
BNP Petroleum Corporation

Ms. Arlene Wimer
Padre Island National Seashore
PO Box 181300
Corpus Christi, Texas 78480-1300

Attached is the "hot tap" pipeline tie-in procedure from Bryan Brown with Glory
Construction. He also provided the API procedure used as the industry guideline. A 15 ft
by 15 ft excavation will be required to make the tie-in. Any ground water that seeps into
the excavation will be pumped out using PVC well points and diaphragm pumps. The
liquids will be diverted and filtered through a silt screen and hay bales before being
released on to the surrounding area. Any contaminated liquids or soils will be removed
and hauled to an approved disposal site.

You also mentioned you had seen reference to NAD 27 and NAD 83 and needed to know
which was correct. I looked through the plan of operations and could not find any
reference to NAD 83. I could have easily missed it though. I talked to Charlie Belaire and
to Rex Hackett at Frontier and they both used NAD 27. The well site location is based on
NAD 27. Let me know if you find the reference to NAD 83 and I'll check it.

I hope this will give you the information you need to finish the EA. Please let us know
when it is approved and forwarded to Washington, DC for publication.

owen W. Waters
Vice-President, Engineering



If an underground fin\: runs through a casing.
be taken to ell~ure Ihitt the welding is done 011 th
on the casing, and that the annular epacc Is 8M Cle.

5.7 Downstream Equipment
A"oid hot lapping upstream of rotaling equipment or

automatic control valves. unless such cyuipmcllt is prO(~ted
{rom the cuttings by t1Jters or traps.

Before proceeding to hot tap, the following nditions
snould be satisfied:

1. A competent compuny reprcsc:nllltivc is pres t during
the hot tap procedure.
2. The area to whkh Ii connectIon IS 10 be mad
iJentifiod MOO ph}.:>it •.:a1ly markell.
3. The mebll thickness has been measured IInu
of metal imperfections is verified.
4. A hot work permit has been secured if the IIr in which
work is to be done requires such a permit.
5. All necessary gas aoJ lo.\kity tests hnve b
eniure a sate clwjronmcnl.
6, Personnel protcL;livc clothing llnd cquipmc
where necesf)~ry.
7. A tire watch hits been e»rllblishcd and equi
suitable fire Cll.tingllishcr. preferably dry c
preisuri;(ed tire hose.
S Signllllfld bnrrier:i hllve been provided. whet
to isolate the Job site frum the public ancl fr('ln\ U

pcrsoMcl.
9. A procedure L" billutc the wurk urell in th
failUic l)hould ~ prcput!:d. Pcrso!lllcl ShflUld
familiar wiu\ both the pr<l(,:eJure iJJ1l.1 the locutiun
equipment.

Upon completion of the steps outlined in 6, J
ing su~ps should be c:;omidered:

1. Exercist: ~lIrc to see that the fitting i~prope
and supported before wclJing so thlll misalig
hot ~ap ll\41chine will not occur.
2. If the nidal tcrnpcntture is less than 5
preheating (\f tin: wdd area prior to weldi
L:Oosidcred.
J. Who:n metal t~"lpcn\luro arc beluw the' at!
point, pr<:hcllting or oti\~r steps may be deslr
the moisture contenl in the weld area. Mois
could result in weld porosity and underbead

poloitionell
nelll of the

F (10 C),
should be

sph-:ric dew
Ie 10 reduce
re inclusion
raddng.

4. if blowing dirt, snow. or rain is present, the weld area
should be sheltered or prote-:ted Juring clcuning, prepllra-
lion. und welding.

6.3 Inspecting the Weld
The weldec attachment shoul'.! be inspected during and

after welding alid before the: hot tap machine is jl1,,~••lled, Ex-
amInation by radiograph, dye- penetrant. ultrasonic, or
magnetic particle is rec()mmend~d. particularly On the first
pass and final weld to check for undcrbead crllCking. [fthese
tests are used after lhe first puss, the weld 111'1::8 must be
thorouihly cleaned of any foreigJl nUll.erial or re~jdues. The~
procedures should not be rdied upoJ\ 10 rcphll:\: hyurostallc
or air testing.

Follow the machine in::;tallation instructi\)ns "f the
manufacturer and chcl.:k the folluwing items:

I. The hOI tap valve to be used must be of lIJcQuatc size,
proper nlcUlliurgy, alld be a full olXning v ••lvc. It shuuld ~
tested for seat leaJcage p;iOT to ill~tall,lliun (~~:e API Stan-
dard '98),
2. During iil~talliltion. the val v\: should be centered on the
nozzle flange,
3. Run th~ ooring bar through the valve opttling to be sure
the cutter does nOl jam or drag.
4. CareflJlIy ciilculate the truve:! of the cutt~r 10 ensun: that
the tap \;ltn be complel<.1d within thos,~ Jlll1en~iOIl:d limits,
thaI the cut will be..slop~ before the ~~l,;lterloucheli the op-
posite side of the hipped pipe. llnd that the l.:u1ter can be
retrll(;(~U far eno\lgh to alluw lInimpeued d"suJ'1,! ,)f th~ tap-
ping valve.
5. Chc..:k thaI Ihe hlccd-llff \'alw wi!1 h'Jkl r1'\!"Slln: and is
not plugged,
6, E.n~ure lhiJt prccaution~ have tx>.•.~r! eSlllbllShcd [<If sClfe
bleed-off and di~JXlsa! uf matcriall.:(,!lcded 111the m~l:hin..:
above the hot hip vlilve.
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6.5 "resting the Weld and
Machine

The weld •.•d all'l.:hm ••.,l{ alld hOI t'lll

\I'sled before elwing :~ slarll,J.

1. Check tight nos of bullS. pa<:king,
bYPllS~ line. if fi:quired. III avoid rossi
2. IIlhe currellt IcrnperlltUr..: lit the lill
mit, a hydrosl,lli(: tesl shuukl be (;1)111..1

with Ihe applicable code. The new w
mach;ne ~ho\Jld b,' p~(:s~url:'test;:,1 ,in I
pr\~ssur~should b<::'11 lea,1 cq\.ul II) tll

()t 1:1-: line or ves,c1 tll b•.•lapped. but
[he prc.":lll il\l~rnal pr.:_surc by lIlon: lh
pcrlt:1Il in on!l;r ill ill/aiJ possible illl
pi~ or lIessel wall, The h:mper:lll!rC II
conl\illercd to prevent brmie fruclIJre.

d(;kill~ nutS, ·'ou
Ie leakage.

r ~'c~scl will per-
kU 1n aCI:,.rd;.lnl,?c

and the lapping
a no.:0'.ls! >', The Ie st
Jpl:n~lin£ prcs:;\.\rc
slll)ull! not exceed
1 >lpproXlm£ilcly 10
ill cl>!lapse of the

he metal shouid be

3. Air or flltrotWn with ~UL'? solution un .he wc!d can be
subMitUlcd f<,)ra IlyJroslalic \'~Sl if lh..: l<:mpcl:lIUrC precludes
the hydrosllllit' I",,,t. At ~lc;\·nl~cl lcmpcralllres, IIiI' should be
u~eJ oilly aft..:r ClffCl'ul (;on~hkru!ioJl10 iAvoid the pogsihi.lily
I)f :J cOlllbuslibh: millture.

It is often pussibie to lell when the cut i~complete by thu
retJuced r~llistllnl;'~ to the hlit\\1 <:nmldng or by th~ spe.cd\.lp
uf the ori"e mulor. Tnc I1H111llfOl.:tun.:rs in~lruclioos &hould
be followed when r.~tr:J.'til\g the bore ;end dming t~lC:\alve.

If Ihe blank ()r coupon is 10sl, no attempt should be made
10 lie~rch for n. In some CtlSCli it w~l! be l\eCe;\ll~ry w ;\hut
down the equipl1lCl)! ,tmJ Ocpn:sliur;,;. ,he line to rt.'covc:r alosl
hlank,
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Glory Construction Inc.
9862 Daisy Drive

Corpus Christi Tx.
78410

(361) 265-0842• •Glory Construction Hot Tap Procedures

1. Hot Tap Machine to be set up for Hot Tap at Glory
Construction shop. Machine, adapter, shell cutter, and
pilot bit to be inspected at this time.

2. Hot Tap Machine and technician to arrive at job site upon
customer's request.

3. Before Hot Tap Machine is bolted to Hot Tap valve:

~ Technician is to inspect valve, nipple, and flange for
proper alignment or obstructions.

~ Shell cutter, pilot bit, and retainer pins to be
inspected for final time by technician (customer
representative optional to customer) .

~ Measurement from center of pipe to top of valve, to be
taken from inside of valve for accurate measurement.

4. Hot Tap permits, pressure, temperature, and flow to be
established by customer.

5. Hot Tap to be installed.
6. Shell cutter to be hand cranked to pipe to assure of no

obstructions. *A measurement will be taken at that time
to assure shell cutter made the measured distance. This
will also give the starting measurement for the Hot Tap.

7. Hot Tap will be started with bleeder valve open. Bleeder
valve to be closed after pilot bit penetrates pipe and
product has removed all oxygen from equipment by its
presence from bleeder valve.

8. After Hot Tap is complete-this known by measurement-the
shell cutter is to be hand cranked back up to Hot Tap
Machine. Hot Tap valve will then be closed.

9. Hot Tap Machine to be removed from valve and coupon to be
given to customer representative.

10. All dimensions and work to be done in accordance with
operation manual of the model of T.D. Williamson Hot Tap
Machine being used.
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IP.SCO Hot/Wet Tapping.

Perform hot tap through the open valve. A special device
retains the "coupon" removed during the hot tap operation.


