Date of Issue: March 1993
Affected Publication: API Recammanded Practice 1107, Pipeline Maintenance Welding
Practices, Third Edition, April 1991 (all printings)

ERRATA

On page 4, a paragraph was omitted; it should be inserted as follows:

Change the designation of the current paragraph 2.6.2.2, Acceptance Cri-
teria, 0 2.6.2.3 Acceptance Criterla; add the new Paragraph 2.6.2 .2,
Method of Testing. Paragraph 2.6.2.2, Method of Testing, should read as fol-
lows:

2.6.2.2 Method of Testing

The tensile-strength specimens shall be troken under ten-
sile load, using equipment capable of measuring the load at
which failure occurs. The tensile strength shall be computed
by dividing the maximum load at failure by the smallest
cross-sectional area of the specimen, as measured before the
load is applied.
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SPECIAL NOTES

l. API PUBLICATIONS NECESSARILY ADDRESS PROBLEMS OF A GENERAL
NATURE. WITH RESPECT TO PARTICULAR CIRCUMSTANCES, LOCAL, STATE,
AND FEDERAL LAWS AND REGULATIONS SHOUI.D BE REVIEWED.

2. APIIS NOT UNDERTAKING TO MEET THE DUTIES OF EMPLOYERS, MANU-
FACTURERS, OR SUPPLIERS TO WARN AND PROPERLY TRAIN AND EQUIP
THEIR EMPLOYLEES, AND OTHERS EXPOSED, CONCERNING HEALTH AND
SAFETY RISKS AND PRECAUTIONS, NOR UNDERTAKING THEIR OBLIGATIONS
UNDER LOCAL, STATE. OR FEDERAL LAWS.

3. INFORMATION CONCERNING SAFETY AND HEALTH RISKS AND PROPER
PRECAUTIONS WITH RESPECT TO PARTICULAR MATERIALS AND CONDI-
TIONS SHOULD BE OBTAINED FROM THE EMPLOYER, THE MANUFACTURER
OR SUPPLIER OF THAT MATERIAL, OR THE MATERIAL SAFETY DATA SHEET.

4. NOTHING CONTAINED IN ANY API PUBLICATION IS TO BE CONSTRUED AS
GRANTING ANY RIGHT, BY IMPLICATION OR OTHERWISE, FOR THE MANU-
FACTURE, SALE, OR USE OF ANY METHOD, APPARATUS, OR PRODUCT COV-
ERED BY LETTERS PATENT. NEITHER SHOULD ANYTHING CONTAINED IN
THE PUBLICATION BE CONSTRULED AS INSURING ANYONE AGAINSTLIABIL-
ITY FOR INFRINGEMENT OF LETTERS PATENT.

5. GENERALLY, API STANDARDS ARE REVIEWED AND REVISED, REAF-
FIRMED, OR WITHDRAWN AT LEAST EVERY FIVE YEARS. SOMETIMES A ONE-
TIME EXTENSION OF UP TO TWO YEARS WILL BE ADDED TO THIS REVIEW
CYCLE. THIS PUBLICATION WILL NO LONGER BE IN EFFECT FIVE YEARS AF-
TER ITS PUBLICATION DATE AS AN OPERATIVE API STANDARD OR, WHERE
AN EXTENSION HAS BEEN GRANTED, UPON REPUBLICATION. STATUS OF THE
PUBLICATION CAN BE ASCERTAINED FROM THE APl AUTHORING DEPART-
MENT [TELEPHONE (202) 682-8000]. A CATALOG OF API PUBLICATIONS AND
MATERIALS IS PUBLISHED ANNUALLY AND UPDATED QUARTERLY BY API,
1220 L STREET, N.W., WASHINGTON, D.C. 20005.

Copyright © 1991 American Petrolcum Institute D
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FOREWORD

This recommended practice was prepared by a committee which included representatives
of the American Petroleum Institute, the American Gas Association, the Pipeline Contrac-
tors Association, the American Welding Society, the American Society for Nondestructive
Testing, and the pipe manufacturers and individuals associated with related industries, and
it presents methods for producing high-quality maintenance welds on piping systems. These
methods require that the welds be performed by qualified welders who use approved weld-
ing procedures, materials, and equipment. This recommended practice also presents meth-
ods for inspecting these welds.

The use of this recommended practice is voluntary, and it is intended to apply to the
maintenance gas welding and arc welding of piping used in the compression, pumping, and
transmission of crude petroleum, petroleum products, and fuel gases. It is also intended to
apply, where applicable, to the distribution systesns of these products.

This recommended practice represents the combined efforts of many engineers who are
responsible for the design, construction, and operation of oil and gas pipelines, and the
committee appreciatively acknowledges their whole-hearted and valuable assistance.

API publications may be used by anyone desiring to do so. Every effort has been made
by the Institute to assure the accuracy and reliability of the data contained in them; however,
the Institute makes no representation, warranty, or guarantee in connection with this pub-
tication and hereby expressly disclaims any liability or responsibility for loss or damage re-
sulting from its use or for the violation of any federal, state, or municipal regulation with
which this publication may conflict.

Suggested revisions are invited and should be submitted to the director of the Transporta-
tion Deparlment, American Petroleum Institute, 1220 L Street, N.W., Washington, D.C.
20005.
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Pipeline Maintenance Welding Practices

SECTION 1—GENERAL

1.1 Scope

This recommended practice covers recommended mainte-
nance welding practices that may be used when making re-
pairs to or installing appurtenances on piping systems which
are or have been in service in the compression, pumping, and
transmission of crude petrolenm, petroleum products, and
fuel gases and, where applicable, when making repairs to
distribution piping systems for these products. The welding
may be done by shielded metal-arc welding, gas tungsten-arc
welding, gas metal-arc welding, flux-cored arc welding, or
oxyacetylene welding using a manual or semiautomatic
welding technique or a combination of the techniques.

This recommended practice does not preclude using other
methods besides welding to install appurtenances or make
repairs.

Nole: The scope of this document is limited to the necessary operalions of
welding and 10 the associated activities of welding necessary {or prepacing
materinls for welding and for inspecting completed welds.

1.2 Definition of Terms

1.2.1 GENERAL

Many of the welding terms used in this recommended
practice are defined in AWS A3.0. Some additions to and
modifications of these definitions are provided in 1.2.2.

1.2.2 DEFINITIONS

1.2.2.1 Company refers to the owner company or the en-
gineering agency in charge. The company may act through
an inspector or other authorized representatives.

1.2.2.2 The term contractor includes the prime contractor
and any subcontractors engaged in work covered by this rec-
ommended practice.

1.2.2.3 Weld refers to the completed weld.

1.2.24 A quadlified welding procedure is a tested and
proved detailed method by which sound welds with suitable
mechanical propertics and appearance can be produced.

1.225 A welder is the person who makes the weld.

1.2.2.6 A gualified welder is a welder who has demon-
strated his ability to produce welds that meet the require-
ments of Section 2 or 3.

1.2.2,7 The root bead is the first bead in a weld.
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1.3 Equipment

The welding equipment, whether gas or arc, should be of
a type and size suitable for the work and should be ade-
quately maintained to ensure acceptable welds, continuity of
operation, and safety of personnel. Arc-welding equipment
must be operated within the amperage and voltage ranges
given in the qualified welding procedure; gas-welding equip-
ment must be operated according to the flame characteristics
and within the tip sizes given in the qualified welding proce-
dure. Any equipment which does not meet the requirements
of the qualified welding procedure must be repaired or re-
placed.

1.4 WMaterials
1.4.1 PIPE, FITTINGS, AND REPAIR MATERIALS

This recommended practice applies to welding steel pipe,
fittings, and repair malerials which conform to the following
specifications and standards:

a. API Spccification SL.

b. API Specification 5LS.

¢. API Specification SLX.

d. Applicable ASTM' standards.

This recommended practice also applies to materials with
chemical and mechanical properties that comply with the
specifications listed in Ifems a—c above, even if the materials
were not manufactured in accordance with those specifica-
tions.

1.4.2 FILLER METAL
1.4.2.1 Type and Size

All filler metals must conform to one of the following
specifications: AWS A5.1, AWS AS5.2, AWS AS.5, AWS
AS5.18, AWS A5.20, or AWS A5.29. If the filler metals are
not manufactured in accordance with one of these specifica-
tions, they are still acceptable as long as their chemical and
mechanical properties comply with one of the specifications,

1.4.2.2 Storage and Handling of Filler Metals

Filler metals shall be stored and handled carefuily to pre-
vent damage to them and to the containers in which they are
shipped. Filler metals in open containers shall be protected

| American Society for Testing and Materials, 1916 Race Sireet, Philadel

phia, PA 19103-1187.
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