






Weld # Sheet 1 of 1

Client Spec:

Welding Code:

to Henkels & McCoy

to Spectra Energy

to AIM Pipeline Project

to Not Applicable

to Not Applicable

to Not Applicable

Pass No. Units

Travel Direction

El./Wire Manufacturer

El./Wire Trade Name

El./Wire Classification AWS

El./Wire Heat Number

El./Wire Diameter in.

Gas Flow Rate CFH

Shielding Gas Type %

Gas Nozzle Orifice Size in.

C.T.W.D in.

Oscillation Rate BPM

Oscillation Width in.

Head Angle Deg.

Equipment Type 

Welding Process

Welding Position

Electrical Current/Polarity

Pass No. Units Root Hot Pass Fill 1 Fill 2 Fill 3 Fill 4 Fill 5 Fill 6 Fill 7 Strip 1 Strip 2 Cap 1 Cap 2 Cap 3

Max Amps A 161 209 205 224 208 218 218 218 223 211 219 213 212 214

Min Amps A 98 102 187 199 178 196 204 195 196 196 196 196 196 198

Max Volts V 31.4 35.5 26.7 25.9 26.0 26.1 25.9 26.0 26.1 26.2 25.8 26.2 25.9 26.0

Min Volts V 18.3 16.4 25.4 25.3 25.3 24.8 25.2 25.0 24.7 25.3 25.2 25.3 25.1 25.3

Max WFS in./min. NA NA 230 280 280 280 280 280 280 280 280 260 260 260

Min WFS in./min. NA NA 230 280 280 280 280 280 280 280 280 260 260 260

Max Travel Speed in./min. 8.8 11.9 16.5 7.9 7.9 8.9 8.9 8.9 8.9 8.9 8.9 9.9 9.9 9.9

Min Travel Speed in./min. 5.5 5.2 15.5 5.5 5.5 7.0 7.0 5.5 6.5 6.5 6.5 7.8 7.8 7.8

Max Heat Input kJ/in. 55.1 85.6 21.2 63.3 59.0 48.8 48.4 61.8 53.7 51.0 52.2 42.9 42.2 42.8

Min Heat Input kJ/in. 12.2 8.4 17.3 38.2 34.2 32.8 34.7 32.9 32.6 33.4 33.3 30.1 29.8 30.4

Max Temperature F
o 250 289 255 217 241 256 292 330 253 227 311 250 292 318

Weldor Information: CW Side: CCW Side: Toby Guidry & Zack Strickland

Weld Time/Date: Root Complete: 3:45 PM 4:54 PM 8/3/2015 1:32 PM 8/4/15

Power Supplies: Root Pass: Miller BigBlue PipePro 350

Heating Method: Propane Torch

Grinding/Cleaning: Hand filing, Power grinding and power cleaning as needed.

Clamp Information: External clamp removed after 50% of the Root pass was complete.

Preheat/Interpass: Min. Preheat: 250
o
 F 330

o
 F Min. FCAW Preheat: 255

o
F

Comments:

Visual Inspection: Acceptable

Radiographic Inspection: Acceptable

Mechanincal Testing: Acceptable

Prepared By:

Max. Interpass:

Ryan Keisling

This information is the proprietary property of CRC-Evans Automatic Welding, which contains trade secrets and/or know how and may only be used in conjunction with equipment rented from CRC-Evans Automatic Welding.

Notes

Seth Dyas & Derrick Green

Hot Pass Start: Weld Complete:

Lincoln Advantage 400 & Miller PipePro 304 Remaining Passes:

DCEP DCEP DCEP DCEP DCEP

Schematic of Joint Design
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n Weld Pass Sequence

SMAW SMAW FCAW-G FCAW-G FCAW-G

5G 5G 5G 5G 5G

Not Applicable Not Applicable 0-5 0-5 0-5

Not Applicable Not Applicable M300 M300 M300

As Required As Required 180 55-60 60

As Required As Required 0.20 0.22-0.40 0.22

Not Applicable Not Applicable 0.75 0.75 0.75

Not Applicable Not Applicable As Needed As Needed As Needed

Not Applicable Not Applicable 67 67 67

Not Applicable Not Applicable 75Ar/25CO2 75Ar/25CO2 75Ar/25CO2

Not Applicable Not Applicable 1128S & 1180N 1128S & 1180N 1128S & 1180N

1/8 & 5/32 5/32 & 3/16 0.047 0.047 0.047

Fleetweld 5P+ Pipeliner Arc 80 Pipeliner 81M Pipeliner 81M Pipeliner 81M

E6010 E8010-P1 E81T1-GM E81T1-GM E81T1-GM

Downhill Downhill Downhill Uphill Uphill

Lincoln Electric Lincoln Electric Lincoln Electric Lincoln Electric Lincoln Electric

Welding Parameters

Root Hot Pass Fill 1 Remaining Fills & Strip Cap

Manufacturer(s): Berg Berg CE:

Heat Number(s): 634011 634011 Pcm:

Nominal Thickness: 0.938" 0.938" Project(s):

Nominal Diameter: 42.0" 42.0" % C:

Material Specification: API 5L API 5L Contractor:

Type or Grade: X-70M X-70M Company:

Procedure Qualifaction Record
1103-A

Mainline Procedure
CS-PL1-10.9

API 1104 20th Ed

30o-35o

.040"-.125" 5/64”- 1/8"






