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1 There shall be correlation with raw maienal test certificates.
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5.4 |Colour Coding identification !MB}OF Verification | 100% 1DC:08/ PO -1 31 20-]- ‘Refer Note &
R, I e -t RV :
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Chemical analysns "& Mechanical tests shall be performed in approved Iaboratones ‘Calibrated. mstruments shall be used durmg testing,
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"3 |All welders, welding procedure and weld repair procedure shail be qualified as per ASME Sec. IX. And IBR. - T ~
4 Al weld joints shall be double weided full penetration welds made in accordancg y«tbﬁquahred procedure as per ASME Sec. IX.. .
5 |Hard Stamping & Stenciling: Out Side of pige 100 mm away from both ends; Specification with Grade . Pipe No., Melt/ Heat No., P Q No., Mir's ldentification & Inspector Seal.
§ |Colour Coding: Red & Aluminium colour Strip {min 25 mm width) iongitudinally throughout the fzngth of pipe. R L
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