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TUBE-TUBESHEET WELD PROCEDURE: | N CERTIFIED
1. PREPARE THE JOINT. ; e . o PRANT
"A. CHAMFER TUBE HOLES 1/16* X 45 DEGREES. AR o o
B. CLEAN THE FACE OF THE TUBESHEET, ALL TUBE HOLES, AND ALL TUBES WITH 1) EVL {/n L T d i x '
ACETONE FOR A MINIMUM LENGTH OF 1 FOOT FROM EACH END. ‘a - /e — R S N MAY 1 7 1995
C. SET TUBES TO PROJECT 1/8" (+1/8",-0"1 FROM THE FACE OF THE TUBESHEET. ROLL ARE4 L ‘ SN ™ TEXAS METAL
2. GIVE TUBES A LIGHT ROLLING TO OBTAIN METALLIC TONTACT PRIOR TO WELDING. - S o 5 ‘ A FABRICATING CO.
DO NOT USE LUBRICANT FOR THIS STEP. ’\JL——.-___N\__- N wa LTl e : : ATRINTY INSU3T20c6 o, |
3. GTAW WELD. CARBON STL. JOINTS WITH AWS 45.18 ER 79S-2 FILLER METAL. e B’ £ N O?JI:E'§95 HOUSTON, T,,r:r__.__j |
4. LIQUID PENETRANT EXAMINE ALL WELDS AND THEN CLEAN THEM WITH ACETONE. e ’1["—’1 “SIDE o o e T ‘
REPAIR ANY DEFECTIVE WELDS AND RECHECK. 1he , ﬁ_ <
S. WELD 2ND PASS, GTAW WITH AWS AS5.18 ER 70S-2 FILLER HETAL. : ! — EL
6. REPEAT STEP NO. 4 FOR 2ND PASS. . 1" x a5° -- - 22 - ¢ " Lo
7. LEAK TEST: APPLY SOAP SUDS SOLUTION TO TUBE WELDS WHILE MAINTAINING 15 PSI _l_ WELD TUBES 70 TUBESHEET .
AIR PRESSURE ON SHELL SIDE OF TUBESHEET. PEL TME PROC. SP-205C
8. ROLL TUBES WITH OIL USING CONTROLLED METHOD 4 1/2 TO 5% TUBE WALL AA M —_—
REDUCTION). DO NOT ROLL IN WELD AREA. S
9. REPEAT STEP NO. 7. .T'UBE HOLE GROOVING DETAIL !
10. FINAL LIQUID PENETRANT EXAMINE: + WIDE X 53 ,;4 - DEEP GROOVES !
11. HYDRO TEST aT FULL.SHELL SIDE TEST PRESSURE. BEAM TS 1. 21" 410.003" (+)0.003"TUBE HOLE DIA .;
DEBUF R TUBE HOLES BOTH SIDES | | $4-700-2 '
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