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Problem:

Ref: Drawing SE120-004, Sht 4, 5, 6, 7, 8, 9, 10, 11, 12, 13, 14, 15, 16, 17, 18, & 19.  The drawing weld symbol for

joining the port extension to the vessel.

All round ports:  Current design requires the tube to be butted to the exterior surface of the vessel wall, prepped to

the outside of the tube, and welded 100% with no backing weld or interior weld, with a continuous fillet around the

exterior.  The following was actually done:  The hole was cut to the o.d. size of the tube and welding full penetration

from the vessel interior (ground flush) with a continuous fillet weld around the tube exterior.  The majority of the

joint is filled from the interior, and the exterior is back ground and filled in for 100% penetration.  A 3/16"

continuous fillet is applied to the exterior of the joint for strength and to properly blend the two surfaces together.

Ports 4, 12, NB:  Current design offers two welding options.  MTM chose the optional method.  The exterior fillet

wasd welded as a continuous fillet opposed to the specified intermittent weld.

Clevis bosses:  Added a 3/16 fillet to the exterior side of the joint.
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Problem:
Ref: Drawing SE120-004, Sht 4, 5, 6, 7, 8, 9, 10, 11, 12, 13, 14, 15, 16, 17, 18, & 19.  
The drawing weld symbol for joining the port extension to the vessel.

All round ports:  Current design requires the tube to be butted to the exterior surface of the vessel wall, prepped to the outside of the tube, and welded 100% with no backing weld or interior weld, with a continuous fillet around the exterior.  Request approval for cutting the hole in the vessel to the o.d. size of the tube and welding full penetration from the vessel interior (ground flush) with a continuous fillet weld around the tube exterior.  In order to achieve this, the hole in the vessel is cut to the o.d. size of the tube and the vessel wall is prepped.  The majority of the joint is filled from the interior, and the exterior is back ground and filled in for 100% penetration.  A 3/16” continuous fillet is applied to the exterior of the joint for strength and to properly blend the two surfaces together.

Ports 4, 12, NB:  Current design offers two welding options.  MTM chose the optional method.  Request approval to weld the exterior fillet as a continuous fillet opposed to the specified intermittent weld.

Clevis bosses:  Request adding a 3/16 fillet to the exterior side of the joint.

Justification:  Quality improvement / better welding distortion control.
Doug McCorkle
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