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Project Name:   Installation of the CS Dn400 Pipeline from Plant to CTSF 

Site Location: KIBALI GOLD DOKO DRC  

Risk Rating of SOW: 
(Based on Pre-Job Risk 

Assessment)   
☐ High    ☒ Very High (Check one) 

 

Stakeholders Name Signature Date 

Requestor RICHARD MOGALE  
Click here to 
enter a date. 

Technical 
Representative 

JEANPIERRE KALEND TSHISWIL  
Click here to 
enter a date. 

Health and Safety 
Manager 

 

AUBIN BAKOLE  
Click here to 
enter a date. 

Environmental 
Manager 
If applicable 

JERRY ZOZO  
Click here to 
enter a date. 

Community Relations 

Manager 
If applicable 

Click or tap here to enter text.  
Click here to 
enter a date. 

Department Manager NATHAN MADU  
Click here to 
enter a date. 

Contract Specialist  YVES ASOMA   
Click here to 
enter a date. 
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1. PROJECT OVERVIEW 

Outline the specific deliverables, objectives and boundaries of the project. 

The purpose of this project is Fabricate, weld, and install a DN400 (16-inch) Schedule 40 Carbon Steel pipe 
segment with Class 300 Carbon Steel weld-neck flanges on the Plant-to-CTSF Standby Tailings Line, ensuring 
full compliance with ASME B31.3 structural and pressure piping standards. 
 

1. Key Technical Specifications 

Pipe Specification: DN400 (16" Nominal Pipe Size / 406.4 mm OD), Carbon Steel, Schedule 40 wall 
thickness (12.7 mm nominal). Diatance Plant to CTSF= 1,920 meters (DN400 SCH 40 x 6 meters: 320 Each) 
 

• Flange Specification: Class 300 Carbon Steel Raised Face (RF) Weld-Neck Flanges matching 

SCH40 bore, conforming to ASME B16.5. Outside Diameter (OD): 25.50 in (647.7 mm) Flange 

Thickness (Min, t): 2.25 in (57.2 mm) Raised Face Diameter (RF): 18.50 in (470.0 mm) Raised Face 

Height: 0.25 in (6.4 mm). 

• Gasket & Bolting: Spiral-wound gaskets (Class 300 rated, graphite filler) and ASTM A193 B7 stud 

bolts with A194 2H nuts. 

2. Detailed Scope of Work 

 

• Site Survey & Layout: Mark the 1,920 meters pipeline route, alignment, high/low points, and Tie-in 

points (Process Plant and Tailings Storage Facility). 

• Mobilization: Transfer labor, tools, lifting Equipment, welding machines, ... 

• Safety: Issue the Risk Assessment, Work Permits (Hot Work, Excavation, lifting plan, FLRA and set 

up site barricades. 

•  Fit-Up, Welding & Joint Assembly 

✓ Align the DN400 SCH40 pipe and Class 300 weld-neck flange, ensuring uniform root gap (1.6 

mm–3.2 mm) and zero internal misalignment (hi-lo check ≤1.5 mm). 

✓ Perform qualified GTAW (TIG) root pass followed by SMAW (Stick) fill and cap passes using 

approved ASME IX Welding Procedure Specifications (WPS) and E7018-1 low-hydrogen 

electrodes. 

        WPS (Welding Procedure Specification) 

• General & Base Metal Parameters 

▪ Standard Code: ASME B31.3 / ASME Section I 

▪ Welding Process: GTAW (TIG) for Root/Hot Pass + SMAW (Stick) for Fill/Cap 

▪ Pipe Specification: ASTM A106 Gr. B / A53 Gr. B 

▪ Flange Specification: ASTM A105 

▪ Pipe Wall Thickness: 12.7 mm (0.500 in) DN400 Sch 40 

 

• Joint Design & Preparations 

▪ Joint Type: Single-V Butt Joint (for Weld Neck Flange) 

▪ Bevel Angle: 37.5∘ ± 2.5∘ (Included Angle: 75∘ 

▪ Root Gap: 2.0 mm to 3.2 mm (1/16" to 1/8") 

▪ Root Face (Land): 1.6 mm to 2.4 mm (1/16" to 3/32") 

• Filler Metals & Gases 
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▪ Root & Pass 2 (GTAW): ER70S-6 | Diameter: 2.4 mm – 3.2 mm 

▪ Fill & Cap (SMAW): E7018 / E7018-1 | Diameter: 3.2 mm – 4.0 mm 

• Thermal Parameters 

▪ Preheat Temperature: 10∘C (50∘F) minimum (increase to 100∘C if ambient drops below 10∘C 

or moisture is present). 

▪ Interpass Temperature: 250∘C (480∘F) maximum. 

▪ Post-Weld Heat Treatment (PWHT): Not required under ASME B31.3 for P-No. 1 carbon steel 

under 20 mm thickness. 

 Welding Electrical Parameters 

Pass / 
Layer 

Process 
Filler 
Metal 

Current 
Type 

Amperage 
(A) 

Voltage 
(V) 

Travel 
Speed 

Root (Pass 
1) 

GTAW 
ER70S-
6 

DCEN 90 – 130 10 – 14 
50 – 80 
mm/min 

Hot Pass 
(Pass 2) 

GTAW / 
SMAW 

ER70S-
6 / 
E7018 

DCEN / 
DCEP 

110 – 140 12 – 22 
80 – 120 
mm/min 

Fill Passes SMAW E7018 DCEP 120 – 160 20 – 24 
100 – 
150 
mm/min 

Cap Pass SMAW E7018 DCEP 110 – 150 20 – 24 
100 – 
140 
mm/min 

 
✓ Fit Class 300 gaskets and lubricated stud bolts; torque in a 4-pass cross-pattern sequence to 

specified torque limits using calibrated torque wrenches. 

 
3. Lifting Equipment and Machine and Tools  

▪ Mobile crane or boom truck (inspected and tagged) for pipes transportation and installation 

(slings, chackles, chain blocks need to be inspected and tagged) 

▪ Welding Machine GTAW (TIG) 

▪ Grinding Machines with consumables 

▪ Box of tools (spanners…) 

4. Inspection, Testing & Protective Coating 

▪ Conduct 100% Visual Examination (VE) on all circumferential butt welds. 

▪ Perform the Dye Penetrant Testing (DPT) for any surface-breaking cracks 
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▪ Prepare surface and apply high-build epoxy or specified anti-corrosion coating system to exposed 

welds and carbon steel flanges. 

5.  Deliverables & Safety Compliance 

▪ Permits: Approved Hot Work Permit, and LOTOTO sign-off. 

▪ Handover: Fully tested, coated, and pressure-certified DN400 Class 300 flange assembly ready 

for continuous slurry service. 
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2. GENERAL DESCRIPTION OF WORK  

2.1. DELIVERABLES (KPI’S) 

Deliverable Description Expected Date 

Deliverable 01 Perform a detailed site survey and route layout for the 

1,920 m DN400 SCH40 standby tailings pipeline. Confirm 

alignment, high and low points, tie-in locations, 

installation constraints, and submit a Survey and 

Alignment Report for approval. 

Click or tap to enter a date. 

Deliverable 02 Mobilize all personnel, welding equipment, lifting 

equipment, tools, consumables, and support resources 

required for the project. Submit approved Risk 

Assessment, FLRA, Hot Work Permits, Excavation 

Permits, Lifting Plans, and other HSE documentation prior 

to commencing work. 

Click or tap to enter a date. 

Deliverable 03 Supply, fit-up, weld, and install approximately 1,920 m of 

DN400 SCH40 Carbon Steel pipeline (320 pipe sections 

x 6 m each) complete with Class 300 Weld Neck Flanges 

in accordance with ASME B31.3, ASME B16.5, and 

approved ASME IX Welding Procedure Specifications 

(WPS). 

Click or tap to enter a date. 

Deliverable 04 Execute all welding activities including GTAW root passes 

and SMAW fill and cap passes. Install spiral wound 

gaskets, stud bolts, and nuts. Perform flange alignment 

and controlled bolting torque sequence using calibrated 

torque wrenches. 

Click or tap to enter a date. 

Deliverable 05 Carry out quality inspections including 100% Visual 

Examination (VE) of all welds, Dye Penetrant Testing 

(DPT) where required, dimensional verification, flange 

inspection, and bolting verification. Submit inspection and 

quality control reports. 

Prepare all exposed carbon steel surfaces and apply the 

approved anti-corrosion coating system, including weld 

joints and flange assemblies. Submit coating inspection 

and compliance records. 

Click or tap to enter a date. 
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Deliverable 06 Complete final testing, commissioning readiness checks, 

and handover documentation. Submit the complete 

Quality Dossier including material certificates, WPS/PQR 

records, welder qualifications, inspection reports, coating 

records, and As-Built documentation. 

Click or tap to enter a date. 

 

2.2. PROJECT LOCATION 

Provide an address and describe the specific location of the scope of work.  

 
KIBALI GOLD PROCESS PLANT AND TSF  

2.3. EQUIPMENT AND TOOLS REQUIRED 

List all equipment and tools required to perform the Job.  

Items supplied by Contractor 

Click or tap here to enter text. 

Items supplied by Barrick 

Click or tap here to enter text. 
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2.4. INSURANCE AND WARRANTY REQUIREMENTS 

Provide list of applicable insurances or warranties. 
Requirements to be identified by the Contract Specialist 

Click or tap here to enter text. 

2.5. PROJECT RISK IDENTIFICATION  

All project risks shall be identified within the Pre-Bid Risk Assessment taking into consideration all safety, 
environmental and community risks. Please attach the Pre-Bid Risk assessment to this document. 

 

3. HEALTH AND SAFETY REQUIREMENTS 

The Contractor shall apply all requirements established in Barrick’s Health and Safety standards, as well as 
policies and procedures. The Contractor must consider all the requirements to prepare and submit a specific 
health and safety plan for the project using Barrick’s Safe Work Plan form (please attach). 
 
 

3.1. SPECIFIC SAFETY REQUIREMENTS 

List the specific safety requirements associated with the job/work and all applicable procedures. 

Click or tap here to enter text. 
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3.2. HEALTH AND SAFETY PROCEDURES  

List all applicable Health and Safety operational procedures.  

Click or tap here to enter text. 

 

4. ENVIRONMENTAL REQUIREMENTS 

The Contractor shall apply all the requirements established in Barrick’s Environmental Guidelines for 

Contractors, comply with Barrick’s Environmental Policy, and meet all other applicable environmental 

requirements, procedures or standards to present the specific environmental management plan for the project 

if applicable. 

4.1. ENVIRONMENTAL SPECIFIC REQUIREMENTS 

List the specific Environmental requirements associated with the job/work and all applicable procedures. 

Click or tap here to enter text. 
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4.2. ENVIRONMENTAL PROCEDURES 

List all applicable Environmental operational procedures. 

Click or tap here to enter text. 

 

5. SOCIAL REQUIREMENTS 

For the development of this project, the Contractor must apply all the social requirements established in 
Barrick’s social performance policy, with the objective to support the company's social commitment to 
sustainable development. 

5.1. SOCIAL SPECIFIC REQUIREMENTS 

List the specific social requirements associated with the job/work and all applicable procedures. 

Click or tap here to enter text. 
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5.2. SOCIAL PROCEDURES 

List all applicable Social operational procedures. 

Click or tap here to enter text. 

 

6. CERTIFICATIONS AND COMPETENCIES 

Mark an X in the box next to all applicable certifications and competencies. 

COMPETENCE Applies COMPETENCE Applies 

Fall From Heights ☒ Fire (Hot Work) ☒ 

Confined Space ☒ Hazardous Substances ☒ 

Stored Energy (LOTOTO) ☒ 
Excavations and 
Penetration (trenching) 

☒ 

Lifting  ☒ 
Working with High Voltage 

Lines  

☐ 

Hazards Recognition/ Risk Assessment  ☒ Mobile Equipment  ☒ 

Blasting and Explosives  ☐ Other: 
☒ 

Other Applicable Competencies/Certifications 

Click or tap here to enter text. 

 

http://livelinknarbusdo/livelink/livelink.exe?func=ll&objId=9316655&objAction=Open&nexturl=%2Flivelink%2Flivelink%2Eexe%3Ffunc%3Dll%26objId%3D5878851%26objAction%3Dbrowse%26viewType%3D1
http://livelinknarbusdo/livelink/livelink.exe?func=ll&objId=9316755&objAction=Open&nexturl=%2Flivelink%2Flivelink%2Eexe%3Ffunc%3Dll%26objId%3D5878851%26objAction%3Dbrowse%26viewType%3D1
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7. SOW MANAGEMENT 

The following documents must be attached when submitting this form to the Contract Specialist: 

☒ Pre-Bid Risk Assessment 

☒ Reference Documents: Images, documents, drawings 

☐ Other: Click or tap here to enter text. 

 

8. APPENDIX 

Documents:  
Drag and drop documents from your files here… 
 
 
 
 
 
 
 
 
 
 
 
 
 

Images/drawings: 
Drag and drop images from your files here… 
 
 
 
 
 
 
 
 
 
 
 
 
 

 













BOQ of Installation of CTSF standby line 400ND SCH40.

Item 

No.
Description Unit Quantity

Est Rate 

(USD)

Total 

Cost 

(USD)

Comment 

1

Supply of Carbon Steel Pipe 400ND 

(16" NPS), SCH 40, 12.7mm WT, 

Seamless/ERW to ASTM A106 Gr. B / 

A53 Gr. B (6m lengths).

Metres   2,250          -        -   supply by KGM

2

Supply of 16" Class 150 (or Class 300) 

Carbon Steel Weld Neck Flanges, 

ASME B16.5, ASTM A105.

Pcs      750          -        -   supply by KGM

3
Supply of 16" Gaskets (Spiral Wound, 

150#, Graphite/SS316).
Pcs      375          -        -   supply by KGM

4

Supply of Stud Bolt Sets with Heavy 

Hex Nuts (ASTM A193 B7 / A194 2H), 

sized for 16" Flanges.

Sets      375          -        -   supply by KGM

5

End preparation, beveling, alignment, 

and fit-up of 400ND SCH40 pipe ends. 

3 pipes welded = 18 metres

Joint      250      -   

6

Full-penetration butt welding of 16" 

Weld Neck Flanges to Pipe ends of 

18Meters Both end flanges welded 

(SMAW/GTAW process per ASME IX).

joint      250      -   

7

External surface preparation (Blast 

cleaning to Sa 2.5) and 3-coat 

industrial painting system (Primer, 

Intermediate, Topcoat).

m2   2,872      -   

8

Lifting, rigging, handling, and position 

alignment of 6m pre-fabricated spools 

onto pipe supports/sleepers.

Meter   2,250      -   

9

Flange joint assembly including gasket 

installation, bolt torqueing, and 

tensioning.

Joint      125      -   

10
Fabrication and installation of structural 

pipe supports, guides, and anchors.
       50      -   if required 

11 Total w/o Painting      -   

12 Profit %      -   

13 Total G     -   

Total with Painting      -   

Profit %      -   

14 Total G     -   


