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FACSIMILE MESSAGE

1 / 8

LI"titJ'- [?4:,;(,5

DAte: IRAA

To: LARRYJONES From:
CALTECH

ffi

Chicngo Bridge & lron Company
P.O. Eor 41146

llcuston, TX 77211-lla6
7131466.75t1

Far Nc.: 713/{6d-{2 59

NICK PRIOR
ffi

HOUSTON CORPORATE WEI,DIT{C

WE ARE TRANSMITTTNG $ PAG6(S} (INCLUDINC TIII$ COVER SHEED. IF THERE ARE
ANy Pn0BLEMS,?LEASE mtL( 713 ) 896 - 2916

REI'ERENCE: Final ()utgassing Coupon Procedures

Attached )'ou'll lind a complete work order (l'll 1377) for the prsparation of the
outgassing test coupons. Total hydmgen analyeis was taken on the w€ld whc in 3
corrditions snd results are orr sheet 3. Also, I00% RT wus tltme on the completed welds
ltr '.rssurc suund wcLls. Thc radiographs will bc kcpt hcre in llouston ald will be
available fin vicwing at the meeting ncxt week.

Also attschcd is thc final WPS-WEL.DCOUP for the welding of the coupons. The only
rcvisions were to the weldirrg panrmeters on puge 3. These are tlre actual Jnrameters used
for the wclding oflhe coupons.

WMS-ER308L wa.r urchanged and Chuck $herlock lhxed a final CLCOUP fut the actual
cleaning of the coupons.

Illyou have any qucstions or require anything else, please feel ftec to call.

Rick W. Prior
F{ouston Corporatc Weldi ng
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Work Ord€r snd Report Form

306:# ?/  I

6

Purpo8€ of tesl:

Writteit by:

o'.tqe!9_t0c_Ieg99!89!E!!rf lco

RVVP Dale: 12lil9t Complete by deb; I?/jZAEE

x 8 6 ' x 0 . l l

Plates to b€ rfl€l.led

Position:

lHt 1377.XLWWOPGr.XLS
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Work Odrr and Rsport Form

Inltl.l sherrlng procedure:

ghaar lha 4Y x 86'LIGO sheet perfie folludng skeic*t:

Ord6rNo Hl,|377
Rev. No. 2

2 o f 4

.- Cut lines

o

306 i#  3 /

113/94 lH1 1 377.XLWWOBI-ANX.XLS
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i/\rork Order No H11377
Rev. No. 2
S h t S o f 4

lfvort Order and Roport Fom

clsaning Fncceduru of 20" x 4 lr2" x 0.115" platea for wtlding:

.1) Clean plsles afrer initisl shaarinE pet attEched GLCOIJP Etepr 6'l to 5.5.

Cleaning and Beke Out Procddure for ER308L:
'l) Cleaning and bake out per atlacisd l rMg€R308L.
2) S€nd 3 .ampl66 io l(ewln for Tohl Hydtogen €nalysis.

l) Before arry cl€qnlng orbdke oul -UlS----
. 2) Afbr deenlngLlbrkr out 0.07 ppm

. 3) Afier finEl Scotdr Brie deaning. 1'01 pp|r..
Weldlng Procedur€: ,.

1) Fit plates to ZERO gap using Emalladoge|lotls "buttof lack6,
2l All fittingirelding 8re to be dsnB with an Aqon purge.
3) Wbld slde 1 aulogenouE and sllot lhq plata lo cool to ambieni' : :
4) ' \rveld side 2 with ER308L and mollo ambimt.
5) Use attachod paradleten Prhlweicinc, . (Rscoi{ any chanEes from t$€ tYrol
6) \reld lirEt plst€ and cut tcFection 

f: 
d€lrnnlno adequate bead overlap.

shielding gas: 60% Argon - 4094 Helium 60 cfi)
Purg6 g.t: 100% Agon

OS{-3€-9928

Paramder Slde I $ide 2
uE!989 j'113__

..-Down6lopE ti e -, .
_nry€l6ra!!!!Er__-_--

\4llre D€lsy

t

I

I

Zercoscill6lion smolitude Zato
Pulre mode ._.._
Pulso widlh

otf
I.UA
T'UA

Autogenoug
N/A
e_q-_

Samp

N/A

Pulse frequencv
Flllerwirc

WirE diamater
AVC Resoonse

AVC mode

N/A
ER3O8L
0,0icr:

SarfiF

Tfsvel speeg .
Primatv wFld culrent

Wrr feed bDe€d
Out dwell tirne
ExcurEion tim€

1E lpm
230

1B lpm
430
10.6
1 8

NiA- 
N/A 

-

t- N/A
t_"___ -

N/A
N/A

N/A
lin
N/A----" 
N//i

N/A

Not6s: pldtes #2 end #5 loEt wir6 feed and were welded flutog€nou8 both $ldss. These plates were diecardEd

lH1 1 377.XLWW0BIANK3.XLS

JLB
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lffo* Oder and Raport Fom

Coupon stamping:

1) gtamp thr€e outer coupons wlth "C'

2l Stamp the adjecEnl to w6ld oouDon with "A"

Flnal shrNring ofthe vrelded coupongi

Final glze of coupons: l " x 1 6 " x 0 . 1 l S "

i a , .

l,-
I

_-__ 9n -.---:l

:ri l" (typ)

.- Wcld Coupon

"Plein" Coupons

Scrap Coupon

l

i. .,l
6id66)

1 i
! l

E i
4 l-t-
J, .:

W

Ordrr No H11377
2Rev, No,

sht 4 4of

I  l r - ;
I  I  l - ' i
A"""i' I i
l l i l
l l . ' i " i

l r l
i t l
t l l l
j  . l  l ' . i
t l l
i l l
t t i l
l " l . ' i " ; .

i l l

l r
i l
l l

t l
i l
l r
l r
t l

I

I

i l
l i
i ^  |

I

I

I

I

I
I

I
I

I
I

I

I

I
I

I

I

I
I

:

I
c t ( j

t--t-
r l

I
I
I
l

I
I

I
I
I
I
I

I

l(:

Oyp both

lH1 1 3?7.X1\rrvlWOBLANK4.XLS
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PROOIJCT

; 1- 3-94:  1:26PM i CBI C0RP H0IJSTON.

IDENTIFICATION

WELDIHG PROCEDURE SPECINCANON WELOCOUP

ouTGASSlllG rESr COUpONS
ER C/CLTECH. lY.S.f ---.

ri\ERK THtS DOCUMENT WITH GENERAL WELD SPEC. GWPS'

REFERENCE FROCEDURE QUALIFICATION FECORD

posiior'r iiu'l-rrreo POSITIQN
(aw4-0.6.J

1G

306!#  6 /  I

. NO. 1

COOE EDMON AND ADDENDA

JOINTS (OW.1O2) SEE GENERAI VT'ELDING

EASE iIIATERIAL (Ow-403)

A240Tp. suL {AS[rEP-d, GP. t).

Any ABME PA, Gp. I mf,tsial may ba welded tow Er

ot to esal, aher in enY combiaat]€/n

SPEQIFIC CONTRACT

TNI{TERPASS TEMPERATURE IOW.4O6)
. SEEATTACHEDFAGE 2

V{EI.D HEAT TREATMENT (OW.4O7)

IF PW{T tS REAUIRFO, gEE APPROVEO
FWHT PROCEOURE FQR bETAIL$

FXTENT OF PW}IT,
(ow"{oe)

frt
GHARACTERISTICS (QW40S)

ObEct Carcnl -
€ffi.&.t€Csta'it
SItEtE LP_9,!8.4iP.

AND VOLTAGE RANGE. SEE PAGE

OF WELD METAL REQUIRED _ fi; *
SEE ATTACHED PAGE MA

OF TRANSFER IV-{,.

SEE AITACHED PAGE(g) Z, 3 -

' )
SI.IIETDIMI BACK UP

60%Arl4utttle 100%?6,Ar

FOLARITY:

FILLER METAL {QI^'.404}

ASME SPECIFICATIOI.I NO;

ASME CtAS$IFICATION:
ASME ANALYSIS NO;
ASME GROUP NOi
CONSUMABLE INSERT:

FLr,o( (aw.4o4)
MA

sFA 5.0
ERi08l
4€

NtA OF I/IJELDING
ORWEAVE TECI4NIQUE 8EE PAGE ? , 3  _

i I MAoHINE i4l

i I AuTOMArlc n

r-)
E

I I
) -
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6F

1?/17n3
PROOUCT

CUSTOMFR

oull3tssl 16 TE'T ooqPoNs
.-_ cAtTECtl - NSF_. "-..

LIMITAIIONS:

2l
3l
4)
5)
6)
7'
e)
el

this li!'PS d bd used wilh Dif,,aaics GoH Tr$rJr v,EH unit.
Atl watdng ls lo b0 fuE l0 tie d ftlfr.t llol gostltof|�.
PutdlE {lx'E.nt mef ba |t3€�d,

Us€ ! st sld pdr$ p6r slrle tadrnhus.
Usd a &gle Ellftlri (216 tltfillltd Tu/fostan) €lec'rdde.

Nd didqld pa$s s[s,t pxc€ed 1n" in thictslP-ss.

O/ y slalrrad6 sa6a, truhrc sfrtl ra uscd on sfarhbss sl6or.

FarametErs ofl Page 3 sha bE fglo�v$!.

tity f/l/EEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEEt nBbdal lh aMI&ice wlh MllgER90eL sisf 0e !s6d

crEANr/VGi

chFlaninl d &u@r'f/ng lo bg dong t tceodat ce wih claaning Nocfd�ure CLCQUP.

INTE ?PASS TEMPERAruRE:

ma inFlfr,agE teti&ftturv thall not ex'p,gd 36fF.

PREHEAT REQUIREINENI.S fASME P.A Gp, '):

l , prel,grl & d.rqurtEd 6xc€rl Es dt ard &t /€atow moi$fst? arattosg lho erf,rjblsti lqmo€nhn fals beb]w 04F'

Wt dh the anbient Empefttue falts balow O'F, e P'E�beat of wa\n to tt| hend (epql;,L 1M'4 E /gqoi4F�d

wfthtn 3' of whaE lhe welding is 5t$l6d dtfi fidlnlalned 3" &ead of lhe &rc.



SENE. BY ICB I ; 1- 3-94 ; 1r2?PM CBI CoRP HoLrSToi\! 306 i#  B /  B

u/EtqllglEgg-EDuffF JeEcrFrcArlo!!.

our6AS.9//V0 7F67 COUFONSPRObUCT
cu$IlMgR __ oqr,@r:_/v9l__

I,II41D'N'O PARAT'E7ERS FOR GALD TRAC,X :

sfcoq{3ec!-
to
6015 Atgoa . 40% Haliun
20. 45 a.f,l
1009( Ngdn
fi-25diit '
ER3ll8L *

0.ar: t'

t{/A
tvA
24
NI.A

2
1
1
zerc
18
2n
10.5
t8
MA
MA
iuA
MA
MA
MA

aac+.($outdli/€/ld Cu,rent(6,ws) MA
aeckgrowd Arewazgt (wl/F.) MA
E8c&gre nd }+tlt $pged f{omj tgA
out Dwdl flms (&c x .1) , IUA
Elcrrrftdr fit?e(srcr..l) wA
ln DvtE'[ Time (saa x .1) MA

' Ffqr4'rata nscessary E Ed eva < 0.5& olwn EvGl.
n EkRS1iBL ID ba d*an d end hd<Bd M perV'lA+ER308L.

c


