance acceptable? -

* (c) End preparation acceptable'? ; .

L_) Filler Rod
(a) AWS A5.9 stainless steel filler rod?- .
(b) Fillerrod:  Class 38 Diameter _ ///t

(5) Purge Gas

(a) type of purge gas: . A/ #

(b) time length of purge: purge flow rate:

(6) Inspection After Root Pass

(a) No visible cracks. —
(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.
(7} Repeat inspection after every pass: il

{(8) Final inspection: T




Plpe Section (/4_’;,? ! l e ‘&L@wL Weld Number E— '-,:-,--,—:;f-,-:-;---.-,-;:_-,-;,'-,.'. .

./
Weld Location: | N f
Welder: thm/ff» - ﬂmﬂﬁf}{ Inspector fj"'&m.ﬁ «
Before Welding: - L«/"‘L ConSpeccs

- Type of weld:.(butt) +~". - (other)

(1) Pipe #1-Size; Schedule-and Material: 2" Sda 4@ - gg v

(2) Pipe #2 Size, Schedule and Matenal 2" s do- o7
(1) Joint Preparation and Cleanliness ' B
Joint Preparation and Cleanliness acceptable? "

(2) Welding Machine
(2) Remote foot pedal? "
{(b) DC straight machine?

(3) Joint Fit-up. and Internal Alignment

" (a) Internal alignment acceptable?
(b) Joint clearance acceptable? -~
(c) End preparation acceptable? -7

(_) leler Rod :
(2) AWS AS5.9 stainless steel filler rod?

(b) Fillerrod:  Class_$e&  Diameter 7 /z¢

(5) Purge Gas

(a) type of purge gas: . A"/t

(b) time length of purge: purge flow rate:

(6) Inspection After Root Pass :
(a) No visible cracks. "
(b) No suck holes, which are small holes in middle of weld. * e
(c) No porosity or obvious imperfections: e
(d) Filler material fused along edges of weld. -~

(7) Repeat inspection after every pass: v~

@j Final Inspection: _-/




~—Pipe Section:- ‘3?3/3(9 ‘v ‘m.mL WeldNumber' e

Weld Location: L .
. Welder:- K%M—M v[{oof—ﬂ Inspector &7 / &{T_r oA
—-Before Welding:- - - ,/,LL Con Sfuecil

Type.of weld (butt) v~ v’ {other) R
(1)-Pipe-#1-Size, Schedule and-Material: - 2 5@_\& »-(o =5

(2) Pipe #2 Size, Schedule and Materlal 2% medn O 25

- (1) Joint Preparation and Cleanliness
Joint Preparation and Cleanliness acceptable? L//

(2) Welding Machine
(a) Remote foot pedal? 4//

{b) DC straight machine?

~ 3) Joint Fit- -up, and Internal Alignment R _
" (a) Internal alignment acceplable? o
_(b) Joint clearance acceptable?
(¢} End preparation acceptable?

(,_) F1Iler Rod
(a) AWS A5.9 stainless steel filler rod‘7
(b) Filler rod:  Class Zo 8 Diameter 7/ /).

{5) Purge Gas ‘
(a) type of purge gas: . A/ #

(b) time length of purge: purge flow rate:

(6) Inspection After Root Pass
' (a) No visible cracks.
(b) No suck holes, which are small holes in middle of weld, 2+ -

(¢) No porosity or obvious imperfections: "
(d) Filler material fused along edges of weld.

(7) Repeat inspection after every pass: —

(8} Final Inspection: _ /




