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October, 30 2007 

To Whom It May Concern: 

Our company erects large storage vessels for the petrochemical industry under API 650 stan
dards and welds with the ASME code standards_ Our interest with micro pre cleaning started 
with the painting side of our business_ Because the overall quality depends totally on the pre 
cleaning process for its integrity, we wondered if pre cleaning would enhance the way that steel 
welds for code pipe welding. To pass the strict 6G pipe-welding test, all conditions must be per
formed in a lab test setting. The code requires that the weld procedure be witnessed by an in
dependent Quality Assurance Technician who insures that every variable be strictly adhered to. 
The weld coupon (6" schedule 80 pipe) must have the correct bevel, landing, amp/volt settings, 
fit up, pre heat and positioning prior to any actual welding. Each of these items is defined in the 
code as a variable. 

The biggest challenge to any weld is being able to keep contaminants away from the molten 
puddle. In the case of stick welding, the burning flux fumes on the outside of the weld creates 
an envelope of oxygen, nitrogen and other existing atmospheric gasses away from the weld so 
that both base and filler metals melt together properly and free of contaminants. 

We applied a specially formulated cleaning solution (CleanWirx) to the welding coupon, thinking 
that the standard procedure was "not clean enough". Boy were we right! One of our 
experienced welders who was struggling with the root pass was able to lie in a perfect bead on 
his first attempt. Needless to say we found a variable, which could possibly set a new 
standard for the industry. We intend to use CleanWirx not only for testing, but also for every 
production weld that we perform. 




