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Marufacturing ‘control’

Vesseal integrity (and safety) is obtained by:

e Arranging for an independent design appraisal
o Using traceable materials

& Applying proven NOT techniques

& Doing a hydrostatic (pressure) test

and then

s Exerting proper (meaning enough) control over the manufacturing process
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Step No. Operation Reference Inspection points Certification Record No.
documents requirements

M 2 41

Weld WPS5/PQR R - BS EN 288
procedures

Welder BS EM 287 R BS EN 287
approvals

10% RG BS 2600 Record sheet
100% MFI BS 6072 Record sheet

R
R

Yisual BS 5289 R Record sheet
R

inspection
Document
review

W — Wilness point

R — Review

M — Manufacturer

C — Contractor

TPI — Third Party (or client’s) inspection organization
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= Maethaods:
e 1. Black magnetic ink (shows up better
” in doubt . with white contrast paint).
S ‘h‘ = H B“‘ﬁD?E = 2. Fluorescent (under LLV,) ink  good, but noeds
T e a dark enclosure
i 3. Dry powdear (red or blue) — difficult to ses
small defects unless the surface s ground.

Each test position must use e
perpendicular field directicns
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“Yoke' gsed il | - }T T
access iz available -

Lime =e |.'.|:"|rﬂ'|‘\f: ‘nrocds’ when
access I1s restricted

Rust and scale must be removed
—paint up 1o 50w e acceptable

Feport like this:
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= linear indications
J o= Sy
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1 az 3w
2. HBhow the locatian of
1 defects
Tt detect=" =how U | 3. Say it they are acceptable
when at YU to the A T,
field directicn
I = length of indication
w — width of indicaticn
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Double-sided

Refer to Figs 5.22 and 5.23
for the NDT technigues
wsed for these welds.
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Setan nwozele with both bores accessible

Mote: these techniques

arg all for lewel 2 !

oxaminotion. This is
the minimum lewel to
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- Scan AR with wa different angls probes

— Scan C (or O and FE If C Is naccessibie)

— Check RS 3%23 for the right technigues
for & particular oint configuration

Rememiber
— Tha most likeby location of
defects i in the weld ROOT

If in doubt, ook at BS 3923

Set-through noszle — one bore
anly is acocessible

15-100 mm

Double sided butt weld both - -
sides are accessible
T =D B (O

Dress cap to naar Tta-r'l o inaccessible
-

- ﬂ“\‘“m /”

— Scan AR with bwo differant angle probhes — Scan A with angke probe

for root and longitudinal defects) — Scan B with beeo oifferent angle probes
— Mormal scan
— Longriudinal scan D with angle probe

ifor transverse defects)
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Follow these steps for accurate results

Remove all rough Usa the cleaner then
edges in the test -= dry thoroughly with
area rags or airdine

}

l.ﬂ.l:lj:rly the penatrant i

e

i

Wait for 15 minutes

LT

- Lse the cleaner
¥ again — remove all

= : visible traces of
There should be 3 penetrant
separate aerosols

l

Fﬁply the developer

Remember

= Dye penetrant testing is only an enhanced
visual technigue
Relevant standards are 1SD 3452, ASTM
E165, or BS 6443
This technique is unlikely to detect indica-
tions of less than O.1mm in length

Wait 30 minutes for
any indi::ari;r:-rlsi o ‘develop’
=

Describe any indication 5 | Take -
that you find photographs
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TAB_E UCS-56
POSTWELD HEAT TREATMENT REQUIREMENTS FOR CARBON AND LOW ALLOY STEELS

Mintrum Holding Time at Hormal Temperature
Mormal Kolding for Neminal Thickness [See UW-40(0]

Temperature,
F (*C3, M- L5ta 21 Over 2 . 16 5 Wi (e & 1,
Makril mun (51 mm) (51 mm 1o 127 s} (157 o

F«Na. 1 1100 1593} 1 hefin, (25 mir, 2 hr plus 15 min for 2l plus L5 min
Gr, Mo, 1, 2, 2 15 in minirrum oaach addiwnal ich for sach addi
(2% mm) over 2 . tiena irch (25
51 mm! mml ever £ in.
(51 mmi

Gr, Ho, 4 Hone Heone Hane
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