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4/3/09

Building 1251, 5000 psi Air Piping to Test Sections
Welding Specification:
The Contractor shall submit an isometric arrangement drawing (weld map) of the pressure piping system as installed.  The drawing shall include system components, numbered pressure piping welds, offsets, bends, supports, and all other specific elements which represent the as-built configuration.  Unique, sequential, LaRC weld numbers will be supplied to the Contractor by the Pressure System Manager to identify pressure piping welds. See Attachment 1 example
Recertification Status Sheets - Tabular summary of component data including:  end connections, manufacturer, description, material, installation date, allowable working pressure, code compliance.  

See Attachment example.

The contract work for Building 1251 involves welding on pressure systems.  A current National Board, or ASME Certificate of Authorization, for use of any of the following stamps: "R", "U", "U2", "N", or "PP" is required to perform the welding.  This certificate shall be maintained valid and current throughout the contract performance period.  The contract award process will be facilitated by submittal of the applicable Certificate of Authorization with the offeror's bid.  However, early certification submittal is not required to insure bid responsiveness. An offeror's ability to confirm that the organization performing the welding is a holder of any of the above stamps is a matter relating to the offeror's responsibility and will be determined prior to contact award.

Within fifteen days after receipt of Notice to Proceed, the Contractor shall submit, for approval to the Contracting Officer,

  the following items for each material and welding process employed.

Welding Procedure Specifications (WPS), 

Certified Weld Procedure Qualification Records (PQR), 

Certified Welder Performance Qualifications (WPQ), 

The welding qualification documents WPS, PQR and WPQ shall be in accordance with Section IX of the ASME Boiler and Pressure Vessel (BPV)Code.  

The Contractor shall qualify the welding procedures and welders by mechanical tests, (tensile testing, bend testing), as prescribed in the applicable code or specification. All Welders and Weld Procedures shall be qualified for complete joint penetration groove welds.

Testing for weld procedures shall be performed by an approved testing laboratory or approved technical consultant.

Welding shall not be performed until these documents are approved.

The Contractor shall not weld when rain or snow is falling on the surfaces of the parts in the area to be welded, or when they are wet from rain, snow or ice.  When adverse conditions exist, the welder and work area shall be properly shielded and the material to be welded shall be above 50 degrees F. When the material is below 50 degrees F and/or the thickness is in excess of one inch , the Contractor shall heat the joint to a temperature that is warm to the hand, approximately 100 degrees F.

The Contractor shall preheat all joints displaying moisture until the moisture is evaporated.

All welds shall be visually inspected (VT). In addition all high pressure welds, (125 psig and above) welded pipe/tubes and fittings shall be 100 percent radiographically inspected (RT) in accordance with ASME B31.3, for Severe Cyclic Service. 

Radiographs and reader sheet reports and/or Visual Inspection reports shall be submitted for retention by the Government within 7 days of the acceptance of welds.

Inspectors qualifications shall be in accordance with AWS and/or ASME welding codes.

The Contractor shall mark each pressure containing weld adjacent area with a low stress zero symbol and direction indicator, for radiographic orientation.

The Contractor shall assign each qualified welder an identification symbol. The Contractor shall mark each pressure containing weld adjacent area, with the low stress identification symbol of the welder.  In lieu of marking, appropriate documentation shall be filed, which includes the information required in items A through F below.  

All inspection reports shall be submitted for retention by the Government, within 7 days of the inspection.

Where radiography is specified, each radiograph shall, as a minimum, have the following additional information permanently included in the image;

A - (Unique) LaRC supplied Weld No. detailed on the Isometric Drawings (including repair cycle no.)

B - LaRC Drawing No.

C - LaRC View No.

D - Welder I.D., Stamp No. or Identification Symbol 

E - Date

F - LaRC Contract No.

With the exception of Code stamped pressure vessel welds, the Contracting Officer will perform final interpretation and acceptance of all radiographs of welded joints.

The Contracting Officer will perform the final acceptance of all welded joints.

Prior to the Contracting Officer's inspection, the Contractor shall remove all slag, scale, soot and spatter from all welds.  The procedure employed shall not produce notches in either the weld metal or adjacent base metal.
After weld joints have been satisfactorily completed by the Contractor and accepted by the Contracting Officer, the Contractor shall clean the joint area to a bright, unpitted, and unscarred surface.  The base metal and weld thicknesses shall not be reduced below applicable code allowable limits. The surface finish shall be applied as specified.  
All Nondestructive Examination (NDE) shall be performed in accordance with the requirements of Section V of the ASME Boiler and Pressure Vessel Code, prior to surface finishing for all new and repaired piping, and structural fabrication and pertaining to pipe supports. 
Radiographic inspection of piping girth butt welds shall utilize tangential techniques only. Elliptical techniques shall be avoided.

The Contractor shall repair and re-inspect all unacceptable welds at no additional cost to the Government.

Acceptance Requirements:
All butt welds in piping systems shall meet the

acceptance requirements of the ASME B31.3, Process Piping Code

for Severe Cyclic Service.

All socket and branch connection welds shall meet the acceptance

requirements of LHB 1710.41, "Langley Research Center Standard

for the Evaluation of Socket and Branch Connection Welds".

All ancillary fabrication, pipe supports and structural etc. welds shall satisfy the acceptance criteria of applicable pressure vessel and/or piping codes.

The Contractor shall sufficiently protect machinery, materials, floor, and surfaces adjacent to the welding operations, to prevent any damage from these operations.

