AD Cryogemcs Department

""" In-Process Weld Inspection Form o
" (esper In-Process Weld Inspectlon Guidelines, AD Cryogemcs Nov3 2006) L

.Date J/K///s o Pro_]ect A
Pipe Section:_.__- ~ Weld Nu_mber _Z

‘Weld location: _ £ ﬁ-’ & /‘” /ﬁ’/" .
Welder: £1/AE .TELui064. Inspector' /’ £ Az, £ f‘/ﬁ@lﬂ //z’y’

S .‘ggfgre ﬂeldggg, S / _
| . Type of weld: (butt) (other) =~ Y SR
(1) Pipe #1 Size; Schedule and material: - 3_’/ Y SeH 1D

(2)P1pe #2 Size, Schedule andmatenal 3’/.».':/ T SLH IO

, Jomt Preparauon and Cleanhness acceptable?

U (@) WeldingMachine .
(a)Remotefootpedal? *’/ B
®)pe straightmachme? T

. (a) Interrial ahg;mlent acceﬁtable‘T C : .
. (b) Joint Clearance acceptable? . - e .
() End Preparauon acceptable?

@FillecRod . s
" (a) AWS AS9 stainless steel filler rod?
(b) Filler roc_i ' Class 30’ % L Diameter_, o fz&

'-_.5p ‘_ :
C ‘?RM/V

(a) type of purge gag : =
(b) time length of purge: __ -0 M /¢ purge flow rate: M H

" (b) (if done) O2 reading: __,_Qﬁ_oz Monitor manf/model :

s (61. Inspggggg After Root Pg&g / : . L
E (a) No visible cracks, __ ' &~ C '
. (b). No suck holes, which are small holes in nuddle of Weld /
. (c) No poresity or obvious impeifections. s '
(d)] Fﬂler material fused along edges of weld L :

a (8) Repeat mspectmn aﬂer eve!xy pass

. (9) Fmal Inspecuon



AD Cryogemcs Department

T In-ProceSS Weld Inspection Form
" (asper In-Process Weld- Inspectmn Gludehnw, ADCryogenics, Nov 3, 2006)

'Date J’/“///S R Pm]ect O=

Pipe Section: .~~~ . Weld N‘umber. T _

“Weld location: - L HC? W PE | '
.Welder' /‘7/&6 TELMLHS. Inspectnr fffiéz— £ /f/}’zé’/i’/z/ .

Type of weld: (butt! (other) ) : .‘ -
" (@) Pipe#1.Size; Schedule and material: -9/1/ -5 (f/?z /o
&) Plpe #2 Size, Schedule and material: %/' 4‘/ Y SCH 19

= ._.'1 1) jgixi; Mga_ngn ggg C Le@!igggg S /

_ I oint Preparat:on and Cleanlmess acceptable?

(,)EL‘LR&M&}?AEQ ) ..".'.' -
(2) Remote Foot pedal? . S e
®)pC su'azghtmachme‘? e

(a) Intemal ahgnment accep‘table? '
. (b) Joint Clearance acceptable? .~ 2~
() End Preparatlon acceptable'?

(.‘}J_M.B.Qd . L / .
" (a) AWS AS5.9 stainless steel filler rod'?
(b) Filler rod: _ Class 3 D3L _ Diamet Diameter f f

N 1ecse

(a)typeofpurgegas s
(b) time Iength of purge 30 My purge flow rate: - 9\0 C A /71

" (b) (f done) O2 reading: ____4+/4)- 02 Monitor manflmodel
" 1‘ §p_mon Afier Root Pass / ' '

(a) No visible cracks. / '
(b). No suck holes, whlch ich are small holes in mxddl}weld _- :

.. (c) No porosity or obvious impeifections. R
(d) Fﬂler material fused along edges of weld Pt :

- (8) Rspeat mspectmn after eve!xy pass

:- (9) Fma.l Inspecuon %% 76%




AD C‘ryogemcs Department

~* .. In-Process Weld Inspection Form
" {as per In-Pmcess Weld- Inspectmn Guidelines, AD Cryogemcs Nov 3, 2006}

-Date 4///’ ﬁ/ﬁ'é oo Pro]ect & 2
Pipe Section:_- - . -_ - Weld Number A .
‘Weld location: _ £ ﬁ”@ /'9 //5’ £ |
~\?Vqsalder /‘7//rE JEFM/»%F Inspector Z/F Zﬁ £ /%/gfﬁ/fz:/
S ._Befg;;g Eglgl_gg, o / - '
T f weld: (butt th
_ ype of wi (bu) (o er)____ ?/,5/ f{/}’ /&

(1) Pipe #1 Size, Schedule and iateial:
(2) Pxpe #2 Size Schedule and matenal }f/ g7 s LD

Sreparation an liness. - /

_ .T oint Prepamuon and Cles.nhness acceptable?

(a)Remotefootpedal? V/ o
®)DC sirmghtmachme? ] / |

. (a) Intemal ahg;nment acceptable? c _
- (b) Joint Clearance acceptable? .~ = &~

{e) Bnd Preparauon acceptable?

(@ AWS A5:9 stainless steel ﬁller rod?
(b) Filler rod: | Class 30%’ L Diamef Diameter . g

. (a)typeofpurgegas !?/Q Lo _ -
(b) time length of purge: 32 #sq/  purgeflowrate: XD £ L/F

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

@M;MMM/ S

(a) No visible cracks:
(b). No suck holes, which are small holes in Imddle of weld
e

. (c) No porosity or obvious impeifections. -
(d)] FﬂIer material fused along edges of weld L :

2 (8) Repeat mspecaon after eveiy pass

.' :_ (9) Fma.i Inspecaon %



AD Cryogemcs Department

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

‘Date, 4/f ?D///é o P_roject: G

Pipe Section: = _- -  Weld Nunibér.- s

‘Weld location: _ L H‘ F/ /0 /x" £
Welder' /"/ IBE TEFML. Inspector° /’ £Z £ f/ /7/ /4/6 15’//47

S efgreﬂglmng s | | _
... Typeofweld: (butt)__ " /(other | 70 o -
' (1) Pipe #1 Size, Schedule and material: _ 3/ - SCH ¥z

@ Plpe #2 Size Scheduie andmatenal 3d" S CH 1D

' '-'{I)ngngegarauanggdQleﬁllm ‘ L | /

_ J oint Preparatton and Cleanlmess acceptabiev
(2) ngdmg_M Q;.gn:e - - ' :V
(a) Remoté foot pedal‘? . ‘//

(b) DC straight machine? /

(3) t Fit-up, andInemal_,Aﬁl: : L :
"' (a) Internal alignment acceptable? .~ / -
- (b) Joint Clearance acceptable? . e
© End Preparaﬁon acceptable? 4 — _

(4)F111er1§g o R L
© (a) AWS A5.9 stainless steel filler rod? _ .
(b) Filler rod | Class 36? %L Diameter, , 25

- {5) Purge % :
-(2) type of purge gas | __ f Rept .
(b) time length of purge: __ J-0 4/  purge flow rate: R0 L, /71
~(b) (if done) O2 reading: A/ ﬁ 02 Monitor manf/model :

(61Insp_ectlon After RootP@g . /

(a) No visible cracks. ' /
(b). No suck hotes, which are small holes in mlddlyeld - -}

- (€} No porosity or obkus impeifections. _ .
(d) Filler material fused along edges of Weld £

2 (8) Repeat mspectton after eve'ry pass

. 9 Fmal Inspecuon /



AD Cryogemcs Department

R In-Process Weld Inspection Form
" (as per In-Pmcess Weld Inspecuon Gmdehnw, AD: Cryogemcs, Nov 3, 2006)

| Date 5‘/ / 3/ / b Pm]cct G 2\

Plpe Sectlon o : Weld Number'- 7 D

“Weld location: _/. A/p J‘/M /’L T ' L
_Welder /‘7 (KE JEFM//A/? In3pector er = L & (/ /7< ﬁ K_f, ,ﬂ /4/

' -.Befgre W_'glmg, ' /

... Type of weld: (butt) (other)___~_ e A
" (@) Pipe#1 Size, Schedule and material: é TUBE 2 40T 1y
(Z)Pipe #2 Si‘ze Schedule and matenal 6’ T TUBE 129,

LLLM@&MML@MA /

_ J oint Preparanon and Cleanhness acceptable?

|  .?,7 - Lo .
A (a)Remote footpedal‘? *'/ B
(O steaight machine? -

(a) Intemal ahg;:ment acceptable‘?
. (b) Joint Clearance acceptable? __ —
{c) End Preparauon acceptable?

L (8) AWS A5:9 stainless steel ﬁllerrod‘?
(b) Filler rod: | Class 30 L Diamet Diameter., , O fzf o3

e ofpurgegas ﬂfe M/V i | -
(b) time length of purge: __ 80 //  purgeflowrate:. XD c L4/

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

) ]6) Insgecugn After Root ngs /

(a) No visible cracks. / ‘
(b). No suck holes, whwh ich are small holes in n‘uddl}hvgld - :

. {¢) No porosity or obvmus impetfections. o
(d)! .FﬂIer material fused along edges of weld L :

: '(8) Rﬂpeat mspectnon after evdxy pass

. ‘. (9)qu11nspepuon:- %Xé s



AD Cryogemcs Department

A In-ProceSS Weld Inspection Form o
" (asper In-Pmcess Weld Inspecnon Guidelines, AD-Cryogenics, Nov 3, 2%6) L

-Date J //3// ‘) - Pro]ect G2
Pipe Section:_--__- : Weld Number Z

 “Weldlogation: _Z e J‘ézze
-+ Welder: £1/AE .TELML4% Inslsector /W— Z (2 f /L/z%’ ﬁ//z'/ |

- -B.ef- . . dill' R - ) . .
_ Typeofweld (butt) /(other) L T
- " (1) Pipe#1.Size, Schedule and material: _- 6 L TURE 109 w

(2) Plpe #2 Size Schedule and matenal L Teps Iz

. TR R

_ iomt Prepamuon and Cleanhness acceptable?

(a)Remctefootpedal?
(b) DC strmghtmachme‘? _ / '

(a) Initernial alignment awephble? - t_‘__ o
. (b) Joint Clearance acceptable? . ~ _ 2— .~ =

{c) End Preparauon acccptable‘?

Co (a) AWS AS 9 stainless steel filler rod'?
(b) Filler rod ' Class 30 3 L Diameter, Z

o >"(‘5}ngzg Gas, - |
S f?/ewxr/

(@) type of purge gas : o o g
(b) time length of putge: 30 Mg/ purgeflowrate: . XD < L4/

(b) (if done) 02 readmg A/ & 02 Monitor manf/model : |

(a) No. wmble cracks e
(b). No suck holes, which are small holes in middle of weld

. (c) No porosity or ‘sbvious impetfections. SR
()] Fﬂler material fused along edges of weld 44’ ‘ :

: (8) Repeat mspecuon aﬂ:er eveizy pass y

. (9) Fmal Inspecuon i



AD Cryogemcs Department

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

;Date 5_//5 //‘7 Pm]ect" & ““;\

Pipe Section: = - - - Weld Nu_mber.- .? '

‘Weld location: __ < /718/ /0 //op -
- Welder: £1/RE TEFMLN . Inspector (’r: 4 ¢ {/ /7/ %fﬁ/é/ .

- M@l@m& / R
. Type of weld: (butt) (other)
(1) Pipe #1. Size, Schedule and material: 3/ L/ S ELH é’)

(2) Plpe #2 Size, Schedule and material: 3/4/ i CLJ?M i

_ I'qint Pmparaﬁdn and Cleanhness acceptable_?

‘ (a) Remote foot pedal‘? -
) DC stuight machme? Wl

™ (&) Interrial ahgnment acceptable‘? B i
-. (b) Joint Clearance acceptable? . - e ..
- {e) End Preparatton acceptable'?

14!ELHCI'R@ . - : / '
" - (a) AWS AS9 stainless steel ﬁﬂerrod‘?
(b) Filler rogi | Class 30 %L Diamet Diameter 7 i&

'.(5!1’% Qgg ' |
(@) type of purge gas : ﬁfe Gop A o
(b) time length of purge: __ 0 ¢/ . purgeflowrate: . XD & L/f

*(b) (if done) O2 reading: A g,ﬁ 02 Monitor manf/model : |

'gs)ingmgnAfterRogtgm | / L

(2) No visible cracks.
(b). No suck holes, which are small holes in dedle of weld
e

. (c) No porosity or obvious mperfectons B
(d)] FﬂIer material fused along edges of weld . (=" :

- (8) Rspeat mspecnon after eveiy pass

: '. (9) Final Inspecuon %



AD Cryogemcs Department

o In-—Process ‘Weld Inspection Form
" (as per In-Process Weld Inspectmn Gmdehnes, AD- Cryogemcs Nov 3, 2006)

.Dat.e 'P//s//s’ ProJect & 2
Pipe Section: .- : ~Weld Number: . >

“Weld location: L#ﬁ /)/PE S K -
_Welder./‘f (RE -JEFﬂ/ﬂ%jé‘, InspectOr: e _Lé_'p. ‘l/ﬁ/c’ D).z

_ Type of Weld (butt) (other)
" (1) Pipe#1. Size; Schedule and material: - 7/ 4/ 5 S / @
(2) Plpe #2 Size Schedule and matenal - 3/ ey "L F,(J /4/67 e

!_IJ.IQL&LBE ‘egmwd; n 'Q'Le.al_ih.,n.ﬁ.&&" _ | : /

_ J pim: Preparation and Cleanlmess acceptabla?

‘ (a)Remotefootpedal‘? =
© DCsiralghtmachme? T

(a) Intemal ahgnment accep‘table? - el
- (b) Joint Clearance acceptable? . -~ £~
(s:) End Preparaﬁon acceptable?

C (a) AWS A5 9 stainless steel filler rod?
() Fl_ller rod _ Class 3ﬂ % Z- D1ameter , 2 ﬂj

(5) Puree. _ :
S }Rwﬂ/

(ﬂ)typeofpmgegas _ G , g
(b) time length of purge >0 Myqs  purge flow rate: - A OCEH

" (b) (if done) O2 reading: A/ /- 02 Monitor manflmodel

) 161. Insgemon After Root ngg / o |
(a) No visible cracks: ‘
(b). No suck holes, whmh ich are small holes in middle of weld /

. (c) No porosity or obvious lmperfecuons R
(d)] F1Her material fused along edges of weld B L :

- (8) Rspeat mspecuon after evety pass

- (9) Fmal Inspccuon %’ 7




AD Cryogemcs Department

In-Process Weld Inspection Form
" (as per in-Procﬁs Weld: Inspecﬁ(m Guidelines, AD Cryogenics, Nov 3, 2006)

Date 5/ / / ?3/ / i f? Pro;cct' & =2

Pipe Section:_~_ - -~ Weld Number. .=z

‘Weld location: __Z /5’ UELT

Welder: /7/7%1: J"tE/é’M@&fInspector. :"(' E 4 ‘ V /74%{) W / »5!

- ..Before }}ieldmg, B V

~ Typeof weld: (butt)_ .. (other)
" (1) Pipe #1 Size, Schedule and material: / /g_ CLPPE ,?
@ P1pe #2 Size Schedule and material: ! /’;L T COFPER

' n-(lljgmt Preggr_atlon @d Clg_gg_lmegs L , e '
o Jomt Preparaﬁon and Cleanlmess acceptabie? M

(2) Welding Machine

e i
E;)) %%ms(::lgﬁtlgacm;e‘? M o/ CP’Q C ﬁL ﬁ/‘? /;Z 2 /‘:

(a) Intemal alignment, acceptable?
-, (b) Joint Clearance acceptable? . o
. (©) End Preparatlon acceptabie? el

(4) Fﬁier ROQ . T
(a) AWS A5:9 stainless steel filler rod'? /Z/’{ﬁ‘_'
(b) Filler rod: Class 5 $/2. /403 Diameter 5"5 2y ra

" (5) Purge Gas. - ' ‘ .
“@)typeof purgegas : A/ ; . _

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

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

16! Inspectlon After Root Pgsg W’ . .
(a) No visible cracks. __ ' ' L
(b). No suck holes, which are small holes in middle of weld, '
. {c) No porosity or obvious xmperfecuons Sl
) Flller material fused along edges of weld . (.//

a (8) Repeat mspecuon after eve!ry pass A /4’

. €)) Fmal Inspecuon




AD Cryogemcs Department

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

vDate 5//%//(. S Project. e =2
Pipe Seetion: .~ -~ . " - Weld Number- =

‘Weld location: _ 2. /f/Q_ 1/’ ELT
_Welder: /‘7/:“(":_ J‘/vﬁﬂwé‘ﬁlnspector' /’(EZ : ? /J,@Z’%/,éj_

o eforeﬂgldmg IR ' - _ :
... Typeofweld: (butt) ... (other) (/; noo ‘

* {2) Pipe #1 Size, Schedule and material: . (/% . COLPPER

) Plpe #2 Size, Schedule and matenal [ A7 coPrER

' '--ﬁ)lgmj; Bgegarauen anQ Qleg_gl iness - SR ,. e
L Iomt Preparatton and Cleauimess acceptabie‘? 'L’/ }
2) WelgggMachme e ._ :. S _ -
" (a).Remote foot pedal? 7‘0 Q C"/_/ é’é’ﬁi’z Z: '

(b) DC strmght machme‘? :
(a) Intemal alignment acceptable? . 7// -
. (b) Joint Clearance acceptable? . e
() End Preparation acceptable'? L |
@FiflerRod ) T
(2) AWS A5.9 stainless steel filler rod? % .
© G)Filerrod:  Class 5 5/%/%3 Diameter_ VI AT
' (5) Purge Gas. - ' _
~(a) type of pm"ge gag i/ ﬁ - _
(b) time length of purge: ‘ purge flow rate: .

(b} (if done) O2 reading: : 02 Monitor manf/mode] :

jﬁlinsgectlon After Root Pgs S

(a) No visible cracks. '
(b). No suck holes, which are small holes in n'..uddle of weld

. {(c) No porosity or obvious 1mperfectzons '

(d) Filler material fused along cdges of weid - C ___/

L—"

: (8) Repeat mspection after every pass

.- ‘  &) FmaI Inspccuon ?/, x/ ,4 7 ,‘{_/




Heh o Aine

X

= PPD Vacium and Instrumentation Grotip

In-Process Weld Inspection Form
(as per In-Process Weld Inspection Gusdelmes AD Cryogenics, Nov 3, 2006)
Date_-2730/5 Project: _ (n -
Pipe Section: fﬂﬂdsm Arade . We!d Number &
‘Weld location: - :
. Welder eonidel) /ﬁ/ﬁmﬂc&& Inspector: T\ \Dggmw&u:c’

'Before Weldlnq

Type of weld: (butt) X (other) - ‘
(1) Pipe #1 Size, Schedule and matertal 77 2el 10 Pree 277 puo Iz

(2) Pipe #2 Size Schedule and material: (" SC4 (0 Tee - & werps

(1) Joint Preparation and CEeanImess
~ Joint Preparat:on and Cleanimess acceptable? \/ e

(2} Welding Machine

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

{3) Joint Fit-up, and internal Alignment.
(a) Internal alignment acceptable? _ \je S

(b) Joint Clearance acceptable? {es
(c) End Preparation acceptable? X e S
(4) Filler Rod -
(a) AWS A5.9 stamless steel filler rod? - 3o4A.
(b) Filler rod: Class Diameter__g. 45

(5) Purge Gas.
(a)type of purgegas :_ D240 ot
(b) time Iength of purge: / Mrre Frio4 purge flow rate:- 10 (/= 7

CSCFH____
(b) (if done) 02 readlng /\.)é 02 Monltor manf/model : _4J /4L

(6) Inspection After Root Pass
' (a) No visible cracks. _al gne
(b} No suck holes, which are small holes in middle of weld. AJo~.C
(c) No porosity or obvious imperfections. __ Ao~ &
(d) Filler material fused along edges of weld . 311 esS

(8) Repeat inspection after every pass: _/ FAS S
. - L .
(9) Final Inspection: /"‘ﬁ /””

80'8°C



el
H&L\'IU\‘/\‘ # t

- PPD Vacuum and |nstrum9nta'fi6ﬁ“cro§*‘"'"'""
In-Process Weld Inspection Form
\ {asper In-Process Wetd inspection Guidelines, AD Cryogenics, Nov 3, 2006) e
Date2-Q7-30(5”  Project: ___ (- -
Pipe Section: TRevsrer j..,wb Weld Number: x5

‘Weld location: _G&- 2~ - _ .
, Welder ,&adﬂm ,'149{;,54(,914_ lnspector S MumBers

Before Weiqu o :
Type of weld: (butt) X (other)__ s
(1) Pipe #1 Size, Sehedule and material: /7T <ch O BS ° ELEO?&)
(2) Pipe #2 Size, Schedule and material: __ /" Sch 10 #5° ElLdow

(1) Joint Preparation and Cleanlmess :
Joint Preparatlon and Cleanhness acceptable? \1 z3

(2) Welding Machine

(a) Remote foot pedal'? paS
(b) DC straight machine? __

(3} Joint Fit-up, and Internal Alignment.
(2) Internal alignment acceptable? \le S
(b) Joint Clearance acceptable? N
(c) End Preparation acceptable? -\i{ o5

14) Filler Rod -
(a) AWS A5.9 stainless steel fillerrod? 3 ok L

(b) Filler rod: Class Diameter__. 0 k5™

(5) Purge Gas.

(a) type of purge gas : R g o

(b) time length of purge: { M\Udre. P()-—ao&_. purge flow rate:;._ t 0 ¢ Fh
- SCFH__ #
| (b} (if done) 02 reading: ‘ 02z Mo_nitor manf/model : :

(6) inspection After Root Pass
‘ (a) No visible cracks. _ Nove
(b) No suck hotes, which are small holes in middle of weld. _ {Jpae
(c) No porosity or obvious imperfections. _ wJaue.
(d) Filler material fused along edges of weld .\ les '

(8) Repeat inspection after every pass: __| PAsS

(9) Final Inépection: /Jﬂn ?/M

6062



' HQ,L,'UF( #f

AD Cryogenics Department

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

Date 3~p-20\S" . - Project: __ 4~

Pipe SectiomTavsees Live  Weld Number:__ <~

Weld location: A~

Welder: |, ca1pe0-5T A CNS Inspector: Y Hu MBernl

Before Weldmg
~ Type of weld: (butt) X; {other)
(1) Pipe #1 Size, Schedule and material: cQ lfg ELBOMS + 3y ,(_auz’ For Pt’f
(2) Pipe #2 Size, Schedule and material: _/ SCA -1 7Tée

(1) Jbint Preparation and Cleanliness . - .

Joint Preparatio’n and Cleanliness at:ceptable? \li A

(2) Weldmg Machmg ,
{a) Remote foot peda.l‘? &

(b) DC straight machine?
~ (3)Joint Fit-up, and Internal Ali nment. . . .
" (a) Internal alignment acceptable? __ N ¢ 8
(b) Joint Clearance acceptable? Je.s
{(c) End Preparauon acceptable‘? \“{L e

(4) Filler Rod
(a) AWS A5.9 stainless steel filler rod? 50 Y.L

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

(5) Purge Gas.
(a) type of purge gas : _ R\agos)
(b) time length of purge: | Mipour fthow.  purge flowrate: L O € €N
(b) GGif done) O2 reading: __MN/Ry 02 Monitor manf/model u_[n

(6) Inspection After Root Pass

(a) No visible cracks. _ams

(b) No suck holes, which are small holes in mlddle of weld. powve
(c) No porosity or obvious imperfections. _plo v '

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

(8) Repeat inspection after ex}ery pass. __/ .PA £5

' (9) Final Tnspection: 7/1,,, ?AM




[ WedO ™
M;'TTL.@ foade

B

PPDVacuum and Instrumentat:on‘Group

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

Date 2-37-80(5 Project: _(\~ O
Pipe Section: —{ra.stet kma Weld Number el
‘Weld focation: _4-3 - -
. Welder Zeodmw k@wewmlnspector TS \-\\3 meefcc’

Before Weidlng. o :
Type of weld: (butt)_ X (other) )
(1) Pipe #1 Size, Schedule and material: _ 3% <<k 10 L 5% ELBO W t Welo
(2) Pipe #2 Size, Schedule and material. Py Sch 1o H457ELAB awl

(1} Joint Preparation and Cleanhness
~ Joint Preparatlon and C!ean!mess acceptable? \/ a.$

{2) Welding Machine

{a) Remote foot pedal? _K____

(b) DC straight machlne?

(3) Joint Fit-up, and Internal Alignment.
(a) Internal alignment acceptable? NS
(b} Joint Clearance acceptable? x; es
(c) End Preparation acceptable? \1 Q.S -

(4) Filler Red

(a) AWS ALB stafn[ess steel filler rod? _ 30‘-17'—‘3— _
~ (b) Filler rod: Class . - Diameter__.8 45~

(5) Purqe Gas.
(a) type of purge gas : ﬂ/&eoJ
{b) time !ength of purge: ¢ /b{fuufc’/ Preoss  purge flow rate;. /0 _QFL

CSCFH____
' (b) (if done) 02 reading: NA 02 Momtor manf/model : /N A :

(6) Inspection After Root Pass
(a) No visible cracks. _ AJ 6re
(b) No suck holes, which are small holes in middle of weld. A a+72~
(c) No porosity or obvious imperfections. A o8 &

(d) Fitler material fused along edges of weld . ;{g:

(8) Repeat :nspectlon after eve [ ) Pas s
(9) Final Inspectlon %’m /Z iﬁ/

60'8°C



L wWedd

PPD Vacuum and Instrumentation Group
In-Process Weld Inspection Form
(as per In-Process Weld Inspection Guidelfines, AD Cryogenics, Nov 3, 2006) _
Date_3-4-3.615 Project: (-3, . o
Pipe Section: _TRanSfer Aiese  Weld Number. &

‘Weld location: _far — &-- - -
_ Welder,éeoﬁaw: #ﬂwécé}dnspector I N\ omBel T

Before Welding: o -
Type of weld: (butt) X (other)__ .
(1) Pipe #1 Size, Schedule and material: _7 > g ch 10 33 b AOVE 4 pJelDd
(2) Pipe #2 Size Schedule and material: - Y8t g lbeuds '

(1) Joint Preparation and Cieanhness ‘
Joint Preparation and Cleanliness acceptable? _N\Jg2s =
: : [

(2} Welding Machine
(a2) Remote foot pedal?
(b) DC straight machine?

{3) Joint Fit-up, and Internal Alignment,
(a) internal alignment acceptable? __ ~le S

(b) Joint Clearance acceptable? ~NesS
(c) End Preparation acceptabie? 7 Nes
(41 [iller Rod -
(a) AWS AL.9 stamless steel fillerrod? _ 3obl
~ {b) Filler rod: Class Diameter .45~

(5) Purge Gas., :
(a) type of purge gas : 0 lond
-(b) time Iength of purge: | munate Praoe purge flow rate:: \ O ¢ 0 ¢Fw.

CSCFH___
' (b) (if done) 02 reading: Né 02 Monitor manf/modei : N'[)&-

(6) Inspection After Root Pass
~ (a) No visible cracks. _Nowve_
(b) No suck holes, which are small holes in middle of weid. M one.,
(c) No porosity or obvious imperfections. ) ane_

{d) Filler material fused along edges of weld . 5( a5

(8) Repéat inspection after every pass: __ 1 PHS S

(9) Final !népection: /%/" /7/4«/4\?)1/

B06C



A weliDS.

%Q\#ELJUM

PPDVﬁcuum and Instrumentatlon Group

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

Date 2-277- 3005~ Project: _{-0~ L
Pipe Section: 724Js Fet. A e Weld Number. __S
‘Weld location: _ 4-3, - .

. Welder: Aesrn oan #A}nmwunspector TS, !AuM%an:r

Before Weldlnq

Type of weld: (butt) X (other)
(1) Pipe #1 Size, Schedule and matena] % s ch i TuBe &7 o1y

(2) Pipe #2 Slze Schedu¥e and material: c';é /! 3§ S5Ch(0 4S5 ELLawWS

(1) Joint Preparation and Cfear_llmess :
Joint Preparation and Cleanliness acceptable? __ N e '
pard ! F

(2) Welding Machine

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

(3) Joint Fit-up, and internal Alignment,

(a) Internal alignment acceptable? \l e.S | . .
(b) Joint Clearance acceptable? NP ' ST
(c) End Preparation acceptable? \‘} e
(4) Filler Rod ' -
(a) AWS AD.9 stainless steel fillerrod? 304 0L
(b) Filler rod: Class . - Diameter . 0 &%

(5) Purge Gas.
(a) type of purge gas : ﬂ(z,c, o)
A{b) time Iength of purge: / Mrm}rc’; Pre@ . purge flow rate:. 1D CEA

SCFH___ _
' (b) (if done) 02 reading: _ AVA 02 Mon{tor manf/model : /Jfg

(6) Inspection After Root Pass
| (a) No visible cracks. _N oue
(b) No suck holes, which are small holes in middle of weld. _A) ol e
(c) No porosity or obvious imperfections. __ AJdd e

(d) Filler material fused along edges of weld . '[g s

(8) Repéat inspection after.every pass:, { P4< S
(9) Final Inspection: /,,,/44« %&

60°8C




[ Wel O

-z‘}iq'/g_ H el VL

AD Cryogenics Department

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

Date 3~ 6-201S Project: /-2

Pipe SectionT TEqu <ren ) e Weld Number: v

Weld location: _ 4-3 _

Welder: /oo peol Mansace x. Inspector:  Tize LlupaBex?

Before Welding:

Type of weld: (butt) X {other) /"
(1) Pipe #1 Size, Schedule and material: _/ g 77? /" Recloce
®

(2) Pipe #2 Size, Schedule and material: P 4974 orig
< - A

{1) Joint Preparation and Cleanliness .

Joint Preparation and Cleanliness acceptable? \t' 28

(2) Weld1ng Machine
(a) Remote foot pedal'?

(b) DC straight machine?

(3) Joint Fit-up, and Internal Alignment, .
' () Internal alignment acceptable? __ v o <
(b) Joint Clearance acceptable? Yes
(c) End Preparation acceptable? f_{} 3

{4) Filler Rod
(a) AWS AS5.9 stainless steel fillerrod? __ 30 %

(b) Filler rod: Class Diameter .0 4 &

(5) Purge Gas.
() type of purge gas 1 __ A R40 )
(b) time length of purge: { i pore PRioa purge flow rate: LO & & L
(b) (Gif done) O2 reading: 02 Monitor manf/model :

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

(b) No suck holes, which are small holes in middle of weld. pMowe
(¢) No porosity or obvious imperfections. _§J) o pjs :
(d) Filler material fused along edges of weld . m! e

(8) Repeat mspectlon after every pass: ] | pPpss

| (9) Final Inspectmn /,[zm %p// f




[ wWeld

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

Date_3-\3- ao\s_, - Project: G-

Pipe Section:___~ _ Weld Number: __§

Weld location: (h-3. -_ .
Welder: Lo.o uam"\" %waaﬁv& Inspector TR MAGMBe KT

_ Before Weldmg ‘
* Typeof weld: (butt)___. . (other) /L F' Leet

(1) Pipe #1 Size, Schedule and material: _# (O Vc K '
(2) Plpe #2 Size, Schedule and matenai F' ﬁa zicHTed PiPe Threny

¥ I) Jomt Pregar,mon and Qleanhgess
‘ Jomt Preparation and Cleanlmess acceptable'? \J ey

2 Weldmg Machm_e_

(2) Remote foot péciﬁl? ﬁ SRR :

(b)DC straight machm_e?

(a) Internai alignment. acceptable‘? ' -:\ oS

. (b) Joint Clearance acceptable? . \J
(c) End Preparatmn acceptable'? \l e_' g
(4) Filler Rod .
(a) AWS AS.9 stainless steel filler rod? 30‘-& g , _
(b) Filler rod: Class _ | Diameter , &)y 5~
- {5) Purge Gas. - o |
(a) type of purge gas :__ N B _

(b) time length of purge: __N/A purge flow rate;__1\)
(b) (if done) O2 reading: _ #J 02 Monitor manf/model :

(6) Inspection After Root Pass
(a) No visible cracks. Node
(b) No suck holes, which are small holes in . middie of weld. gj g
(c) No porosity or obvious imperfections. Mane.

(d) Filler material fused along edges of weld 55 e |

'(8) Repeat mspectlon after evé j \ "?JA.SS N

| (9) Final Inspecuon /’IM 7/




E)DUQ,LD

AD Cryogemcs Department

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

Date 3~ 3-aus, - - Project: __ G-

Pipe Section:_____ - __Weld Number:__¥’

‘Weld location: Gr'& S -, | :
Welder: Le,ouum"\‘ %wmﬂw— Inspector' St RNoMBe k.

Before Weldmg, '
 Typeof weld: (butt) . _ (other) {1 L(A/ ' '
~ (1) Pipe #1 Size, Schedule and material: 3 FIELp Weko ON EWST"M} p””e’s’

) Pxpe #2 Size Schedule aﬂd matenal c’:l léo,-e.L\,u pA e 1 B M TR qe-J heve

B ﬂziomt Preparaggn and Qleanhness '- ‘ . el O OK

_ Jomt Preparauon and Cleanliness acceptable‘? N eS
o ' OV WYy

2 Weldzn Machl ,
o (a).Remote foot: pedal‘?

(b) DC straight machine?

. (3)Joint Fit-up, and Internal Alignment. - . - .
" (a) Internal alignment acceptable? _ N e S
. (b) Joint Clearance acceptable? . ~| o S
{c)End Prepa.ratmn acceptable‘7 N

(4) _Fxller Rod- . o _
(2) AWS AS5.9 stainless steel filler rod? _3oY L
(b) Filler rod: Class ‘ Diameter, 8 35~

- (5) Purge Gas. _
(a) type of purge gas :_Deopsr)
(b) time length of purge: S MNsTe Pous purge flowrate: Q0 CFh

(b) Gf done) O2 reading: ﬁ% /802 Monitor manffmodel 49:

(6) Inspec‘aon After Root Pagg
(a) No visible cracks. Mo

(b) No suck holes, which are ich are small holcs in middle of weld. _nJ ¢ A ¢
(c) No porosity or obvious impetfections. _AJo Pe o
(d) Filler material fused along edges of weld . _~ [ -5

‘ (8) Repeat mspechon after every pass: / £OSS O pMenCh

| (9) Final Inspection: 7{,@,4 7///




- - ] WeiDd
AD Cryogenics Department

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

Date 31133015 - Project: G

Pipe Section: . _ Weld Number:__ &

‘Weld location: (-8 =~ -, :
Welder: Lenuau.‘-'T %MM_G\-&. Inspector: - TS UtA NN 4 MR

Before Weldmg ‘

~ Type of weld: (butt) (other)__’al_t,e. T

.- (1) Pipe #1 Size, Schedule and material: /4. 63S Tusbe ' '
@) Pipe #2 Size Schedule and matenal *To Qhec< N ,QL_UQ,-* Lo
wewp !]=: .
“(I)Jomj; Pregaratlon and C_leanhness R . L .
. Joint Preparauon and Cleanlmess acceptable? \i} el ‘ S
121We1d1ng Machm o

(2) Remote foot pedal?
(b) DC straight machine?

(3 Joint Fit-up, and In emal Alignment. - . -
(a) Internal alignment acceptable? _ \1.1,;5 o
. (b) Joint Clearance acceptable? . es
(c) End Preparatlen acceptable? \\le,g ‘

(4) FillerRod o ‘
(a) AWS A5.9 stainless steel filler rod? __ 304 L |
(b) Filler rod: Class _ Diameter_. 0 25

- (5) Purge Gas, - ’

() type of purge gas : Ao &)

(b) time length of purge: | Mahore. Orian_ purge flowrate 5 &GF i
(b) (if done) O2 redding: ) In 02 Monitor manf/model : Ny

(6) Insgectlon After Root Pae

(a) No visible cracks. _Newe :

(b). No suck holes, which are small boles in  middle of weld. _fJone
. {c) No porosity or obvious impeifections. _AJarje.

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

' (8) Repeat mspectton after evéry pass: f ASS
' (9) Final Inspecuon / %f/




{ ey

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

Date_ 3- 13- 208, Project: _ G-
Pipe Section:_______ _ Weld Number:_ S
‘Weld location: (-3 . _ ' :
Welder: Lo.ouuw"\' —%whu’&v&- Inspector. T Isten T

_ efore ﬂeldmg ' _ ' :
~ Typeof weld: (butt)__. . __ (other) £ e T ‘ " wWewp

(1) Pipe #1 Size, Schedule and material: _3/% SCh1d Eh&ow - :
2 P1pe #2 Slze Schedulc and matenal Q,ch;tf(, N BlhVe _ |

{ 1) Jomt Pregggauon and Cleanhnes ' S
‘ J oint Preparauon and Cleanhness acceptabie‘P \-\g eS

eldm Machme .
(2) Remote foot peda.l?
(b) DC straight machine?

. (3)Joint Fit-up, and Internal Alignment. - . .
(a) Intémal alignment. acceptable'? Nes
 (b) Joint Clearance acceptable? . \jb.S

(c) End Preparatxon acceptable‘? \z es

(4) FillerRod '
(a) AWS A5.9 stainless steel filler rod? 32 9'\4- 1
{b) Filler rod: Class Diameter . . 025
- (5) Purge Gas, -

(a) type of purge gas : Araga) '
(b) time length of purge: { suwgre. PRis g purge flow rate: 5-0Fh

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

(6) Insp;e_c_ﬁon After Root Pass .
(a) No visible cracks. _A Jane :
(b) No suck holes, which are small holes in middle of weld. Node

. {c) No porosity or obvious impeifections. ~ a) o/ R
(d) Filler material fused along edges of weld . _\ [ S

' (8) Repeat mspectwn after every pass: [ 0485 -

| (9) Final Inspection:. //%«Vr / M




/Wew'

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

‘Date 3 \S -~ aolr S Pro,]ect.' R
Pipe Section:____~___ ___Weld Number: . &

"Weld location: _(—d :
Welder: Le.ounw"\' -\S:M.bhccv-’- Tnspector: . S A A Aum@eu .

Beforg Weldmg '
~ Typeof weld: (but)__ . _ (other) E ! L—J.ﬁ- i :
(1) Pipe #1 Size, Schedule and material: (& “Dia T VB2 ba g Aewnyg
(2) Pzpe #2 Sizc Schedule aud materlal ‘?fu.« F&ﬁ&!@#‘rffﬁ FLArg e

' v{l)]omt Pregg,r_agon and Cleanlmes '- ' ' R : S
. Iomt Preparatxon and Cleanhness acceptable‘? “’Q e _ We,.{ a

eidm Machme -
(a) Remoté foot pedal?
(b) DC su'a.lght machine?

(a) Internal alignment acceptable‘? - \\ e

_ (b) Joint Clearance acceptable? . \3 .3
{c)End Preparatlon acceptable'? \1 s

(4) Flller Rod . C :
(a) AWS A5.9 stainless steel filler rod‘? 2ok

(b) Filler rod: Class _ Diameter . ahs '
- (5) Purge Gag, -~ ' _ |
(a) type of purge gas : Al /8

(b) time length of purge: ' purge flow rate:_
(b) (if done) O2 reading: _ 02 Monitor manf/model : _AJ

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

(b) No suck holes, which are small holes in  middle of weld Ao

- (c) No porosity or obwous impesfections. ~ AJo g/o
(d) Filler material fused along edges of weld . 55 o 3

' (8) Repeat mspectlon after every pass ; PASS

| (9) Final Inspectlon /Jm QM




[/ ineld

A]) Cryogemcs Department

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

Date_ 3 \D-201 S . Project: __ G-

Pipe Section:_____ 5 ___ Weld Number:_ g

Weld location: 6;-*9\ - , :
Welder: Le.ounm"'r -\\f»,MM.G\-e- Inspector. F"S\H Quw%eﬁ:&" ,

‘Before Eeldmg, '

~ Type of weld: (butt) 5 (other) |
(1) Pipe #1 Size; Schedule and material: 5@ Scihi1d t?”Leue(

(2) Pxpe #2 sze Schedule and material: /o Pz_,e, F:ﬁb:brck‘fw Qheci Uﬂh‘"“’-’

- (lljomt Ereparanon and Cleanhnes R - I ::::C?
~ Joint Preparauon and Cleanlmess acceptable'? \f/ e Welp =

(2) Weldmg Maghme L
' (2).Remote foot pedal?
M DC stra.lght machine?

(3 Joint Fit-up, and Intemal Alignment. . L
" (a) Internal alignment acceptable? .~ Y e
- (b) Joint Clearance acceptable? . Nes
(c) End Preparauon acceptable? \Z e

(4) FillerRod ‘
(a) AWS A5.9 stainless steel filler rod? ;3 Y g

(b) Filler rod Class Diameter .03 5
- {5) Purge Gas. o
(a)type of purge gas : __DOA6N).

(b) time length of purge: | trinire Qo purge flowrate: S- CE )L
(b) (if done) O2 redding: £ty 02 Monitor manf/model A % i

6 Ins ection After Root Pass
(2) No visible cracks. _AJgn/e..
(b) No suck holes, which are small holes i in middle of weld. _AJone

(c) No porosity or obvious impetfections. _AJp A/e -
(d) Filler material fused along edges of weld . \Je.§

. (8) Repeat inspection after every pass: ¢ PAsSS
- (9) Final Inspéction: //W, Z%'é f




/] Welon
N f/m b

~  PPD Vacuum and Instrum_ganta‘fibrl_Gi'otiﬁm'”"
In-Process Weld Inspection Form
{as-per In-Process Weld Inspection Gmdalmes AD Cryogenics, Nov 3, 2006)
_Date 3Y4-2.0.5 Project: Ao S
Pipe Section: ﬁgggggg&:.]n, sse. _ Weld Number:__ & . .

‘Weld location: _ G-, - _ :
Welder: Aeousas T DAL ACE K Inspector; __ "N\ fsp\u p\‘agﬁ_.n.

Before Welding:

Type ofweld: (butt)  (other)_Fusion J el
(1) Pipe #1 Size, Schedule and material: __ s, , O3S FIGe TTp TPRRICATLD WAThall
(2) Pipe #2 Slze Schedu{e and material; _ @,_ :

(1) Joint Preparation and C!eanlmess
~ Joint Preparation and Cleanliness acceptable? \é&ﬁ,

(2) Welding Machine

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

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

(b} Joint Clearance acceptable? \; 2.g
(c) End Preparation acceptable? \jg__g ‘
(4) Filler Rod .
(a) AWS AL.9 stamless steel filler rod? - &0 / B _
~ (b} Filler rod: Class .~ Diameter N‘}/ B

(5) Purqe. Gas.
(a) type of purge gas : Vi
(b} time !ength of purge: ;\i/'/ﬁ . purge flow rate:. 8/ A

(b) (if done) 02 readmg t%/ﬂ 02 Monitor manf/model : g% !5

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

(d) Filler material fused along edges of weld . }1{ e g

SCFH__

(8) Repeat inspection aftér.every pass: T osron

(9) Final Inépection: /,/,,M %

8062



! U\le,L:B
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| B
PPUVacuum and InstrumentatloﬁGroup

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

Date_3-%4-5015  Project: b_ 2

Pipe Section: "{Rouscee. hive  Weld Number. £ , ‘ "
‘Weld location: _ fg~2 - . - : - .
_ Welder Le—m aLs g . H&MAQQ Inspector TS QoMBen T

Before Welqu :
Type of weld: (butt) X >( (other)__ .
(1) Pipe #1 Size, Schedule and material: FaBeiehten VB het :ﬁ§]
(2) Pipe #2 Slze Schedule and material; a— 34 ach L0 BlBews ¢ Weld

{1} Joint Preparation and Cleanhness :
~ Joint Preparation and Cleanliness acceptable? \{ e.s

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

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

(b) Joint Clearance acceptable? el

(c) End Preparation acceptable? ,N:ib 2. <
(4} Filler Rod ' o

(a) AWS A5.9 stainless steel fillerrod? _ 3okl

(b) Filler rod: Class . Diameter_ . 035
(5) Purge Gas.

(a) type of purge gas :__Arg o)
(b} time !ength of purge: 1 M\@g, EBtQQ_ purge flow rate:. A0 QFW.

(b) (if done) 02 reading: r\)(b 02 Monltor manf/model : _ N /K&

(6) Inspection After Root Pass
(a) No visible cracks. _Argra. '
(b) No suck holes, which are small holes in middle of weld. M
{c) No porosity or obvious imperfections. _ g ose

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

SCFH__

(8) Repéat inspection after every pass: ___{ Pﬁgj’ _

(9) Final Inspection: //hw %M

60'6°C



AD Cryogemcs Department

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

Date 3 -[5-2ol 5 g ot P_rojet:t: sy -
Pipe Section: .~ - Weld Num'b"er: :
‘Weld location: (53~
Welder: Luunm—r -\ng,o.bm_c\-e- Inspector. “A A W\ BE T
: Before Weldmg S '
~ Type of weld: (butt)___. . _ (other)_ e T Welddd
(1) Pipe #1 Size, Schedule and material: __ : :;Q el Dg

(2) Pzpe #2 sze Schedule and material:

i 1) Jomt Preparanon aad Qleghness

, Jomt Preparatxon and Cieanhness acceptable‘? .\,/ 2.8
C

(2) Welé;ng Machme ;
' (a) Remote foot pedal‘?
(b) DC strzught machine?

(a) Internal alignment acceptable? o /\ *
~ (b) Joint Clearance acceptable? . TN
(c) End Preparatlon acceptable'? ~ - &

(4) FillerRod = " .
(a) AWS A5.9 stainless steel filler rod? D04 L

(b) Filler rod: Class __ Diameter_ ous
- (5) Purge Gas. ' ' |
(a)typeofpurgegas i NPRg o

(b) time length of purge: | plinre Plaod purge flow rate: - \ & & © W

~ *(b) (if done) O2 reading: M =02 Monitor manf/model A
(6) Insgecuon After Root Pass

(a) Novisible cracks. A oA)e -

(b). No suck holes, which are small holes in mlddle of weld.
(c) No porosity or obvious imperfections. _ /)0 /¢ g

@) Filler material fused along edges of weld . \/ ¢

: (8) Repeat mspectlon after every pass ; PASS

: (9) Final Inspec'aon / %/ {
/-




&R e 0S8

AD Cryogemcs Department

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

Date_ 5r{3—a0t5’,“, o P_rOJect: Ou- S

Pipe Section: . __ Weld Number:._&

‘Weld location: Cn“& - -, _ :
Welder: Le.ouaw"\‘ %MALG\H_ Inspector. T o MumMBe T

‘ Befgre Weldmg o

~ Typeof weld: (butt)___. . _ (other)__ £ 1 Fuse

(1) Pipe #1 Size; Schedule and material: (o014 TUBe 378 a AOMC}
(2) P1pe #2 S1ze Schedule and matetial: —7 WO ( Sa FlAnvqes

o 1 Joirit Preparation and le hness ‘~ ‘ _ lw&M&w

J oint Preparation and Cleanliness acceptable? Ve.S
L (

(2) Welding Machise .~
- (a) Remote foot pedal?
(b) DC strai ght machine?

(a) Internial alignment acceptable‘? - Jes

. (b) Joint Clearance acceptable? . ' ({- e <
(c) End Preparatlon acceptable? ~ \ﬁe_\C
(4) Filler Rod

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

(b) Filler rod: Class _ Diameter M_é-

“(5) Purge Gas, - T -

‘(a) type of purge gas U[n. '
(b) time length of purge: /7 purge flow rate:_ gglg ’g

~ (b) (if done) O2 reading: g[ A 02 Monitor manf/model : 4% VA

6 Ins ection After Root Pas
(2) No visible cracks. _ 2 ) o pde
(b) No suck holes, which are small holes in  middle of weld Alane
(c) No porosity or obvious imperfections. ~ AJasJe
(d) Filler material fused along edges of weld . __\/ eg

| (8) Repeat mspectmn after every ass 1 PASS

‘ (%) Final Inspectlon /hfz 7/




A e DS

AD Cryogemcs Department

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

Date 23~ 13- E}O\S'" R P_ro_]ect: G-
Pipe Section:___ -~ .- 'Weld Number:__&
“"Weld location: c.,—-a -

Welder: Lo.auaw‘T -\k\s.a.bm.cve- Ins;;ector. ’ZS"n Jg—\o Mjﬁe,e:{’

'Before Weidmg ' "
~ Typeof weld: (butt)___. . _ (other)_£uSe '
(1) Pipe #1 Size; Schedule and material: .Y OB T LGe BEF 3/4, Ao w“c?
2) Pxpe #2 Size Schedule and matenai a i S0 Flanges

- (1)]01nt ngparatlon and Cleanhnes '- ' | , Wej‘" . : g i :ﬂﬁ&ﬂ.
_ Jomt Preparauon and Cieanhness acceptable‘7 \i{ e , — T

2 Weldm Machm -
- (a) Remote foot pedal? _
(b)DC stralght machine?

37 loint Fit-up, andIntemalAh .ment R
" (a) Internial alignment ‘acceptable? . Nje S

. (b) Joint Clearance acceptable? . e €
(c) End Preparauon acceptabie? \;l} e
(4)FillerRod . ' -
(a) AWS A5.9 stainless steel filler rod? __FuS e
(b) Filler rod: Class _ Diameter_ ﬁ
- (5) Purge Gas.

(a) type of purge gas A /o - '
(b) time length of purge: 1 purge flow rate:
(b) (if done) O2 redding: __ A/ /a oz Monitor manf/model : _

(6} Inspection After Root Pa§§
71./ gMe

(a) No visible cracks. : '

(b) No suck holes, which are ich are small holes in middle of weld. _aJo e
. () No porosity or obvious impeifections. _ pMow ¢

(d) Filler material fused along edges of weld . }f{g S

(8) Repeat inspection after every pass. P8BSy

. (9) Final Inspécﬁon:. ﬁw_. /.1



Y7 welss

AD Cryogemcs Department

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

.Date 5"(3“30‘5" - Project: __ (-3
Pipe Section:___ ___Weld Number:_&

‘Weld location: _(5— SL : '
Welder: beouaen7y. —\Bmmp.w\—z» Tnspector: __ S v Yy M Pee

_Mdl_ng. '
~ Type of weld: (butt)__. . (other) E_Zgg@_
(1) Pipe #1 Size; Schedule and material: ./ & 1 VEe :
(2) Pxpe #2 Sme Schedule and matenal Qo P AL Red yee 1

R 1) Iomt Prep_arauon and Cleanhnesg , :
, Jomt Preparatlon and Cleanliness acceptable? \l} e s

eldm achine :
(a). Remote foot pedal‘?
(b) DC strmght machme?

(3 Joint Fit-up, and In emal Alignment. -
(a) Internal alignment acceptable? AN
. (b) Joint Clearance acceptable? . N
{c) End Preparatlon acceptabie? Y es

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

(b) Filler rod: Class _ | Diameter_ N /8

- (5) Purge GGas. - |
(a) type of purge gas I __ NIy ‘ .
(b) time length of purge: __ W /@B purge flow rate: £ /B

(b) Gf done) 02 reading: _ N jp 0_2 Monitor manf/mode] : L!FE

(6) Inspe@on After Root Eass

(a) No visible cracks. _A) a2 :
(b) No suck holes, which are small holes i m middle of weid NdMN¢

. (c) No porosity or obvious impeifections. llé ?@ Ne, . -
(d) Filler material fused along edges of weld . (S

' (8) Repeat mspection after every pas Prsa

* (9) Final Inspection:. //ﬂv‘r 7 /éf




o 1 ) I oint Pregaratlon and Cleanlmesg

J‘7

AD Cryogemcs Department

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

Date 3- \3"3&5' - Project: __ (-3
Pipe Section:___ ___ Weld Number:__ &

Weld location: 61..3 o
Welder: Leouan mwp-c.cvd- Inspector- c JrM {-/(/Mﬁe_frg"

_sm..‘ﬁ@.lsim_g. '
~ Type of weld: (butt)__. . (other) E JSe. e rnS
(1) Pipe #1 Size, Schedule and material: 7 @ 7% Roravakee GouFL e:r F’Am.robe,s
@ Plpe #2 Size, Schedule and matenal /{72 Pife

_ J oint Preparatton and Cleanhness acceptabie? \I S

2 -eldm Machg_ ST
' (2).Remote foot pedal?
(b) DC straight machine?

(a) Internal ahgnment acceptable? . '—'\" s

. (b) Joint Clearance acceptable? . - ~lec .
(c) End Prepa.rahon acceptable'? “_\_F'g < |
(4) FillerRod = ' o _
(a) AWS A5.9 stainless steel filler rod? A &
(b) Filler rod: Class Diameter __AJ /4
(5) Purge Gas. T _ |
(a) type of purge gas #/a : '
(b) time length of purge: Nz purge flow rate;__ A A

~ (b) (if done) O2 reading: gg /s 02 Monitor manf/model : _4) 4

{6) Inspemon After Root Pas
(a) No visible cracks. _A) o re. -
(b) No suck holes, which are small holes in middle of weld. Mo re,

(c) No porosity or obvious impeifections. N on ¢ -
(d) Filler material fused along edges of weld . 5:[ es

| (8) Repeat mspecﬁon after every pass: / Puss

| (9) Final Inspecﬁon:. ////m, %A{ﬂ,/




e~ Welo S
AT Syt

| ‘ f{/ LitH ﬁ 8-
AD Cryogenics Department Hebe
In-Process Weld Inspection Form X

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

Date_3-b-20t5~ - Project: _ oL
Pipe Section” (Reuswer hinve  Weld Number: Es
Weld location: G-2

Welder:Lesstang 7 Lpedue+<  Inspector: _ “S1w Ay et
Before Welding: |

Type of weld: (butt) X . (other) p o e B ow
(1) Pipe #1 Size, Schedule and material: S- /7 gschrp 4‘-{ ELBonS

(2) Pipe #2 Size, Schedule and material: _/ — tigalro P 3/1,. Ao q -

(1) Joint Preparation and Cleanliness . - - : ' %CD

Joint Preparation and Cleanliness acceptable? \‘J s

7) Welding Machine .
(2). Remote foot pedal? _ N
(b) DC straight machine?

_ (3)Joint Fit-up, and Internal Alignment. . .
" (a) Internal alignment acceptable? _NJ ¢.2
(b) Joint Clearance acceptable? e <
(c) End Preparation acceptable? \i{‘e s

(4) Filler Rod o
(a) AWS A5.9 stainless steel fillerrod? ___3el.i

(b) Filler rod: Class _ Diameter ,0 ¥5

(5) Purge Gas. -
(a) type of purge gas | _ 13 £qo.)

(b) time length of purge: puox_ purge flowrate: v CFh
(b) (if done) O2 reading; ﬁ 02 Monitor manf/model : _ N /A

(6) Inspection After Root Pass
(a) Novisible cracks. _ Jape. =~ -
(b) No suck holes, which are small holes in middle of weld. 2Josr/ e
(c) No porosity or cbvious imperfections. _gJnare -
(d) Filler material fused along edges of weld . 54; es

(8) Repeat inspection after evéry pass: _/ PASS

" (9) Final Ins;;ecﬁén:///gm ‘%/ |



AD Cryogemcs Department

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

Date, 3- 25”20 %7 - PmJect. G-

Pipe Section:___ _Weld Number: . &
‘Weld location: 6,-—3 e

_Welder Lo,om.m“r -\Smméuucvi Inspector' \‘LLLf 4 X,\E_mw. .

-VBefore Weldmg | _
~ Typeof weld: (butt) (other) h e WD :

(1) Pipe #1 Size, Schedule and material: "], ‘z‘q \3 cr's AaNToP
(2) P1pe #2- Size Schedule and matenal ' '

w i 1 ) Jomt Pregarahon and Qleanlmess

_ I oint Preparatlon and Cleanhness acceptable" ~ \{ eS

(2) Weldmg Mg,.chm ¥
ot (2) Remote foot pe:dal'7
(b) DC straight macmne?

@) Joint Fit-up, and Internal Ali ' ingr;t_ = st
' (a) Internal alignment acceptable? .~ ~je ©

. (b) Joint Clearance acceptable? . ~le.S
(c) End Preparatlon acceptable? -§l ok
(4) FillerRod .
(a) AWS A5.9 stainless steel filler rod? a\th—} _
(b) Filler rod: Class __ Diameter__ N/1y
~(5) Purge Gas.

(a) type of purge gas : __ (\zooc)

=

(b) time length of purge: (tn.re ¢e .o o purge flow rate: 8 cF\L

~ (b) Gf done) 02 reading: 02 Monitor msz/model

(6) Inspection After Root Pass
(a) No visible cracks. _p)o /< -
(b) No suck holes, which are sma]l holes in mlddle of weld. oo o

. (c) No porosity or obvious impetfections. _ o) N < -
(d) Filler material fused along edges of weld . e

(8) Répeat inspection after evdry pass: il PYSS

s : ; ’ 7Y / /‘ )
- (9) Final Inspection:. A/ /é,ﬁ/
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@ A ' |
o ltaluofvo lao | LrlLS
O |mpulse: Maint: Freq:  Duly tart: Duration:
o) : . Cycle:
O o -
© i e s 120 82
Dwel: | Postpurge: Speed :
Prepurge:  Downslope: Specs./Rev. | | '
- Special Notes: Gas Setting: Configuration: B ;
Arc Length: 035 = Type: ARGON 2,17'6&_, +0 "4 TOBE, [
Gage Setting: TR BuTT_WELD ",
Material: 'ﬁﬁ‘{- Head: 12 CFH |
L} Wall Thickiwess: 035 Tube: 10 cFH cajon . [].] .
b"‘ Qutside Diameter: }I}j;, Welding Systems Y

. Date:'
Developed by: ___

Weld Head Model: CWS —~E5H

¥
|

Power ‘Supply Model: CWS -—TOO"D !
. - w2

IO DM
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