i.‘l' | . i;wqiiii'
s ’;yg"t

= vt ; - o,
G5 arama o piaci LT
i3 .t
‘ M "‘ﬂ ‘Lfc-~¢"_’. 1-4';7.

2.5 n Dl oo

o
'ﬁ'

LT

£

August 17, 1954 L
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District Engineer Qtﬂbﬁpb*
Alasks Iistrict

Corps of kngiieers, T S drmy

Anchora:e, Aleska

Subject: wWelding Inspectic, Rainec-Fairtanks Plpclice Cysten
Gentlemen:

: This is to réport oc oy activities during the teur of the Halres- ;
Fairbenks Fipelire stariin, august 9, 1954. !

- delaing at all staiicns except Baires was irspectal on passing
the staticn sites. All weldirg eppeared to bc sound and of acceptable
quality. Heportz of reciographs taken of these welds irdicated & releo-
tively smell number of rejecls und gencrally clean welds.

. Spread Ko. ls - Aleaska

Field inspection of weldirg on this Spread showed all welds to
be of reasocably good quality - far superior io the welding on Spresd Z.
A pattern of pits wes moted in the socond r2s:, This was calle. to the
attention of both the incpector ani the welding foremsn, and iumeciote
steps wers taken to correct the ccnditicn befors ths paiterrc tecane
eeri.us. Eoth the visual -nd radlograrhic inspectors were warped that
very close inspection 1s mardatory spd that szny patiern terdirg tco lower
the queliiy of weldi.g mmst be correctec &s socn &8 such & developzent
is poted. :

Sprecd lo. 1 is cpereting 2 lsad crew welding orn atraight—éf—uay
and i: sveraging aprroxizately 380 welds per day. - ¢ L

Spread Ac, 2 - Yuxon

This spreed was tomporsrily belted at the time of thie visit
because of very pocr welding in uhe Imuedlate pest. The entire crew wes
remcving rejected wolde and reveliing the line, Fkadiographs tsken of
past welds showed tetween sixiy end nireiy percent rejects, -The redic-
graphic inspecticn was beck-tracking 100% of ell welds made during the ..
pact several days. Comslderatle conversaticn was had with both inspeetcrs
and welding forcmen or tho possible caus.s and resedies of this welding
conditicn, It was agreed that boih ihe pire end the welding rod are of
weldskie cualitiy and that the ertdre fault lay with tle weldirg operstcrs.
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To this should be added that s mer: thorcugh ClEJui‘g ard rrepuraticrn between
beads would eass the situxtion conmsiserabdy. 7The most reasorable thecry
advanced i inis siiuaiicn wes that there exists & psychological differential
betweun ths dmericuizr stringer besd weldsrs spnd ihe Cunfidian hotl-pusc weldsrs
anc also that beth are fighiing an unkncwn fear fer the wnglich rire. f
course this fear is unfounded, tut it bus been proven in the past thut such
barriers can exist and are very hard to brezk. Thia wiil te the apeciel
rroblem of the contractor.

Conversaticn alsc revealed that there existed a ceriai: azount of
confusion as to thas extvert of authcriiy of the inspectors. It is belisved
that Col. &ingland has definitely clearsd this situation. Ig. Lluer mith,
the newly appcinted Chief Inspector for lsciope, statea that b2 weuld make ¢
very definite effurt to bring the inspection Lo the svandard required by the
specifications. He appears to bs siccerely interested in lmproving uality
and realizes the importance cf clcser inspectien.

The contructor has to date apparently disregarced his welding
difficuliy in favor of production at any cost. Frevious recomuendeiions hzave
either been disre =rded or given only token recognition., Eere also en apparent
change of thcught is taxiug place. This is chown by the attertion peid to
recommer.dations made durin, the wisii. whether direet actiicn will be taken ic
thig matter remains to be seen.

The Tulsa Office of the ccuntrzctor haus sent kx. Crand of the Tulsa
1est11g Laboratory to the field to atudy the conditior and repo:t his findizngs.
Mr. Grend 1= in epparent agrecment with recom:endeticns made t. improve the
velding.

Exapipation of Radicgraphs ~ Tok Juncilon

. The wriler exsmined a number of raoiogzaphs of late producticn at
Staticn 3 ani also took u number from each spread for further examiration on
return to Chiecago. Accepted filums are within the specified limits better than
90% of the time with the remaining considered borderlin:z cases., #ith regard
to the judgement of def:ct size, the writer reccmmended to Mr. Smith that each
rediograpbic inspector be sup;lied #ith &8 eix inch scale so that such borderline
cases may be better judged.

Conference - Tck Juncticn

4 conference was held in the office of Col. England on Thursday mcrning
at which Contractor and vistrict perscnsEal were preeent. Ihse entire welding
problem, as well as other comstructlon protlems, were discussed at great lenrgth.
The contractor expressed desp concern i1 the weldirg quality amd in particular
with the directive to reimspect all welds in Canada. Le expressed a deeire to

have defect restrictions lifted to the level of the A:I Std. 1104. It is the

writers opinion that such a change would not be of great benefit to him urless
the welding was grestly improved, since nearly all rejected welds contain defects
even groater thean allowed by the abtove standard. It 1s algo the writer's opinion,
baged on the work done by the Alaska spread, that the requirements as now written,
can bte met. The requirements repariing the size of individuml gas pockets snd
individual clag inclusions might be 12ised to AFI requireamests, tut no other
changec should be concidered.
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.’are being interpreted more closely, but:here also the inspectors should be

¢ finer grein and greater definitice than the film ncw being uced. CGreater
- definition will aid in interrretaticn accuracy. This tyre of film is

-of this rsquirement prior to start of constructicn and there ls no valid

 nmecossary, At many polnts additianal slack in the lire 1s pece:sary a.nd BavAS

that scme claim’iaq cempleticn ocan be made.

Reeomendeticng

Reconmendaticns made in‘past reports should be strictly adherred to.
Special earhoeis should te placed on the following reiterationa:

a. Cleaning =znd preparaticn tefors and between welding is of extrems
importanc:. Tar type mill coating should be wached with a sclvent to be
complaetely removed for a distance of at least four inches, Nicks ir the bevelad
ends chould be filed smooth. Hust and dirt shculd be removed. Pockets and
deprescicns in each beau must be cleared and opened tefirs the next bead is
applied. It is absolutely neceseary to use ice picks and diamond pointed ciissls
for this purpcse, perticulerly in tks first and seccnd passes. The wire truches
now beirg used will nmot o & setisfactory job unless supplemented by these other
tools wthe seld Clesners should be izpressed with the iuportance of their cduties.
Any aelay caused by better preparation will be wall comrensated for in tetter
quallty welding.

b. Visual inspectors should be ancouraged to increase their vizilarnce

Y gvery weld, The first two beads should te exsmirned after cleaning and tefore
_succedding beasds are applied. The inspecticn and control by these inspectors

can be a decided factor in welding qualiry. The conditi:n that now exists oo
Spread 2 should heve been eliminated if proper inspectlon had beer accordea

. there welds. Focr inspection can hurt tne contracter as much as 1t will burt
the quelity of tte finished linse. Unless thls condition 1s ccirected immedi-
' -ately, it is recommended that a change in inspectcrs be effectied.

Ce Eauicgraphic inspoction hag improved since the last visii. Fila

encouraged to comply strictly with specification regqulrements. It should
again be pocinted out that Type A £filr of beth fastman and Ansco will give 2

reguired by the specifica:icns, and the contractor has received information

excuss for not using the same,

Conclggicg

~ While progress in the laying of this lipe i5 quite satisfactery,
the oontractor, especielly on the Yukon Spread, appeer:z to disrsgard all - . -
specific raquirerents which will make the lice complets end fical. Progress,f g
has been made at the expense of welding quality arn. finsl ccmpletion. A',‘-
consideratle amount cof right-of-way cleaning ard line placemcnt is still-,

greding will be required to bave the pipe fit the ground contour. ‘It .
elso appears that the Spread is werking at toc grent a spread for prOper
control. Tne final clecn-up should be brought closer to the head cnd 80 ﬁ

¥*;'-;; '
The writer wishes to extend his apprecintion to Col. nnglanq, Capte -~

Trimble, and all cther memters of Tok Junctjon: ataff for the aaqiatanoo ‘and
eooperation extended during thie~visit. ' , .

cc K&, ALCANGG "
Mr. Cecrze — : .
Eng, Alaska Gen o A, G, barkow




