- Ve
<

- Flers welns

AD Cryogemcs Department

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

Date_3-Q5 S0\, PrOJect G-

Pipe Section:_i\c\ . L .ic  Weld Number:_ g

‘Weld location: (-3 :

Welder: Le,auaw'r -\S{p,o..bp.c_cw_ Inspector. Afiad k. " AL DI

‘Before Weidmg '
~ Type of weld: (butt) ?S _ (other)
(1) Pipe #1 Size, Schedule and material: W EreEnd Wel D o 8) Halio
(2) Plpe #2 Slze Schedule and materxal - LLer \} + ReTuitd

{1 ) ,!olnt Preparatlon and Cleanlmeg

~ Joint Preparatlon and Cieanhness acceptable‘? .\]\ e ;

(2) Weldmg Machm i 2 ..
"~ (a)Remoteé foot pedal‘?

(b)DC strmght machme?

(a) Internal ahgnment acceptable'? ALY g
~ (b) Joint Clearance acceptable? . N2 S
(c) End Preparatton acceptable? Jo S

(4) FillerRod . N L
(a) AWS A5.9 stainless steel filler rod? 30L, L s =
(b) Filler rod: ~Class _ _ Diameter_ . O ys

- (5) Purge Gas. - '
‘() type of purge gas : [\ aoc o o)
(b) time length of purge: _\ Mysaire @rigy purge flowrate: 1\ O QT
~ (b) (f done) O2 reading: 02 Monitor manf/model :

161 Insgectlon After Root Pass
(a) No visible cracks. _} 0w e

(b) No suck holes, which are small holes in  middle of weld. _J YL

- (¢) No porosity or obvious impetfections. _ {) av/Q .
(d) Filler material fused along edges of weld . _\ ! S

' (8) Repeat mspec’aon after eve‘xy pass: _\ Pass
7 (9) Final Inspecuon f (,/ // /éf‘




AD Cryogemcs Department

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

Date_3 > S-oais  Project: __ G-
Pipe Section:____ __ Weld Number:_ S

‘Weld location: Gr"&

Welder: Lenuam‘“\’ -‘Msa.bhusve_ Inspector' elly Wne S

s Before Weldmg

~ Type of weld: (butt) >_< (other) .
(1) Pipe #1 Size, Schedule and material: _. |

% \
Elpe) AWawlded or)

(2) Pipe #2 Size, Schedule and material:

o 1 ) Jomt Preparatxon @d Cleanliness

, Jomt Preparauon and Cleanhness acceptable‘?

(2) yYeldmg Machme § ‘.
o (a) Remote foot pedal'?

(b) DC strmght machme?

3 -Jomt Fit-up, and Internal,Ah nment, :

Nes
L

" (a) Internal alignment acceptable? .~ \| o5

. (b) Joint Clearance acceptable? . oS

1

(c) End Preparauon acceptable‘? NIEASN

(4) Filler Rod

(a) AWS A5.9 stainless steel filler rod? 30

h .-

(b) Filler rod: Class _ Diameter . & &=

- (5) Purge Gas.
“(a) type of purge gas :__ AL o)
(b) time length of purge: | 1 ice Vi

purge flowrate:_ O c €\

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

161 Inspecuon After Root P@s

(a) No visible cracks. __t o v/e

(b) No suck holes, which are small holes in mlddle of weld. _moive

- (¢) No porosity or obvious impeifections. _ 1
(d) Filler material fused along edges of weld .

_{_o____

: (8) Repeat inspection after eve‘ry pass | f’ ASS .

-» / ©)] FinalInspecﬁon:.,:z;’?Z//' 1& /(/
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AD Cryogemcs Department

In-Process Weld Inspection Form
" (as per In-Process Weld Inspecuon Guidelines, AD Cryogenics, Nov 3, 2006) 7

Date '3 AS Q0 S, PrOJect: G-

Pipe Section: o/, v L c V‘W_eld Number: _ S

‘Weld location: _(»-3. ; _
Welder: Luuam’r %mncve_ Inspector. eollss ol -

I

V.Before Weidmg ‘

~ Type of weld: (butt)_ <. X - (other) . ‘ e .

(1) Pipe #1 Size, Schedule and material: _/ ‘Tope A {4 ‘Laug A \0 AT @L wWet pey
(2) P1pe #2 Slze Schedule and matenal : . - T L\o e

--111191ntPreparatwn andClegglmes L L e .__:_L’ ‘ Jl,fwﬁ,_ -
, Jothreparatlon and Cieanhness acceptable‘? \{|Q_':_, . . R

(2) Weldmg Machme o
" (a)Remote foot pedal‘?
(b) DC stra.tght machine?

_ (b) Joint Clearance acceptable? .
(c) End Preparauon acceptable‘? N,

(a) Intema[ alignment acceptable‘7 ' .'—\{L_‘S
e 3

(4) Filler Rod . =L :
(a) AWS AS5.9 stainless steel filler rod? 304 U ,
(b) Filler rod: Class _ Diameter . O .S

- (5) Purge Gas. _ '

(a) type ofpurge gas 1 WAG os

(b) time length of purge: \ viwte Pl purge flow rate: \ O ¢ T W
(b) (if done) O2 reading: : 02 Monitor manf/model

(6) Inspection After Root Pass '
(a) Novisible cracks. _ [\ o J e
(b) No suck holes, which are small holes i in mlddle of weld MNor e

(c) No porosity or obvious impeifections. o ﬁ -
(d Filler material fused alon -edges of weld .

d (8) Repeat mspectlon after every pass [ PasS .

: (9)F1na11nspect10n ZZ/ /vé,// /( -




AD Cryogemcs Department

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

Date >-=2>sS~ . Project: fa s -

Pipe Section:_ e o Lo Weld Number: . &

‘Weld location: (-3 a <

Welder: LQALIAM'T %o.bnr_cv& Inspector: \_{J LA AN Ut &) -

ABeforc Weldlng ' | .
~ Typeof weld: (butt)_ 4 . N (other)_ i , .
(1) Pipe #1 Size, Schedule and material: . [ G ‘G TUBRe wWeloed”
(2) P:pe #2 SLze Schedule and matenal ' : —,ﬂ

e 1 ) J oint Preparatlon gnd Cleanlmes

A Jomt Preparatlon and Cleanlmess acceptable? \El a S

(_Z_)WeldmgMachme L
(a)Remotefootpedal'? & o g

(b) DC stralght machme'?

3- Jomt Fit-up, and IntemalAh : ment I
" (a) Internal alignment acceptable'7 " AaS

~ (b) Joint Clearance acceptable? . - . o <
(c) End Preparatlon acceptable? \t g<
(4) FillerRod e o
(a) AWS AS5.9 stainless steel filler rod? 3041 _
(b) Filler rod: Class _ _ Diameter . O\ &
~ (5) Purge Gas. |

() type of purge gas : __(10g o)
(b) time length of purge: | uote Qe ko purge flowrate:- \ 0 ¢ ¥\,
(b) (if done) O2 reading: 02 Monitor manf/model

(6) Inspectlon After Root Pas

(a) No visible cracks. _Jouit :
(b) No suck holes, which are small holes in nuddle of weld b or) &

. (c) No porosity or obvious imperfections. o/ e r
(d) Filler material fused along edges of weld .

| (8) Repeat mspectmn after eve!r/é}]ass L PRSS -

. (9) Final Inspecuon /ZQ




S Wevd g

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

.Date' R P_ro;ect: G-
Pipe Section:_______ Weld Number:. &

‘Weld location: 6,-& 1 . _
Welder: Lo.o WALD T %MALCJ\-& Inspector' el b ( N RO

‘Bef re Weldm ' ' ‘ ;o
~ Typeof weld: (butt)__.. . (other) ’ ' ' e TR .
(1) Pipe #1 Size, Schedule and material: .~ ‘7 vhde + 206 7vee Wero20 T C

¥3) Plpe #2 Size Schedule aud matenal “ : - Betlow.
o 1 ) J oint Prgparangn and g;leanlme§s _ ;Eﬁ’@__»__» _L:—‘_':r:_::_]
_ Jomt Preparatlon and Cleanhness acceptable‘? \{ o TR :

(2) Weldmg Machme :
i (2).Remote foot pedal‘?
(b) DC stralght machme?

(a) Inteerial alignment acceptableV !
. (b) Joint Clearance acceptable? . '
() End Preparauon acceptable? - \? s

(4) Filler Rod '
(a) AWS A5.9 stainless steel filler rod? _ 35 g L

() F111err0d ~ Class _ Diameter . ',\ L S
- (5) Purge Gas. |

(a) type ofpurge gas :__DQqan :
(b) time length of purge: | ot Peion.  purgeflowrate (0 CFW
(b) (if done) O2 reading: 02 Monitor manf/model

(6) Inspectxon After Root Pass
(a) No visible cracks. _ o @ ;
(b) No suck holes, which are small holes i in middle of weld MoNe

~ (c) No porosity or obvious mperfecuons K are :
(d) Filler material fused along edges of weld . NS

(8) Repeat mspectlon after evefry pass | PSS -

" :. (9) Final Inspectlon M 2/,/6




AD Cryogenicé Dé'partinent .
In-Process Weld Inspection Form

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

Date 3-35- Q0(S W Pro_]ect: -

Pipe Section:_\\cL o boie Weld Number:_ g

‘Weld location: (3-8 | :

Welder: Lenuaw‘r -\km.bhusw_ Inspector' --LI"Q\,L\{ AVITTN.

rrBefore Weldmg ' . . _ : :

- Type of weld: (butt) & “(other)____— FEwD WIibs .

(1) Pipe #1 Size, Schedule and material: _ [ ELposd N Move Wel be I G Vel yuML
(2)P1pe #2 Size Schedule audmatenal / ELBor) WNeLDepTO ,_{&L,U ,‘ W N

| v-jll]mntPrepargtmn and Cleanhnes '- ' | . T j;j.,.é
, Jomt Preparatlon and Cieanhness acceptable'? \‘/ L | R il SR

(2) Weldmg Machme :
i (a) Remote foot pedal?

(b) DC straight machine?

3) -Joi.nt"Fi't_-u " angi_llntemal_..Aﬁ-'. ment. Lo o, 4
" (a) Internal alignment acceptable? __~ \/ €~
_ (b) Joint Clearance acceptable? . yes

(c) End Preparatmn acceptable‘? ({/ e-S

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

(b) Filler rod: "Class________ Diameter_ . O4 S~
- (5) Purge Gas L .
~(a) type of purge gas >4 o J

(b) time length of purge: \ Ve Yeio L purge flowrate: - \0 O T
(b) (f done) O2 reading: 02 Monitor manf/model :

(6) Insgectlon After Root Pas

(a) No visible cracks. __4 0 =
(b). No suck holes, which are small holes in middle of weld. __.__,__—_J;

(c) No porosity or obvious imperfections. 100 (e
(d) Filler material fused along edges of weld . _

'(8) Repeat inspection after eve‘ry pass | Pass .

| (9) Final Inspejc;tion: A /1,, /AL/' “




AD Cryogenics Dé‘partinen’t o
In-Process Weld Inspection Form
(as per In-Process Weld Inspcctlon Guidelines, AD Cryogenics, Nov 3, 2006) ,

Date_3-55- 2005, ‘ Pro;ect: (S_,,-a-
Pipe Section:__ ‘ _ 'Weld Number:_ g

‘Weld location: _(—3 -_ : :
Welder: Luuaw’r %Mamv& “Tuspector: _\’.c Ly SIS AT

‘B efore Weldlng, o ' o

~ Type of weld: (butt)____. (other) SoacKet Welb.s _
- (1) Pipe #1 Size, Schedule and material: = \S:, T Uu8asy \ Tuse uwlelb
(2) Pzpe #2 SIze Schedule and matenal :2 LS50 Thocors | EAGL end '

e 1 Jothr aration andC eanhne

_ I oint Preparauon and Cleanlmess acceptable? \ es

(2) ﬂeldmg Machme o
(a). Remote foot pedal? _
(b) DC stra.tght machine? _

 (3)Joint Fit-up, and Intemal_..All‘ ment.~ . . .
o (a) Internal alignment acceptable? _ . NE= =

~ (b) Joint Clearance acceptable? . ' \,r o8

(©) End Preparauon acceptable? 7 \4 S

(4) FillerRod .
(a) AWS AS5.9 stainless steel filler rod? %E
(b) Filler rod: Class____ ameter ./ 5' 421

- (5)Purge Gas. - ' /

(a) type of purge gas S v/ 8 '
(b) time length of purge: N .’,/;-? purge flow rate: _LJL
~ (b) (if done) O2reading: 02 Monitor manf/model : L

(6) Inspectlon After Root Pas

(a) No visible cracks. WNode .

(b). No suck holes, which are small holes in  middle of weld Nade
- (c) No porosity or obvious mperfectlons o B2

(d) Filler material fused along edges of weld . N2

-'(8) Repeat mspectlon after every pass: | PAsSS

- (9) Final Inspepuon.. &,




AD Cryogemcs Department

In-Process Weld Inspection Form
(as per In-Process Weld- Inspectlon Guidelines, AD Cryogenics, Nov 3 2006) 7

Date 335~ 3.0(S, PIO]eCt: __Cya

Pipe Section:____ _Weld Number:__§&

‘Weld location: ara L. g _
Welder: Lo.oua.w‘r -\kmbm_cw_ Inspector Me LLy Waebiy

-_Before Weldmg ' ' :
~ Type of weld: (butt)___. . _(other)__Socide T Wl .
(1) Pipe #1 Size, Schedule and material: =2 1;(; U Tyes \ ¥ ule UL el D

(2)P1pe#281ze Scheduleandmatenal Q (S0 Flokes gEpch B8 c\

el 1 J int Pre aration and Cleanhnes

, Iomt Preparauon and Cleanlmess acceptable‘? \![ e :‘5

2) Weldmg Machm .
" (a).Remote foot pedal? _
(b) DC strmght machine?

(a) Internal alignment acceptable? ; NEs
- (b) Joint Clearance acceptable? . ol
(c) End Preparahou acceptable‘? %

(4) Filler Rod L
(a) AWS AS5.9 stainless steel filler rod? /A~

(b) Filler rod: . Class _ Diameter /5

* (5) Purge Gas. .

‘(a) type of pm'gc gas A

(b) time length of purge: __ 1) In purge flow rate: /N /i
(b) (if done) O2 reading: [ 02 Monitor manf/model :

(6) Inspection After Root Pass .
(a) No visible cracks. _ A/ 2/<
(b). No suck holes, which are e small holes in middle of weld M

(c) No porosity or obvious impeifections. _AJor & N
(d) Filler material fused along edges of weld . \J €S

3 (8) Repeat mspectlon after eve!ry pass | _PA4ASS.

| (9) Final Inspecuon Z% M




7 welp S

AD Cryogenics Department @ By

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

Date_3- (4-2o0r5 | Project: __ 4 2

Pipe Section:  g¢ -3 Weld Number: __ §

Weld location: _ 4 -2 ’
Welder: Aeonaes T donssce . Inspector: 4. edly [RAYYITY,

Before Welding;
Typeof weld: (butt) . (other) £ L.LQ 7

(1) Pipe #1 Size, Schedule and material: 3 & a To 53 Conichl Redvee.

) P1pe #2 S1ze Scheduie and material:

(1) ] omt Pregaratmn and Clea.nhnes

Joint Preparation and Cleanimess acceptable? '\] 2.3

@ Weli}ng Machine

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

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

' " (a) Internal alignment acceptable? e S
(b) Joint Clearance acceptabie? Nes
(c) End Preparation acceptable? \ LS

(4) Filler Rod
(a) AWS AS5.9 stainless steel filler rod? S0u.L

(b) Fiiler rod: Class Diameter_ . 635~

(5) Purge Gas.
(a)typeof purgegas : _ »N &
(b) time length of purge: __plJpy purge flow rate:__t/a
(b) (if done) O2 reading: gl& 02 Monitor manf/model : _ ¥ &

(6) Inspection After Root Pass

(a) No visible cracks. NoJe

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

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

aln

(8) Repeat inspection after every pass.__\ f8sS

(9) Final Inspection: 7 /% /%frﬁ




7 welo s

AD Cryogenics Department & @

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

Date_3-4%-2018 . Project: _ (n- 9.
Pipe Section: 53 4-3 Weld Number:__ ¥

‘Weld location: (4-3.
Welder: Leowsen .7- Lluesaccsre Inspector: -Kezz.,;/ taeon)

Before Welding:

Type of weld: (butt) X (other)
(1) Pipe #1 Size, Schedule and material: 3.5 TO 55 Conienl Reduees TTo Martror)

(2) P1pe #2 Slze Schedule and material: FhaN L
1) Joint Pre aration and Cleanlmes - ‘ : <ﬂ/ weid

Joint Preparation and Cleanliness acceptable? \\l R

(2) Weldmg Machm

(a) Remote foot pedal? . x
(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment. =
(a) Internal alignment acceptable? %y e &

{b) Joint Clearance acceptable? \‘\bed
(c) End Preparation acceptable? Nes

(4) Filler Rod
(a) AWS AS.9 stainless steel filler rod? _ 3 04

(b) Filler rod: Class Diameter .03 5
(5) Purge Gas.
(a) type of purge gas : r\_}/q
(b) time length of purge: v A purge flow rate:_ N w
(b) Gf done) O2 reading: ) 02 Monitor manf/model : 0 A

(6) Inspection After Root Pass
(2) No visible cracks. _tJ o

(b) No suck holes, which are small holes in middle of weld. _tJov-2
(c) No porosity or obvious imperfections. sJau¢
(d) Filler material fused along edges of weld . Nes

(8) Repeat inspection after every pass: _ Pass

* (9) Final Inspectién: ,%’ M




1 el O
(Q!/M T\JN—QJ

T
2P Cryogenics Department @ At

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

Date 3-4-301¢" Project: [~

Pipe Section: "R ay aueT Weld Number: ¥

Weld location: [ -2.

Welder: Leonaes = t\nebacowe  Inspector: _\etlly W BRI

Before Welding: .
Typeof weld: (butt)  (other) E 2l eT
(1) Pipe #1 Size, Schedule and material: gL icATes A)gShet To 0 ORAL Y pcikeT OF
(2) Pipe #2 Size, Schedule and material: wes, BELLOWS

(1) Joint Preparation and Cleanliness - _ ‘ el

Joint Preparation and Cleanliness acceptable? \{ PN

(2) Welding Machln _
(2) Remote foot pedal? _ j{:
(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment, =
' (a) Internal alignment acceptable? _ N\l e .S
(b) Joint Clearance acceptable? \le g
(c) End Preparation acceptable? \1: e

(4) Filler Rod
(a) AWS A5 9 stainless steel fillerrod? __ 2ol .t

(b) Filler rod: Class Diameter . &3 5

(5) Purge Gas.
(2) type of purge gas : _Qec o)
(b) time length of purge: \ MuwTC Pasen, purge flowrate: \ @ CFh
(b) (f done) O2 reading: __ni/m O2 Monitor manf/model : /&

(6) Inspection After Root Pass

(a) No visible cracks. nlanla

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

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

(8) Repeat inspection after every pass: | P&SS

(9) Final Inspection: @ ,%l-‘




AD Cryogenics Department

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

Date_3-4-205 . Project: _ 41~ 9~

Pipe Sectionr Tpausyree Lo Weld Number: L'

Weld location: ___4-2 .
Welder: Legypty 7° Wyt sacex Inspector: plelly thpgoin

Before Welding:

Type of weld: (butt) Y (other) , .
(1) Pipe #1 Size, Schedule and material: __ ¥ 9 "Pi1Pe. T ¢ FAdRicATeD FhLaNie
(2) Pipe #2 Size, Schedule and material: Weny o

(N Joint Preparation and Cleanliness. - .

Joint Preparation and Cleanliness acceptable? \% 2 3

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

(3) Joint Fit-up, and Internal Alignment. .
' (a) Internal alignment acceptable? M e §
(b) Joint Clearance acceptable? )
(c) End Preparation acceptable? NN

{4) Filler Rod
(a) AWS A5 .9 stainless steel fillerrod? 3 ol. ¢

(b} Filler rod: Class Diameter .® ks~
(5) Purge Gas.
(a) type of purge gas : n) /A
(b) time length of purge: N/ purge flow rate:_ &

(b) (if done) O2 reading: 5%[& 02 Monitor manf/model . _ N/ p

(6) Inspection After Root Pass

(2) No visible cracks. ) owe

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

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

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

| (9) Final Inspection: /Z///% /4,2-




\ UC)Q.\»D
N I'IJR“O L‘NJ"

=
PPU Vaciiiim and Instrumentation_Group

- In-Process Weld Inspection Form
{as-per In-Process Weid Inspection Gu;dehnes AD Cryogenics, Nov 3, 2006)
Date 3- 420\ 5 Project: G-, ‘
Pipe Section: "Bayanex Weld Number. s
‘Weld location: _g-2 : .

. Welder: _me;n&:\:_’c&e_nmnsmctor \ée,u.{ Dot o

Before Welding:

Type of weld: (butt) (other) Tosy gbl
(1) Pipe #1 Size, Schedule and material: _ 3 . 035 Tuge To wWaShee
(2) Pipe #2 Size, Schedule and material: _____° S WD

: ' A
(1) Joint Preparation and Cleanliness <4k Qheereo 1% - q

Joint Preparation and Cleanliness acceptable? Jes
: ‘ X -

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

(3) Joint Fit-up, and Internal Atignment. o
(a) Internal alignment acceptable? __ NjJe.s. L
{b) Joint Clearance acceptable? les ' :
(c) End Preparation acceptable? Ne s

(41 Filter Rod
(a) AWS A5.9 stainless steel filler rod? T:'{}.S\ oy

()Fllier rod: Class __._ Diameter

(5) Pu‘rqe_ Gas. / |

(a) type of purge gas : 8 A ,

-(b) time iength of purge: Nk . purge flow rate:. ) [ﬁ
 SCFH___ F -t '

(b) (if done) 02 readmg N/ 02 Monitor manfimodel : N A

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

(d) Filler material fused along edges of weld . x l s

(8) Repeat inspection after every pass: _§F o210

{9) Final lnépection: 4% /&édzy

60'8'C
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- A
PPDVﬁcuum and lnstrumentatlon_Group -

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

Date_3- w505 _ Project: _ (-9~ o
Pipe Section: :Eggape;r Weld Number:__ £

‘Weld location: _4-3 - . = - _ e
, We[der:mmﬁm__lnspectpr: }Ce,LL(y Mt 1N

Before Welding:

Type of weld: (butt) X (other)
(1) Pipe #1 Size, Schedule and material: M}g_gke_g_"{’& INNen hiNe oF Vblye.

(2) Pipe #2 Size, Schedule and material: . | ¥ Welp

(1) Joint Preparation and Cleanliness Aenw. Qhecpan (-2 x-1
Joint Preparation and Cleanliness acceptable? Nes '

(2) Welding Machine

(a) Remote footpedal? _~
(b) DC straight machine?

{3) Joint Fit-up. and internal 'Aliqnment.

(a) Internal alignment acceptable? Nes . .
(b) Joint Clearance acceptable? u e ) -‘
{c) End Preparation acceptable? \1 e

(4) Filler Rod .
(a) AWS A5.9 stamless steel fillerrod? _- 3 ok
(b) Filler rod: Class __ Diameter .25

(5) Purge Ga‘s. . -
(a)type of purge gas : _fiRa ol
(b} time Iength of purge: |\ Mmu‘L Peioe.. purge flow rater \ 0 QFW

{b) (if done) 02 readmg A\ }[& 02 Monitor manf/model : 5%[29 :

(6) Inspection After Root Pass
| (a) No visible cracks: _pJ s ¢
(b) No suck holes, which are small holes in middle of weld. _AJorde
(c) No porosity or obvious imperfections. AJoN¢_

(d) Filler material_ fused along edges of weld .# esS

SCFH___

(8) Repeat inspe‘ctieh after every pass: __ 1 Yp8S

(9) Final Inepection: %{/é /AL

608’2
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AD Cryogenics Department @ I

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

Date_2-4-3as5” Project: _ (-3
Pipe Section: B ay oveT Weld Number: %
Weld location: §-3 '
Welder: heauntoT- Yo g Pace & Inspector: &Ko/ l(y’ e n/
Before Welding: B
Type of weld: (butt) (other) £FilleT Weip

(1) Pipe #1 Size, Schedule and material: _ < Tirdge . Te Rellows '
(2) Pipe #2 Size, Schedule and material: mmmed

(1) Joint Preparation and Cleanliness

~ Joint Preparation and Cleanliness aéceptable? N\ e g
.

{2) Weldmg Machm

{(a) Remote foot pedal? X
(b) DC stralght machine?

(3) Joint Fit-up, and Internal Ali gnment _
' (a) Internal alignment acceptable? _ N] o .2

(b) Joint Clearance acceptable? _ \'e &
(c) End Preparation acceptable? \{' e S

(4) Filler Rod
{a) AWS A5.9 stainless steel filler rod? 3 ¢l-.L

(b) Filler rod: Class Diameter .0 3.5

{5) Purge Gas.
(a) type of purge gas : ___ Aps ay)
(b) time length of purge: \ Munre_ORiok. purge flow rate:_\ O Q& W
(b) (if done) O2 reading: ;\7\[& 02 Monitor manf/model : 3 /&

(6) Inspection After Root Pass

{a) No visible cracks. A} one
(b) No suck holes, which are small holes in middle of weld. M ope

(c) No porosity or obvious imperfections. _AJa €
(d) Filler material fused along edges of weld . 3! Y

(8) Repeat inspection after e\.refry pass: _f £ 488

| (9) Final Inspection: %% /%\,,L




! Wewd .

PeD
-2 Cryogenics Department @ Q

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

Date 3-%-savs” Project: _ (4~ 3

Pipe Section: "8 ay gue T Weld Number: ¥

Weld location: _/,-2

Welder:) counea zu-  Inspector: _ ¢es/y Lagom

Before Welding: )
Type of weld: (butt) (other) £ us/on
(1) Pipe #1 Size, Schedule and material: £nD o F Bayarei .
(2) Pipe #2 Size, Schedule and material: A R ———

(1) Joint Preparation and Cleanliness. - ‘ '
Joint Preparation and Cleanliness acceptable? '_\‘ 25

(_Z)Welding' Machilie _ -
(a) Remote foot pedal? . X~
(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment. :
(a) Internal alignment acceptable? N e §
(b) Joint Clearance acceptable? Neg
(c) End Preparation acceptable? ':‘L es

(4) Filler Rod
(a) AWS A5.9 stainless steel filler rod? _p) e L @,

(b) Filler rod: Class Diameter N #
{5) Purge Gas.
(a) type of purge gas : ___n)/A
(b) time length of purge: _ N/ 4 purge flow rate:  AJH4

(b) (if done) O2 reading: _y) Zﬂ 02 Monitor manf/model : _\

(6) Inspection After Root Pasg

(a) No visible cracks. N\ e
{b) No suck holes, which are small holes in middle of weld. N are

(¢) No porosity or obvious imperfections. _AJeng_
(d) Filler material fused along edges of weld . ~ E ¢S

(B) Repeat inspection after every pass; [ vgian

(9) Final Inspection: 7 {% / M




f weld .
D N TRO b
D Cryogenics Department

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

Date_2-%-3o15 Project: __ 4,— 3.

Pipe Section: Bayguet Weld Number: &

Weld location: -3

Welder: Leanunen T Hotsscere.  Inspector: _ xe £/ y Macore)

Before Welding:

Type of weld: (buit) X {other)
(1) Pipe #1 Size, Schedule and material: FABRicATe.0 U/fShen To ourc -Sdt N oF’

K v
(2) Plpe #2 Slze ScheduIe and material: . Weew.,, Ahyc

(1) J pint Preparation and Cieanhnes

Joint Preparation and Cleanliness acceptable? \ij o<

(2) Weldlng Magh;n
(a) Remote foot pedal?

(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment.
' (2) Internal alignment acceptable? __\/ .3
(b) Joint Clearance acceptable? les
(c) End Preparation acceptable? MNes

(4) Filler Rod
(a) AWS AS5.9 stainless steel filler rod? _ 2 oh |

_C‘f—L

(b) Filler rod: Class Diameter .03 .5
(5) Purge Gas.

(a) type of purge gas : Fh\iLq o
(b) time length of purge: 1 M wute PRrpe purge flow rate;_ 10 ¢.Fl
(b) (if done) O2 reading: _ N/n 02 Monitor manf/model : 4

(6) Inspection After Root Pass

(a) No visible cracks. pJod o
(b) No suck holes, which are small holes in middle of weld. None

(c) No porosity or obv1ous imperfections. pNonMNe
(d) Filler material fused along edges of weld . Nes

(8) Repeat inspection after every pass: _| P ASS

4

| (9) Final Inspection:



AD Cryogenics Department

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

Date  5-/9- 80(S~  Project: __(n A

Pipe Section: 'Weld Number: . {~

Weld location: b J '

Welder: £eonswor ;qu,gw Inspector: /;///é /i 74,...» .

Before Welding: | '
Type of weld: (butt) . . (other) E}_fe_c_e.r ;M Wdes s

(1) Pipe #1 Size, Schedule and material: MAniFeLO W iTh i Ver (el p
(2) Pipe #2 Size, Schedule and material: 7+ S Vplves + Floe«d Mered

(1) Joint Preparation and Cleanliness - -

Joint Preparation and Cleanliness acceptable? \t/ FERN

(2) Welding Machine . ., -
" (a)Remotefootpedal? __ v .-
()DC strmght machine?

(3) Joint Fit-up, and Intemal Ahggment .o
" (a) Internal alignment acceptable? _ /o <
(b) Joint Clearance acceptable? .~/ 5.3

(c) End Preparation acceptable? \l:’ e <

(4) Filler Rod

(a) AWS A5.9 stainless steel filler rod? 3y

(b) Filler rod: Class _ Diameter &2 S
(5) Purge Gas,

(a) type of purge gas : _/Lg0 o
(b) time length of purge: & Morpre S purge flow rate;_z0 C/4

(b) (if done) O2 reading: &g’ A 02 Monitor manf/model : _a ; [g

(6) Inspection After Root Pass

(a) Novisible cracks. _a)pei -

(b) No suck holes, which are small holes in middle of weld. sJorie.
(c) No porosity or obvious imperfections. _AJds/e_

(d) Filler material fused along edges of weld . » jo g

(8) Repeat inspection after every pass: __/ 4SS

: (9) Final Inspectién: 7[% ///’%”’Z




AD Cryogenics Department
In-Process Weld Inspection Form
(as per In-Process Weld Inspecuon Guidelines, AD Cryogenics, Nov 3, 2006) 7

Date_ 5 (-2 ot 8™, Pro]ect' Gy - Q
Pipe Section: SR _ Weld Number: _
"Weld location: '
‘Welder: Aecwmn "Jﬂém__gzc Inspector' / // /74// ~
‘ _Before Weldmg |

Type of weld: (butt) }5 _ (other) |
~ (1) Pipe #1 Size; Schedule and material: 1%5 ELBoW (3 iTh Q”" TuBes UJo_,f: neo

(2)P1pe#2 Slze Scheduleandmatenal omA EnD (SO F) ANESDS + Uca Ow ToP

' --71 Iothre ttonandCie hns ‘- ' - I \fﬂ/ ‘ SWQL _DS.

}’olnt Preparatlon and Cleanhness acceptable? \/ 2.

(2) Weldmg Machmg ‘
. (a)Remote foot pedal? X
(b) DC strmght machme‘7 :

(a) Intemal alignment, acceptable? "'\'l e '.'3
. (b) Joint Clearance acceptable? . N
(c) Eand Preparatlon acceptable? '{[ X

(4) Filler Rod- .
(2) AWS A5.9 stainless steel filler rod? 3o 1;/

(b) Filler rod: Class _ Diameter__. & -

- (5) Purge Gas. ' _
(a) type of purge gas : _| o 0e) ’ '
(b) time length of purge: (o Miwore purge flowrate:_ 10 (' 71

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

(6) Insgectlon After Root P_ags
(a) No visible cracks. _Agne. :
(b) No suck holes, which are small holes in , middle of weld. AMode

(c) No porosity or obvious impeifections. ~ /JJpwje, -
(d) Filler material fused along edges ofweld. \; e §

'(8) Repeat inspection after evdry pass: / ﬂ,:; r's

: (9) Final Iuspé(:ﬁon: ./%/é ‘ M




AD Cryogemcs Department

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

Date 51 (%- 201§, Pro]ect £~
Pipe Section:____~ . __ Weld Number:_ &
‘Weld location: - / /‘j
Welder: Z egal é—m 2 .dﬂ—ﬁ%ﬁ(ﬁ&.-/@- Inspector / / /
‘Before Weldlgg ' '
~ Typeof weld: (butt)___. . _ (other) £, 4 e : , .
- (1) Pipe #1 Size, Schedule andmaterial: ;2 // PrPe wie t Denn Td Bo7h R1des
@ P1pe #2 Size, Schedule and material: '  GF Ballgws
{ 1 ) J oint Pregaratton and Qleanhness _ : S el
Jomt Preparatlon and Cleanhness acceptable'P \( RN
2) Weldmg Mgchme . .' : -
" () Remote foot pedal?
(b)DC straight machine?
3 Iomt Fit-up, and Internal Alignment. - . .
" (2) Internal alignment acceptable? ~ . \Jo &
(b) Joint Clearance acceptable? . \[ 0.
{c) End Preparatxon acceptable‘7 \?z o<
(4) Filler Rod T :
(2) AWS AS5.9 stainless steel filler rod? 3ol
- ® Filler rod: Class Diameter_+ O 4 S
{5)Purge Gas. -~ ' |
(a) type of purge gas : yﬁ\ £ 0n)
(b) time length of purge: _{ Man ITE purge flow rate: - 8 CFl

(b) (if done) O2 reading: _¢J /5 02 Monitor manf/model /ﬁ

(6) Inspection After Root Pass
(a) No visible cracks. _a) o1/ :
(b). No suck holes, which are small holes in middle of weld. tJore.

- {c) No porosity or obvious impetfections. _rSo e
@ Filler material fused along edges of Weld ~ f e g

2 (8) Repeat mspec‘aon after every pass: P ASS

. (9) Final Iuspeption:. 7




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

Date_ ;) S0~ Q! S . Project: _ {1 - Q

Pipe Section: o ~ Weld Number: _ S

"Weld location: o . _ '
_Welder'g;_e_g é@ﬁ; 4&@@5& .:'Inspector: /@ /é /74&&/;‘ .
.Before Welding: B | |

~ Type of weld: (butf) & (other) . : .
(1) Pipe #1 Size; Schedule and material: /p‘ Eres 0 Welb0S ) H@_[, @ i

(2) Plpe #2 Slze Schedule and matenal : Ji M e
- o Ss £ [ eTvL
{ 1 ) Jomt Preparaﬁ_on and Cieag,lmgss - ' i EE - B fw?/ Z’ ’ J
Jomt Preparatlon and Cleanliness acceptable? \}/ 25 _ ) 08
(Q)WelmngMachm o
- {(a).Remotefoot pedal?
(b) DC stralght machine?

(a) Internal alignment acceptable‘? \; ¢ 5
~ (b) Joint Clearance acceptable? . . o <
(c) End Preparatxon acceptable? \:, e

(4) Filler Rod- . :
(2) AWS A5.9 stainless stee] filler rod? 3 &

(b) Filler rod: Class _ Diameter . ¢ i S
- (5) Purge Gas. '

(a)typeofpurgegas PG ad
(b) time length of purge: 10 0T e purge flow rate: - S/ Q@ CFL,

~ (b) (if done) O2 redding: _A ,_J A 02 Monitor manf/model o

{6) Insgecugn After Root Pass

() No visible cracks. MA&__ : '
(b) No suck holes, which are sinall holes in , middle of weld. Np wE

- (c) No porosity or obvious impetfections. _AJorg -
(d) Filler material fused along edges of weld. \/e I

' (8) Reépeat inspection after evefry pass: _ / Y, E

B (9) Final Inspécﬁ;m:./;/é ,/Z bj




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

‘Date_ ,;?—élo (S?C?i §— Pro_lect -8
Pipe Section:_. 'Weld Number:___ &
"Weld location: - Y | '
Welder: gggé Yl i ac Zew Inspector: /K//é '/74[/ L
‘Eefore Weldmg ' - | E

~ Typeof weld: (butt)__ . (other) A~/ Eilier

(1) Pipe #1 Size, Schedule and material: . ‘A T4 W ,7E /’S oL ATOR'S +
(2) Plpe #2 Slze Schedule and matenai Vol Fiiduwb s or E&Ach Enof

b wecos

(1) ng; Prepgatlon and Ciganhness

- Joint Preparatton and Cleanlmess acceptable'? \i ey

@ Welding Machirie o
" (a).Remote foot pcdal'? K

(b) DC strmght machine?

(a) Internal ahgnment acceptable‘? '\/ s

. (b) Joint Clearance acceptable? . <jo ©
(c) End Preparauon acceptahle? \i} e
(4 Filler Rod- o
(a) AWS A5.9 stainless steel filler rod? 3ol
(b) Filler rod: Class Diameter _ 8 25
- (5) Purge Gas |

(a) type of purge gas : _ Auc oa) -
(b) time length of purge: _/ £7,x/0re purge flow rate; - S~ @ <4

~ (b) (if done) O2 reading: &/ /A 02 Monitor manf/model : _A/ {:ﬂ

(6) Inspecuog After Root P@s

(a) No visible cracks. _Uge :
(b) No suck holes, which are small holes i in middle of Weld A dede

- (c) No porosity or obvious impetfections. _ Ao a0 ‘
(d) Filler material fused along edges of weld . N} g.§

: (8) Repeat mspectlon after eveiry pass 4.t paﬂﬁl

| (9) Final Inspeguon.. ]




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

| Date_ é’l*,;le Dar g~— PI’O]ect‘ A ;1-
Pipe Section:____~~ _Weld Number:__ 5~
‘Weld Iocation:

Welder: ,Zeauam #Jélizﬂﬂ/(::/x_ TInspector: / // /—r/ ﬁ ST

‘ B_tef_orgﬂ@id}_n& '
~ Type of weld: (butt) X _ (other) ' : .
(1) Pipe #1 Size, Schedule and material: &2 /Sola704 3 Far Helipm Sv PPy

(2) Plpe #2 Size Schedule and matenai . S
M oS Kerorn

{ 1 ) J oint Prepgauon and Cleanhnes

Joint Preparaﬁon and Cleanlmess acceptable'? \ { e

(2) Welggg Maghme :
" (a).Remoté foot pedal?
(b) DC straight machine?

(3 Joipt Fit-up, and Intern | Alignment. - . .
" (a) Intérnal alignment acdeptable? .o g

_ (b) Joint Clearance acceptable? . ), 4

(c) End Preparatmn acceptable? Njeg

(4) Filler Rod . )
(a) AWS AS5.9 stainless steel filler rod? 3 o &
(b) Filler rod: - Class _ Diameter . &3 g:

(5) Purge Gas. ' ’ _
(2) type of purge gas : Arga) '
(b) time length of purge: _/ K pITE purge flow rate: - S CFL

(b) (if done) O2 reading: _ / ,_:4& 02 Monitor manf/model A ;Z A

{6) Insp_echon After Root Pass
(a) No visible cracks. 4 )gax :
(b) No suck holes, which are small holes in  middle of weld. i oun) e

. {c) No porosity or obvious impeifections. ~ AJase . -
(d) Filler material fused along edges of weld . N ¢ 3

| (8) Repeat inspection after every pass: _/_ PASS -

- (9) Final Inspecuon.l?M M ¢




AD Cryogemcs Department

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

‘Date 9 ~Q O~ Q(’fj( g’ . P_ro;ect:' é,~,:1-
Pipe Section:___- _ Weld Number:__&-
"Weld location: ' '
Welder: Ac,owm r%amccklnsx)ector- / // /74/ .
_Before eldi ' '

~ Type of weld: (butt) (other) £ (LLeTS

(1) Pipe #1 Size, Schedule and material: Mrneyer ovrker ;4 L : .
(2) Pxpe #2 Size Schedule and matenal @v ™ Me7e <

- {1} ngt PregarauOn an_d_ Clcanlmess

J oint Preparatlon and Cleanliness acceptable'? '\(/ e

[’O(,&JQLDS (

(2) Weldmg Maghme _ .' :
' (a) Remoté foot pedal'?
(b) DC stra:lght machme?

“‘3 Joth1t—u and Int mal ignment, - S
" (a) Internal alignment acceptable? . \f .5 -

(b) Joint Clearance acceptable? .~/ <
(c) End Preparatlon acceptable? {J o<
(4) Filler Rod

(a) AWS AS5.9 stainless steel filler rod? _3 gééf:

(b) Filler rod: Class _ Diameter_ 4 [ lo

- (5) Purge Gas. ‘
(2) type of purge gas D oo
(b) time length of purge: 5 Mmooy, purgeflowrate (O CrF )

(b) Gf done) O2 reading: _xJ /302 Monitor manf/model ey
(6) Inspectlon After Root Pass

(a) No visible cracks. _Aawe -

(b) No suck holes, which are sinall holes in middle of weld MNore
~ () No porosity or obvmus impetfections. AJowe -

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

'(8) Repeat mspectmn after every pass: /p PAass. = uven ¢ el @

; (9) Final Inspecuon 74%




AD Cryogenics Department

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

Date 3-33-0i S, ’ . Project:  (s5- 2

Pipe Section:_\\c}. ., L e Weld Number:___ >~
Weld location: _ (-2 J
Welder:) oo 000 < \uioncerc - Inspector: 4 ’/é / /,,/»/ﬁ

Before Weldmg '
~ Type of weld: (butt)_ X % (other) ‘
(1) Pipe #1 Size, Schedule and material: __ £/ E) 0 WED Tof 0F Hehiowm
2 P1pe #2 Slze Schedule and material: T Ak

] e Lo
( 1] J oint Preparatmn and Cleanlmes '

Joint Preparatlon and Cieanlmess acceptable‘? .\[/ e

(Z)Weldlng Machine - VoL
' (2) Remote foot pedal‘? X RE_ g

(b) DC stralght machme?

) 3‘ Jomt Fit-up, and Intemal Alignment. - % o ou
~ (a) Internal alignment acceptable? SN AL

- (b) Joint Clearance acceptable? NI
(c) End Preparatlon acceptable? wp 8
(4) FillerRod '
(a) AWS AS5.9 stainless steel filler rod? _ Rols
(b) Filler rod: Class _ Diameter _~ &2 S~
- (5) Purge Gas. |

(a)typeofpurgegas : _Neq A '
(b) time length of purge: <o - o tuwoTe purgeflowrate. 3 o ¢ €]

(b) (if done) O2 reading: __ rJ/A 02 Monitor manf/model A\ %ZQ;

(6) Inspection After Root Pass
(a) No visible cracks. _pJ ope :
(b) No suck holes, which are small holes in  middle of weld. _aJ ore
(¢) No porosity or obvious imperfections. _/AJon/@ :
(d) Filler material fused along edges of weld . \ [2.S

(8) Repeat inspection after e\}eﬁy pass: __| £ass-

| (9) Final Inspécﬁén:ﬁ% / M




AD Cryogenics Department

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

Date . D-1d -2 oS, Project: - 2
Pipe Section:_ el oo L rves Weld Number:_ &

Weld location: -
Welder: Jegvaeat, /’/ﬂm}m_ctzi Inspector /ﬂ/éé /74»-/;»/&

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

(1) Pipe #1 Size, Schedule and material: _c? Flela iWelp ovi oF ;-—haz [ A
(2) Pipe #2 Size, Schedule and material: T o

(1) Joint Preparation and Cleanliness .. -

Joint Preparation and Cleanliness acceptable? \} <

(2) Welding Machine

(a) Remote foot pedal? x
(b) DC strai ght machine?

(a) Intemal alignment acceptable‘7 Nes

(b) Joint Clearance acceptable? | NP

(c) End Preparation acceptable? \\1 el
(4) Filler Rod T _

(2) AWS A5.9 stainless steel fillerrod? __ 3 6 4

(b) Filler rod: Class _ Diameter « & 4 3 HST
(58) Purge Gas. |

(2) type of purge gas : _A#Goy
(b) time length of purge: 1 0 1A s7es purge flowrate:__ 3 ¢) ¢ ¥

(b) (if done) O2 reading: ﬁ#& 02 Monitor ma.nf/model A ;f_fg

(6) Inspection After Root Pass

(a) No visible cracks. __ A) gve.
(b) No suck holes, which are small holes in middle of weld. _ n/owe

(c) No porosity or obvious imperfections. _aJaule
(d) Filler material fused along edges of weld . «/ eg

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

| (9) Final Inspéction: Z%Z éd A~



AD Cryogenics Department

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

Date D-19- 2\ <7 - Project: _ /4, -3

Pipe Section: Weld Number:___x—

Weld location: ' '

Welder: L\e_o LoD T asdaccu nspector: /g/ /)4 / 74:’/ e

litb_mle@_lg_
Type of weld: (butt) . (other) Z i/ i L( e ' .
(1) Pipe #1 Size, Schedule and material: %/ a Tase W F ok FTTINGS
@ P1pe #2 Slze Schedule and matenal B Welos

(1 J oint Preparation and Cleanhness

Joint Preparauon and Cleanliness acceptable? \{ e

( 2) Weldmg Mackune ‘ -‘ ,.

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

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

° " (a) Internal alignment acceptable? .~ N} @ <
(b) Joint Clearance acceptable?
(c) End Preparation acceptable?

4) Filler Rod
(a) AWS A5.9 stainless steel filler rod? 8 Us

N S
\'{QS

(®) Filler rod: Class _ Diameter_» & 2 S
(5) Purge Gas. |
(a) type of purge gas : _Reg nd)
(b) time length of purge: £ buuTeS purge flow rate:_ {Q ¢ &}

(b) (if done) O2 reading: _ 1)/« 02 Monitor manf/model : 4 3!&

(6) Inspection After Root Pass

(2) No visible cracks. W owre
(b) No suck holes, which are sinall holes in middle of weld. o e

(c) No porosity or obvious imperfections. Now & _
(d) Filler material fused along edges of weld . _ ;¢ <

' (8) Repeat mspectlon after eve!ry ;? | PBSS

" (9) Final Inspection: _ ,ﬁ



AD Cryogenics Department

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

Date_ ) -9~ 301§ - Project: =

Pipe Section: - Weld Number:___ %

Weld location: ' N '
Welder: /ecwnrar ineaaccs  Inspector: /‘///A /74»5// o
Before. Welding:

Type of weld: (butt)_X _ (other)_
(1) Pipe #1 Size, Schedule and matefal: _ Q AST ElLfau) ¥ STRAGWT TURe

(2)P1pe#2 Slze Scheduleandmatenal ~ Pipe Theean o4 0m SNVD

' = u.} PR
{ 1 ) Joint Preparaﬂon and Cleanlmes E‘:D :

Joint Preparation and Cleanhness acceptable‘? Xes

: N 7
2) Weldmg Machm ,

{a) Remote foot pedal’? _Y_
(o) DC stranht machine?

‘ 13 ) Joint Fit-up, and Intemal Ahg@

(a) Internal alignment acceptable? Nes
(b) Joint Clearance acceptable? . N

L

(c) End Preparation acceptable? N e

vty

(4) Filler Rod o
(a) AWS A5.9 stainless steel filler rod? 204

(b) Filler rod: Class Diameter . @ 4 <

(5) Purge Gas.
(a)type of purge gas : [\ @.8 1)
(b) time length of purge: 1 wware. purge flowrate._ § C € W

(b) (if done) O2 reading: _ rJ A 02 Monitor manf/model /A

(6) Inspection After Root Pass
(a) No visible cracks. AJ g v <

(b) No suck holes, which are small holes in middle of weld. A ¢ ¥a_
(c) No porosity or obvious imperfections. _AJaalo
(d) Filler material fused along edges of weld . «j ¢ g

* (8) Repeat inspection after every pass: __ Pacs

* (9) Final Inspection: oA




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

‘Date' ;Z (S - amr : PrOJect. (o
Pipe Section:____~ _ Weld Number:.__ 5

‘Weld location: '
W:lde:M&, . Inspector: // //7 // / aatil

‘ efore \_Xleldmg '

.. Typeofweld: (butt) _ .. _ (other)_£ gg le?
(1) Pipe #1 Size, Schedule and material: = A FeeS = ' '
(2) P1pe #2 Slze, Schedule and matmal *p o Uens & L etAg:

| 1 ) lomt Pregarauon and Qleanlmess

, J oint Preparaﬂon and Cieanliness acceptable? ;\I} e g_

(2) ﬂeidmg Maghxge :
(a) Remoté foot pedal‘?
(b) DC stra:aght machine?

(a) Intermial ahgnment acceptable'? - e

. (b) Joint Clearance acceptable? . . 4//a
(c) End Preparatmn acceptable? A/Aa o
(4) Filler Rod- .
(a) AWS A5.9 stainless steel filler rod? _ ge
(b) Filler rod: Class . D1ameter 03 Qf
- (5) Purge Gas. |

" (a) type of purge gas © Ay ard ‘
(b) time length of purge: Muure Preos_ purge flow rate: § o)

(b) (f done) O2 reading: __AJ /o . 02 Monitor manf/model Y/
(61 Inspgcuon After Root Pasg

(a) No visible cracks. _aAJarrt..
(b) No suck holes, which are small holes in middle of weld Ao ~e

() No porosity or obvmus imperfections. _ aJ ¢ e -
(d) Filler material fused along edges of weld . _\fe

g (8) Repeat mspecuon after eve!ry pass: __ £ass

. (9) Final Inspec_:uon..



AD Cryogemcs Department .

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

VDate ;lft‘i- o0 S, g Pro;éét O~
Pipe Section:_Aed:um. 4 n-u, ~ Weld Number: _

"Weld location: :
Wzldercj(e?::ma T ,LJ«am:acchInspector- / // %j

‘ _Befgre Weldmg '

~ Type of weld: (butt) 2§ (other)_ ' o
(1) Pipe #1 Size, Schedule and material: SocweT B2kl ows wWTRTWO TUR -

(2) P1pe #2 Slze Schedule andmatenal Welped NG Encp Erh + ERS oW
: Welkben on ore EwWd .%Luuz..L_ps
--111]01nt Preparattgn and Cleanlmesg L ‘ SR = R -

‘ J oint Preparauon and Cleanlmess acceptable? '\( e_;s

(rme.mgl_\da_dn_ns o
o (a) Remote foot pedal?’ _E____
(b) DC Stralght machine?

. (3)Joint Fit-yp, and In ‘rnal,Ah ent,” . . .
"7 (a) Internal alignment acceptable? N 2 8

_ (b) Joint Clearance acceptable? . VP,

(c) End Prepa:auon acceptable? \{Lg.s o

(4) Filler Rod: . '
(a) AWS A5.9 stainless steel filler rod? :3 Ja) g
(b) Filler rod: Class _ Diameter_- 0z <

- (5) Purge (Gas. '
(a) type of purge gas :_/Aeq0a) -
(b) time length of purge: /Mevue Prioy  purge flowrate: S -cEA

(b) (if done) O2 reading: % ;[3 02 Monitor manf/model : (Q

6 Ins rection After Root Pass
(a) Novisible cracks. _AJ pv e -
(b) No suck holes, which are small holes in , middle of weld M oane

(¢) No porosity or obvious 1mperfect10ns Moy s
(d) Filler material fused along edges of weld . 3{{ PN

: (8) Reépeat mspectlon after evdry pass } P4s S

'- ‘  (9) Final Inspection:. %a//% M




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

Date a;?-—i - Qo s7, 3 Prc]ect by ~ EL
Pipe Section: L Weld Number. :

“"Weld location: - |
Welder'/(eoﬂm ”’k/wm&_{.ﬁm TInspector: / // //;, -

. Before Yieldmg |
- Type of weld: (butt) 5 (other)
(1) Pipe #1 Size; Schedule and material: Sscuxer Beblows w T . TUBRe g
(2)P1pe#2 Slze Schedule andmatenal owve Ench End wiTw L,L,gau.? T
UJ&L\QQ._D o»J oNe AR

- Joth eparation and Ie liness . '- f

_ Iomt Preparauon and Cleanhness acceptable? \f oS

(a) Remoté foot pedal?
(b) DC sttmght machine?

(a) Intersal alignment acceptable?

oS
. (b) Joint Clearance acceptable? . g‘, 2 S
(c) End Preparatton acceptable‘? ~ {l -5
(4) Filler Rod- .
© (a) AWS A5.9 stainless steel filler rod? _ &
(b) Filler rod: Class _ Dlameter . O’—:’-S’
- (5) Purge Gas. |

(a) type of purge gas i Bg o)
(b) fime length of purge: . M sve Pige  purge flow rate: ______._.____g” CEh
(b) (if done) O2 redding: 1. 02 Monitor manflmodel &

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

- (c) No porosity or cbvious imperfections. M ase
(d) Filler material fused along edges of weld . __~ f P g

: (8) Repeat mspectlon after eve!ry pass: _/ £a5s.

. (9) Final Inspepnon.‘ é/ Zé -% 14@ -



AD Cryogenicé Department
In-Process Weld Inspection Form

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

.Date ; \ & E}OLS" g Pro;ect - a
Pipe Section: . _ Weld Number: . &

"Weld Jocation: -
Welder'?\eaumo - #}nmqug Inspector: // /é ,4/ / e

‘Befare weldmg '
~ Type of weld: (butt) K (other)_ 2 =

(1) Pipe #1 Size, Schedule and material: % Qeenwye TSahasoesd '
(2) Plpe #2 Size Schedule a.nd matanal Toating 'S 4 el DS
(1) Joint Pre ation an leanlmess | - o
‘ Jomt Preparatmn and Cleanliness acceptable‘7 \! eSS

' (2) Welding Machire o
o (a) Remote foot pedai‘?
(b)DC sn'mght machine?

(a) Internal alignment acceptabie? Nes
~ (b) Joint Clearance acceptable? .~y “eS
(c) End Preparauon acceptable‘? \.i e.s

(4) Filler Rod: .
(a) AWS AS5.9 stainless steel filler rod? 3 D k
(b) Filler rod: Class Diameter . « © 2 S
- (5) Purge Gag. |

(a) type ofpurge gas :_Argen) '
(b) time length of purge: ) miwore. Prioa_purgeflowrate. S -crE i
~ (b) (f done) O2 reading: cg/ 02 Monitor manf/model : ~va

(6) Insgectlon After Root Pa__.gs .
(a) No visible cracks. _a) ou+ .
(b) No suck holes, which are small holes in middle of weld. M

~ {¢) No porosity or obvious imperfections. A gsJe ,
(d) Filler material fused along edges of weld . e

' (8) Repeat mspectlon after every pass; _{ PacS

| (9) Final Inspection:




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

-Date‘ é;l (O~ &O\S' o Prc]ét:t" -2

Pipe Section:___ _ Weld Number:___§"

"Weld location: '

Welder: l,emf Afub ”Afgaeﬂcﬁ'«. Inspector: / /// /7/ / -l
‘Before Weldmg, |

~ Type of weld: (butt) X (other) ' ' '
(1) Pipe #1 Size, Schedule and material: _. ) LY Tubes G oT AT b o
(2) P1pe #2 sze Sohedule and matenal D Fhorges on enpch ENK

. ) : : . Bwiehpy
 { I ) Jomt Preparanon and CIeanImesg : ‘ ] e Eﬂ :
. Joint Preparaﬁon and Cleanliness acceptable'? \£} es _ =

(2) Welggg Machme .
' (a) Remote foot pedal‘?
{(b)DC strmght machme?

3- Jom Fit-up, and IntemalAh nment - . S
(a) Internial alignment acceptable? Ve S

_ (b) Joint Clearance acceptable? .- ] «.g
(c) End Preparatlon acceptable? Neg
(4)Filler Rod- o :
(2) AWS A5.9 stainless steel filler rod? 3oy
(b) Filler rod: Class _ Diameter . © 4 $
- (5) Purge Gas.

{a) type of purge gas :_Ang ou
(b) time length of purge: _5 MuwsTes Pruospuige flowrate: 10 o\

(b) (if done) O2 reading: o i;ﬂ 02 Monitor manf/model : _4 : /B

(6) Inspection After Root Pass
(a) No visible cracks. p) grie :
(b) No suck holes, which are small holes in middle of weld. ;s one

- (c) No porosity or obvious mperfecﬂons ‘Norle .
(d) Filler material fused along edges of weld . _~ A

a3 (8) Repeat mspectlon after every pass: [ PASS

| (9) Final Inspecnon 7% /M




AD Cryogemcs Department o

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

Dateg; % S ovST. - Projeet: __ (- 2
Pipe Section: S _ Weld Number:

“Weld location: -
wimer.zae;::w I HFVCHI—’JCC‘&{ Inspector / /,4 /7//

‘_Before Eeldmg ‘ '
~ Typeof weld: (butt) ™ . (other) F JlteT

(1) Pipe #1 Size, Schedule and material: _"Perl aw I Wit 9 TT0RES o Euln
(2)P1pe#2 Size Schedlﬂeandmatenal L \Sobates 0W  onNe {__/N o SRR

. -1 Jothre aration and Cleanlmess R - m

_ Iothreparatxon and Cleanliness acceptabie? \ f e S

2 Weldm Ma hipe '_
' (a) Remote foot pedal‘? X
(b) DC S‘tl‘alght machme‘?

"~ (a)) Intemal alignment acceptable‘7 \!g :S o

- (b) Joint Clearance acceptable? ___ j &<
(c) End Preparatlon acceptable'? \f{ o5
(4) Filler Rod . T _
(a) AWS AS5.9 stainless steel filler rod? 2oy _
(b) Filler rod: Class _ Diameter . ©&¢ 5
- (5) Purge Gas, |

(a) type ofpurge gas 1 Arg o
(b) time length of purge: _/ Munpre. prion purge flow rater L S-cCrh

(b) (if done) O2 reading: _ A/l 02 Monitor manf/model s Z;ﬁ}

(6) Inspectlon After Root Pasg

() Novisible cracks. pJoonte -
(b) No suck holes, which are small holes in  middle of weld. __ pJoro.

. () No porosity or cbvious impetfections. ~AJ o) e _
(d) Filler material fused along edges of weld . N eg

' (8) Repeat mspectlon after every pass; / Pas<

. (9) Final Inspecnon:.




AD Cryogenics Departinen't .
In-Process Weld Inspection Form

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

.Date & ~1A- 3.0 {" SN Pro_]ect a~ 21

Pipe Section:___~ - Weld Number-

"Weld location: '

Welder: Aaaum 7" -}-hsm.m_g_c,e& Inspector' / // % /
‘ Before Weldmg '

~ Type of weld: (butt) K (other) ' :
(1) Pipe #1 Size; Schedule and material: _./ a- Alum TUbe QuT o7 4g o
@ Plpe #2 Size, Scheduie and matenal /‘9/\ uido - FLANGES A werps

( 1 ) Jomt B;epg;atmn and Cleanlmess

. Joint Preparanon and Cleanliness acceptable? \i es

QQ)WelmgMgchme :

(a).Remote foot pedal? _ Y
(b) DC strmght machme?

(a) Internial ahgnment acceptable‘? : :\} es
_ (b) Joint Clearance acceptable? .~ o<
(c) End Preparatton acceptable? '\z e

(4) FillerRod . ‘ .
(2) AWS A5.9 stainless steel fillerrod? __ 1 o4 _
(b) Filler rod: Class Diameter . { /)

- (5) Purge Gas.
(a) type of purge gas : __ Y&

(b) time length of purge: __ A /g purge flow rate:_AJ
(b) (if done) O2 reading: 5{{& 02 Monitor manf/model : _ps

(6) Insgectton After Root Pagl

() No visible cracks. ddosre : '
(b) No suck holes, which are smali holes in  middle of weld. Nowe

. (c) No porosity or obvious impetfections. ' N oM<
(d) Filler material fused along edges of weld . yes & 3

' (8) Repeat mspectmn after every pass: _ | £45S

3 (9) Final Inspec_:ﬁon:» 7 i




"AD Cryogemcs Department

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

Date 5-/G- 2015 . | ProJect. 5-Q
Pipe Section:__ /el pn A;ue_ . Weld Number: &

‘Weld location: _/4-2.
Welder'&W&:h Inspector: / / // /

‘Before ngdmg, ’ '
 Typeof weld: (butt) X . . (other)
(1) Pipe #1 Size, Schedule and material: -l ’f‘ vhe.
(2) Plpe #2 Sizc Schedule and matenal ! 15&‘ Filiovpe S W e,L A

| 1 ) Jomt Preparanon and Qieanhness

, Jomt Preparanon and Cleanliness acceptable? \J e 3

(2) Welding Machine o
o (a) Remote foot pedal‘?
(b) DC stra:aght machine?

" (a) Internal alignment acceptable‘? Nes

~ (b) Joint Clearance acceptable? . N
(c) End Preparauon acceptable‘? \:/, as
(4) Filler Rod- . | o :
(a) AWS A5.9 stainless steel filler rod? 3oL _
(b) Filler rod: Class Diameter .0 2 S
- {5) Purge Gas. |

(2) type of purge gas : AN on '
(b) time length of purge: | wuwrre Pauon purgeflowrate:. S < ¥h
(b) (if done) O2 reading: I\JIA 02 Monitor manf/model ﬁ

(6) Inspectlon After Root Pas

(a) Novisible cracks. s ove .
(b) No suck holes, which are small holes i in middle of weid Nare

~ (¢) No porosity or obwous mperfecﬁons Noye
(d) Filler material fused along edges of weld. A/ €.5

‘ (8) Repeat mspectlon after every pass: _y 04ss

E (9) Final Inspepﬁ‘m:' z/;é f/M




AD Cryogenics Department -
In-Process Weld Inspection Form
(as per In-Process Weld Inspectmn Guidelines, ADCryogenics, Nov 3, 2{)06) _

Date_ 5 }01 AN AR . Project: _ ¢ -~
Pipe Section:_ Vet | iNe Weld Number:__ ¢~

‘Weld location: /-2
Welder: ZQJ&M).[ ﬂggac‘;m Inspector: / /é /fé,//»

‘ ‘Before 'Vifeldmg= '
Type of weld: (butt)_ .. . (other) l,b
(1) Pipe #1 Size, Schedule and material: F'fELn welps Sup pL\( 'f' (Z.emd

@ Plpe #2 Slze Schedule and matenal I—{ el Live

' ',-1 Jothre tion and Cle liness .

_ J oint Preparatmn and Cleanhness acceptable'7 \j e_s.

j;)Weldmg Machm :

(2). Remote foot pedal’?
(b) DC stralght machine?

3" Iomt Fit-up, ar -
(a) Intersial alignment. acceptable" NesS
_ (b) Joint Clearance acceptable? .~ e s

(c)End Preparatlon acceptable‘? \f{ es

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

- ®) Filler rod: Class _ Diameter . ol <
 (5) Purge Gas, |

(a) type of purge gas :__ [ (=] Dol
(b) time length of purge: 5 Moo TeS purge flowrate: . (O CEL

~ (b) (if done) O2 redding: N /a 02 Monitor manf/model NZA
(6} Insgeetlon After Root Pass

(a) No visible cracks. A gl & :
(b) No suck holes, which are small holes i in middle of weld Ne e

(c) No porosity or obvious mlperfecuons Norwe _
(d) Filler material fused aiong edges of weld . VRS

' (8) Repeat mspectlon after every pass N Y 485

. (9) Final Inspec’uon Wik7 g

'




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

Date_ &—4“\7- 2ovs~. . Project: __{)- &
Pipe Section:_4, Sys'r'e.m ___Weld Number:_

"Weld location:
Welder%aauew T f—é%&&cc? Mnspector- / // W

.Before Welding:
~ Type of weld: (butt) K (other) '
(1) Pipe #1 Size, Schedule and material: L’r Colinder, w T CAPS 7 Uﬁﬁ—

(2) P1pe #2 Size Schedule and material: ﬁ Wal0S | T TTNG

L 1 Iomt Pr ion and Cleanhnes

. Joint Preparatlon and Cleanimess acceptable‘? \I 3

(2) Weldmg Machme
- (a).Remote foot peda.l‘? 3§
®) DC stralght machme‘? '

(a) Intemal alipnment, acceptable? : \1 9_3

- (b) Joint Clearance acceptable? . N oS
(c) End Preparatlon acceptable? \2 Pl
(4) FillerRod '
(a) AWS A5.9 stainless steel filler rod? Br-ahr- 3
(b) Filler rod: Class Diameter .0 4 S
~ (5) Purge Gas. |

(2) type of purge gas 1 __Paa o ‘
(b) time length of purge: | phwsre. Prase  purge flow rate: ENREAL
~ «(b) (if done) O2 reading: &g 02 Monitor manf/model : 4?{

{6) Insgectlon After Root P@

(a) No visible cracks, tawe '

(b) No suck holes, which are smail holes in middle of weld. Mg e
- {c) No porosity or obvious impetfections. _ M ang o

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

'(8) Repeat inspection after every pass: _/ Pass

. (9) Final Inspection:.




AD Cryogemcs Department

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

Date_2-(S$- 2o s - Project: ___[i—2

Pipe Section:__ 4,-2. - . Weld Number:_ £

"Weld location: '

Welder: &MC@K Inspector / / /4/ .

_Befgre Weldmg '

~ Type of weld: (butt) K_ (other)
" (1) Pipe #1 Size, Schedule and material: L yer's Pigwrugs

(2)P1pe#2 Size, Scheduleandmatenal S Mcrs F1T ELRHawWwS

- -l Iothr atio nd Cleanlmess

. Joint Preparauon and Cleanliness acceptabie’7 \1 e s

(2) Welding Machire
' (a) Remote foot pedal‘? g
(b) DC strmght machme‘? '

3- Jom Fit-up, and Internal Alignment, - -
" (a) Internal alignment acceptable? \/ 2. <:,
.. (b) Joint Clearance acceptable? . \; .5

(c) End Preparaﬂon acceptable? \; e <

(4) Filler Rod: '
- (a) AWS A5.9 stainless steel filler rod? 3 g';_a

(b) Filler rod: Class Diameter . 33

- {5) Purge Gas. ' _
~{a) type of purge gas . Bgpo '
(b) time length of purge: _{_wtusare Pt on_purge flow rate:_ S C

~(b) (if done) O2 reading: _ sl 02 Monitor manf/model roH

(6) Inspectlon After Root Pass
(a) No visible cracks. _pJore :
(b) No suck holes, which are small holes in  middle of Weld N e

(c) No porosity or obvious impeifections. Mort
(d) Filler material fused along edges of weld . ¥

' (8) Repeat mspectlon after every pass: | Puse

: '  (9) Final Inspecuon M / érfg‘




AD Cryogemcs Department .

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

Date .;l -\ $ - 2.01 S . Project: _ 4=
PipeSection:___~ .~~~ Weld Number:_ X~
“Weld location: ' .

Welder./\e_aumm T f-m&c&_,_ Inspector:

_gefore Weldmg '
~ Typeof weld: (butt) X (other) g; 15 1 gl
" (1) Pipe #1 Size, Schedule and material: _Lo /' MARM DN,

@ Pxpe #2 Size Schedule and matenal LConFlar FhLang e

- Al Jothre arati and leanlme S

A Iomt Prepamtlon and Cleanhness acceptable'? '\{f- e

o (a) Remote foot peda_l‘?
(b) DC strai ght machine?

(a) Internal ali gnment acceptable" N es
_ (b) Joint Clearance acceptable? . _~je s
(c) End Preparatlon acceptable’? \Jte;g :

(4) Filler Rod
(a) AWS A5.9 stainiess steel filler rod? 1 ave.
(b) Filler rod: - Class _ Diameter .

(5) Purge Gas.
(a) type of purge gas :__ o ove ' '
(b) time length of purge: _n /a, ' purge flow rate:_nJ /a
" (b) (if done) O2 redding: N g 02 Monitor ma.nf/model _Zﬂ

{6) Insgecnon After Root Pas

(a) No visible cracks. _AJ ave. -

(b) No suck holes, which are small holes in , middle of weld. o ¢
. {¢) No porosity or obvious mperfecuons Node '

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

(8) Repeat inspection after every pass: _{ P4 ss

" (9) Final Inspection:




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

Dateaf) \ TS, - Project: _{h -
Pipe Section:_ - ~ Weld Number:___ &~

‘Weld location: _£&-2
Welder',Le.omm':f I-J'Hm.qc_&?bf_ Inspector- / / // b~

Before Welding:
~ Type of weld: (butt) X (other) ‘
(1) Pipe #1 Size, Schedule and material: 4 Yplum Tude CourarT 45 °
(a welk ps

(2) Plpe #2 Size Scheduie and matenai ﬁA vet oM FAgnge :La

(1) ngt Egeparatzon and Cleggimgs
Jomt Preparanon and Cleanhness acceptable? \| e

2 Welding Machirie ) '
o (a).Remots foot pedal? }g
(b) DC straight machine?

3 Joint Fit-u angi_lntcm@,AhA nt. - o
' (a) Internial alignment acceptable? | ¢ &

- (b) Joint Clearance acceptable? . N es
(c) Ead Preparaﬁon acceptable” \-4: es
4) Filler Rod:

(a) AWS A5.9 stainess steel filler rod? 5 ) '33

(b) Filler rod: Class Diameter_ { [ e

(5) Purge Gas.
(2) type of purge gas : __AJ A e
(b) time length of purge: ™ & purge flow rate; &Ja

(b) (if done) O2 reading: __IN/A 02 Monitor manf/model }5

6) Ins ection After Root Pass
(a) No visible cracks. Mo ¢ :
(b) No suck holes, which are small holes in  middle of weld. _1J e
(c) No porosity or obvious imp eifections. pone
(d) Filler material fused along edges of weld . _\J &S \E &;

(8) Repeat mspectmn after eve‘ry pass: 1 PASS

| (9) Final Inspecﬁon M /waé




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:

2) Relief Devices:

3) Dewar Piping

4) Filling and Installation

ASME Boiler and Pressure Vessel Code (BPVC) Section VIll, CGA, or
other applicable code

List Code Used: A.SM(E Secnon Vi (V] A STMP)

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 VIIl, CGA, AP1 521, or other applicable
code

vist Code Used: __ASVIE Secr oo V11

ASME B31.3, CGA, or other applicable code
List Code Used: 45-”’15 A P

The vendor is responsible for the safe filling and installation of the
dewar including adherence to CGA, API 521, or other applicable
code

List Code Used: __/\/ 7 P4 SS’/ C A _S-1.3-2c08

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

Vendor: A‘PK Pgao defx

L
Qualified Employee (Print): B2 A /L/ ==

1 certify all of the above statemen
Qualified Employee (Signoture):

B%L% Date: L//Z {(20/3




