CONSTRUCTION: JOINING OF PIPES BY WELDING

Issued: 7-07-2019 Revised: 12-05-2022 Number: 6AH65 Page:

STANDARD WELDING PROCEDURE SPECIFICATION #: _ 6AH65

Process: Manual Electric Arc

Material: API 5L Grade X65

Diameter and Wall Thickness: Greater than 12” and .188 thru .750 wall thickness
Joint Design: Standard Vee Groove, 30 Degree Bevel

Filler Metal and Number of Beads: Electrode Classification:

Electrode E6010 and E8010, AWS Class A5.1 — A5.5, Minimum of 4 Passes
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F. Electrical or Flame Characteristics: Reverse Polarity, Electrode Positive

G. Position: Fixed Horizontal

H. Direction of Welding: Vertical Down

I. Number of Welders: 1

J. Time Lapse Between Passes: Maximum of 5 minutes between stringer and hot pass;
3 minutes maximum when temperature is below 35° F.

K. Type of Line-Up Clamp: External

L. Removal of Line-Up Clamp:  After 50% completion of stringer bead.

M. Cleaning: Taper grind starts and craters and flatten crown by grinding stringer bead,
power buff all remaining passes.

N. Speed of Travel: String bead 10 to 12 inches per minute maximum.

0. *Preheat, Stress Relief: Maximum of 300°F. Minimum of 150°F. Preheating shall
be done with device or equipment which will heat entire circumference(s) in single
application 2” back from pipe ends.

P. Notes: Welded pipe strings shall be temporarily capped to prevent air draft cooling
of stringer beads. Weld shall be completely protected from moisture until it has
cooled to ambient temperature. Weld zone shall be protected so that the wind
velocity near it does not exceed 8 miles per hour.

*X-Rated pipe must be stress relief if the carbon content exceeds 32% or C+1/4 Mn
exceeds 65%. Heating of X-Rated pipe is limited to 600°F.
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CONSTRUCTION: JOINING OF PIPES BY WELDING
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Sequence of Beads
Note: Dimensions are for example only.
Bead Electrode Amperage Voltage
No. Diameter Range Range Type Rod Notes
1 5/32 130-170 25-32 E6010 5P+
2 3/16 130-190 26-36 E6010/E8010 | See below
3 3/16 135-195 25-35 E6010/E8010
4 3/16 135-195 25-35 E6010/E8010
5 3/16 125-180 25-35 E6010/E8010
Bead
No. Notes
1-5 Electrodes may be substituted within rod group 1&2 of AWS A5.1-
A5.5
2 Hot pass may be made using 5/32 within same amperage range
4 Additional passes may be made at the same setting
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CONSTRUCTION: JOINING OF PIPES BY WELDING

&

WELD TEST REPORT [USE SERXRATE FORMFOR EACH WELDING PROCEDURE)
DATE WELDER'S NAME SOCIAL SECURITY HUNSER
F=A0-ox | 7 -y y L5/ E
L HAME OF CONTRACTOR OR COMPANY ROWTHANDED O | REQUALIFYIRG TEST O
é; E!Efﬂf ) | eFrhanpe o QUALFYING TEST B  LMETESTE
ELED O mann-'/ < * H ﬂ:;::n TEMPERATURE | TIME OF DAY mffm
PIPE SPECFICATION FIFE MANUFACTURER WALL THCHNESS BUAMETER (08} WEGHT PER FOOT
L 28 22 57, 4P
MAKE OF WELDUKGGS MACHINE SEE HANKE OF OX-ACETYLENE WELDING WOZTLE STE OX-ACETY) PRESSURE FLOWIKG
Leal 2gD | NPRTS i/ #Z“-
BRAND OF ELECTRODE BRAND OF OX-ACETYLENERODANDSZE | NUMESR OF PABSES - N-ACETYLENEWELD | WELDING PROCEOUALRD.
L P é&'&fﬁ‘Lﬁ’_\r
ELECTRODE TYPE AKD SIZE MACHIE SETTINGS AMPERAGE R NOLTAGE R, %
== £ 3}
g STRINGER bt Sz itnerpt | 28 | sinsre 23- 73, g N
Elormss Loy mit B2 \youwn| 72 | am-yss | ae-s2 | 5 hi
Puss s mF ez st Zo | sa-sen | au-34 } .
capriss 2 o) i e seo2¢d ZO | s3p—175 g&.ﬂL%ﬂ
COLPOR
LOCATION LENGTH WIDTH w& Lo wELDRS %wumg REMARE s
w L £ 2" J&Mﬂﬁ_m_ﬁ_&&f Cal
#E o , .h-fr’
g 2 72 7 i - 270 | 2n gm0 LL 9T ’ -
gs8/ £ |y 290 | LY r
g2 @ |47 | aop|s0um | 1t | &7 2 =
sl TYPE OF BEND RESARKS kvl i
1 85 | Pdsva Al cHofec s o
g |2 ﬁii:f Lotars Als clekects rd
% 3 :jz. g ya Aé_ﬁéévzj v
£ ¥
[ ,,-5 ey 2 '&‘”‘Lﬁ‘h""—‘-"—“”—é’ x / o
T REMARKS oorreo| ctes
—
Bliz2s | hont  apetr/ i ﬂéé’éf =
2 7L 2 ad -l
E EY. ~ o
g |y
e
S 2 L
| SZE AND WALL THICKNESS OF WAN GAB PRESSURE ON MAIN LOCATION OF FRACTURE
i PEIG WELD D NPPLE O HAN O
E [0 WELD CONTAIN: DEPTH OF UNDERCUT LENGTH OF UNDERCUT
PNHOLES COLOROLL UNDERCUT
£ [EwARNE GRTEEWELD
e P =
PIFEWELD NoTouEE> 3 mrr_ﬁ% ﬁFr TEEWELD |mwmg el
TESTED BY MW TW

West Texas Gas Utility, LLC

Revised 12-05-2022



