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PREPARE THE JOINT.
A. - CHAMFER TUBE HOLES 1l/16" X 45 DEGREES.

B. CLEAN THE FACE OF THE TUBESHEET.
ACETONE FOR A

C. SET TUBES TO PROJECT 1l/8*®

DRILL GI-/18" @

523" 8.

aLL TUBE HOLES, AND ALL TUBES WITH
MINIMUM LENGTH OF 1 FOOT FROM EACH END.

(+1/8".-0"Y FROM THE FACE OF THE TUBESHEET.

GIVE TUBES A LIGHT ROLLING TO OBTAIN METALLIC ZONTACT PRIOR TO WELDING.

DO NOT USE LUBRICANT FOR THIS STEP.

GTAW WELD CARBON.STL. JOINTS HITH AWS AS.13
LIQUID PENETRANT EXAMINE ALL WELDS AND THEK
REPAIR ANY DEFECTIVE WELDS AND RECHECK.
WELD 2ND PASS, GTAW VITH AWS A5.18 ER 70S-2
REPEAT STEP NO. % FOR 2MD PASS.

LEAK TEST: APPLY SOAP SUDS SOLUTION TO TUBE
AIR PRESSURE ON SHELL SIDE OF TUBESHEET.
ROLL TUBES HITH OIL USING CONTROLLED KETHOD
REDUCTION). DO NOT ROLL 'IN WELD AREA.
REPEAT STEP NO. 7.

. FINAL LIQUID PENETRANT EXAMINE.
. HYDRO TEST AT FULL SHELL SIDE TEST PRESSURE.

ER 795-2 FILLER METAL.

CLEAN THEM WITH ACETONE.

FILLER METAL.

WELDS WHILE MAINTAINING 15 PSI
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