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Wet

Other:
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Batch No.:

3-Jul-13 Color Contrast:
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Fluorescent Examination Blacklight Intensity Check; :Pre 5780 μW/cm² :Post 4890 μW/cm² Other:

Examination Details:

Client Representative: Sign: Date:

CGSB SNT

Technician(s):

Erwin PedersonPrint:

Sign:

Andrew Soto

1
st
 Technician 2

nd
 Technician / Assistant Initial

CGSB SNT ACCP/ASNT

Certification No.:

ACCP/ASNT

Level: 2 Level:

Certification No.: 11157

Scope of Services

The agreement of Integrity Testing Services Inc. to perform services extends only to those services provided for in writing.  Under no circumstances shall such services extend beyond the performance of the requested inspection of specific equipment provided for in writing and the preparation of reports or similar documents reflecting the inspection data obtained or the opinion formulated on the basis of such inspection.  It is expressly 

understood that all descriptions, comments and expressions of opinion reflect the opinion or observations of the examiner and are not intended nor can they be construed as representations or warranties as to the actual circumstances.  ITS is not assuming any responsibilities of the owner/operator, and the owner/operator retains complete responsibility for the engineering, repair and use decisions as a result of the inspection data or other 

information provided by ITS.  In no event shall ITS’s liability in respect of the services referred to herein exceed the amount paid for such services.

Standard of Care

In performing the services provided,  Integrity Testing Services Inc. uses the degree, care and skill ordinarily exercised under similar circumstances by others performing such services in the same or similar locality.  No other warranty, expressed or implied, is made or intended by ITS.

Item(s) Examined:

Carbon Steel

PRN:

Material:

Blacklight:

Perm. Magnet:

Coil:

Light Meter:

Visible Light:

All Nozzles and 100% Circumferential and Longitudinal Welds

ITS-MT04

Acceptance Criteria:

Procedure No.:

Technique No.: Rev. 1 / Oct-11

Rev. 1 / Oct-11

Client:

District:

Facility:

LSD: C-32-H / 94-H-08

TAQA North Ltd.

Chinchaga Gas Plant

Northern

Report Review:

SCOPE: 
 
RESULTS: 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
CONCLUSION: 
 

A wet fluorescent Magnetic Particle Examination was performed on all nozzles and 100% circumferential and longitudinal welds.  
 
On the C1 weld, a repair area up 7 - 10 inches from the T1 tee weld 2 indications were found in the start/stop of a weld. The indications were buffed out and re -
examined. No relevant indications were found. 
Weld splatter was removed from N1, N2, N3 and N4 prior to do WFMPI - no relevant indications were found.  
1 indication was found 24 inches east of C6 at the C6/T11 tee weld in the start/stop of a weld. The indication was buffed out  and re-examined. No relevant 
indication was found.  
2 indications were found at the C6/T10 tee weld in the start/stop of a weld 8 inches down from T10 and the other was 1 1/2inc hes from C6. Both indications were 
buffed out and re-examined. No relevant indications were found.  
1 indication was found on the C6 weld at the 5 O'clock position in the start/stop of a weld. The indication was buffed out an d re-examined. No relevant indication 
was found.   
2 indications were found on the C4 weld at the 7 & 8 O'clock position in the start/stop of a weld. The indications were buffe d out and re-examined. No relevant 
indications were found.   
3 indications were found at the C5/T8 tee weld in the start/stop of a weld right at the tee weld. The other was 7 inches up f rom T8, and the other is 25 inches west 
from the C5 weld, all 3 indications were buffed out and re-examined. No relevant indications were found.  
1 arc strike was found 10 inches below of T5 on the C3 weld in can 2. The arc strike and indication were buffed out and re -examined. No relevant indication was 
found. Approximately 0.010" was removed from the shell wall.  
1 indication was found 21 inches west of the C2/T2 weld in the start/stop of a weld. The indication was buffed out and re -examined. No relevant indication was 
found.   
1 indication was found 24 inches east of the C2/T3 weld in the start/stop of a weld. The indication was buffed out and re -examined. No relevant indication was 
found.   
1 indication was found 24 inches west of the C5/T9 weld in the start/stop of a weld. The indication was buffed out and re -examined. No relevant indication was 
found.   
2 indications were found at the C7/T12 tee weld in the start/stop of a weld 7 inches up from T12 and the other was 2 - 5 inches from  the last indication on the 
head side of the weld C7. Both indications were buffed out and re-examined. No relevant indications were found. Approximately 0.020" was removed from the 
east head wall. 
2 indications were found in the west head of the WHT6 weld, up 16 inches from C1 and went perpendicular into the head. The other is 3 inches from  the inner 
small diameter circumferential weld. Both indications were buffed out and re -examined. No relevant indications were found. Approximately 0.010" was removed 
from the head wall and the other was 0.030" deep respectively. 
 
Based on the results of this examination, the above mentioned items were found to contain no relevant indications and is acce ptable to the above mentioned 
standard. 
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T10 / C6 - 2 Indications in the Start / Stop of the Weld 

1 of the Indications From C5 / T8 
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C5 / T9 Indication in Start / Stop 24" West of C5 

C1 / T1 Tee Weld Intersection Repair Weld in C2 Up 7" - 10" From T1 
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West Head - WHT6  
Up by the Smaller Diameter Circ. Weld 

West Head - WHT1: 6" From the C1 Weld  
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