
���������	�
�����
��������	������������������������ ��	���������������������������

�

� � �����������

Dyna Torque Technologies Inc. currently provides Lonestar Automated Welding Systems and related pipe 
welding preparation equipment for purchase and rental to many clients worldwide. To name few countries: 
Australia, USA, Canada, Indonesia, UK, Netherlands, Germany, Mexico, Brazil, Colombia, Saudi Arabia, 
Russia, Qatar… 

 

Not all Customers are willing to share project information with the manufacturer. Below are 
situations where partial information was made available. 

 

List of Major Completed Projects 

Client:    CrimTech Services Ltd  

Project:  2017- Red Deer, AB, Canada 

Project Description:  Dyna-Torque Inc. provided automated welding services for CrimTech using 
“hybrid” welding method using RMD for root and hot welding pass and Lone Star 
Automated welding system with FCAW for filling and capping. 

 
Terrain:    In shop welding and training in Red Deer, AB, Canada 

OD and WT:  Various from 12” to 36” OD and WT 

Average production:  Procedure Development 

Defect rate:  0%  
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Experience:  Dyna Torque Technologies, Inc. developed, qualified, and documented welding 
procedures. Performed training and qualification of the welders. Upon successful 
qualification of the welding procedures, Dyna Torque provided equipment and 
technical support. 

 

Client:    Interstate Treating/RAMA for Energy Transfer  

Project:  2016 – Slug Catcher Fabrication – Waha Gas Plant 

Project Description:  Dyna-Torque Inc. provided automated welding services for RAMA using “hybrid” 
welding method using GTAW for root, hot, and first fill welding pass and Lone Star 
Automated welding system with FCAW for filling and capping. 

 
Terrain:    In shop and Field installation in West Texas 

OD and WT:  Various from 12” to 42” OD and WT 

Average production:  Various according to OD pipe size 

Defect rate:  Less than 1%  
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Experience:  Dyna Torque Technologies, Inc. developed, qualified, and documented welding 
procedures and also provided welding engineering services for consumable 
selection. Performed training and qualification of the welders. Upon successful 
qualification of the welding procedures, Dyna Torque provided equipment and 
technical support. 

 

 

 

Client:    Saulsbury Industries for EnLink Midstream 
Project:  2016 – Slug Catcher Fabrication – LOBO II 

Project Description:  Dyna-Torque Inc. provided automated welding services for Saulsbury using 
“hybrid” welding method using SMAW for root and hot welding pass and Lone Star 
Automated welding system with FCAW for filling and capping. 
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Terrain:    West Texas 

OD and WT:  Various from 36” to 42” OD and WT 

Average production:  Various according to OD pipe size 

Defect rate:  Less than 1%  

Experience:  Dyna Torque Technologies, Inc. developed, qualified, and documented welding 
procedures and also provided welding engineering services for consumable 
selection. Performed training and qualification of the welders. Upon successful 
qualification of the welding procedures, Dyna Torque provided equipment and 
technical support. 
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Client:    Holloman for OXY 
 

Project:  2016 – Slug Catcher Fabrication – Barilla Draw Gas Plant  

Project Description:  36 inch x .750, 1.00 and 1.250 WT pipe to pipe and pipe to manifold welds.  
48 inch x 1.00 and 1.125 X65 line pipe to line pipe and pipe to X70 manifold welds 
API 1104 Grades X65 and grades X70 with PWHT  ASME Group 2 to Group 3 
with PWHT 
Method of welding 6010 root / 8010 hot pass stick electrode with AFCAW 
Mechanized by Dyna Torque’s LoneStar automated welding system. 
Dyna-Torque Inc. provided automated welding services for Holloman using 
“hybrid” welding method using SMAW for root and hot welding pass and Lone Star 
Automated welding system with FCAW for filling and capping.  
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Terrain:    Texas 

OD and WT:  Various from 36” to 48” OD and WT 

Average production:  Various according to OD pipe size 

Defect rate:  Less than 3%  

Experience:  Dyna Torque Technologies, Inc. developed, qualified, and documented welding 
procedures and also provided welding engineering services for consumable 
selection. Performed training and qualification of the welders. Upon successful 
qualification of the welding procedures, Dyna Torque provided equipment and 
technical support. 
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Client:                                 Al Manara Oil and Gas / AKTOR Construction Group 

Project:                                AJJV Doha, Qatar 

Project Description:            Tie in Welds, Mainline Welds 

Terrain:  Onshore Chilled water pipelines, Doha Qatar 

OD and WT:   12” to 48” OD and various WT 

Defect rate:   Less than 1% 

                           

 

Experience:  Dyna Torque Technologies, Inc. developed, qualified, and documented welding 
procedures and also provided welding engineering services for consumable 
selection. Performed training and qualification of the welders. Upon successful 
qualification of the welding procedures, Dyna Torque provided equipment and 
technical support. 
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Client:                                 Hutchinson (Techlam S A-France) 

Project:                                2016 – Hoedic Fatigue Test 

Project Description:             Fatigue Strings to Pipe welds 

Terrain:   In facility – Dyna Torque Technologies Inc. 

OD and WT:   40” OD x 1.54” WT  

Experience: Narrow grove J-bevel using Lonestar with PipePro 400 XC and PGMAW welding 
process. Performed development of welding parameters and welded Fatigue tests 
strings.  

 

 

 

 

 

 

 

 

 

Client:  RAE Energy     For Offshore Installation 

Project:  2015 – Stainless Steel and Carbon pipe welding  

Project Description:  Batam Island Carbon Steel and Stainless fabrication  
   
OD and WT:  16” to 48”, various WT 
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Client:                                 Associated Pipe Line Contractors, Inc./ Spectra Energy 

Project:                                2015 - 12”, 16”, 20”, 24” and 30” Spectra Energy 

Project Description:             Fabrication, Tie in Welds, Mainline Welds 

Terrain:  Onshore cross country pipeline  

OD and WT:   12” to 30”, various WT 

Defect rate:   Less than 1% 
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Client:                                  Advanced Industrial Technologies, Ltd. Russia  
 

Project:                                2015 – Stainless 16, 20, 24, 30 and 48 inch 

Project Description:             Various fabrication spools / Refinery extension  
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Client:  Taylor Forge, Paola, KS 
 

Project:  2015 – Sludge Catcher Fabrication, for 24 to 60”  

Project Description:  Dyna-Torque Inc. provided automated welding services for Taylor Forge using 
“hybrid” welding method using RMD for root welding pass and PGMAW hot 
welding pass and Lonestar Automated welding system with FCAW for filling and 
capping.  

 

Terrain:  In facility 

OD and WT:  Various 24” and up to 60 inch, and up to 1.800” wall thickness   

Average production:  Various 

Defect rate:  Less than 1%  

Experience:  Dyna Torque Technologies, Inc. developed and helped to qualify and document 
welding procedure and provided welding engineering services for consumable 
selection. Performed training and qualification of the welders. Upon successful 
qualification of the welding procedures, Dyna Torque provided equipment and 
technical support. 
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Client:  NTL Pipeline / Cenovus Energy, Alberta, Canada 

Project:  2015 - 16” Pipeline – Project in Christine Lake, Alberta, Canada 

Project Description:  Dyna-Torque Inc. provided automated welding services for NTL Pipeline, Alberta, 
Canada on 16” pipeline for Cenovus Energy using “hybrid” welding method using 
SMAW for root welding pass and hot welding pass and Lonestar Automated 
welding system with FCAW for filling and capping.  

 

Terrain:  Flat, -25°C Temps 

OD and WT:  16”x .0.688”  

Average production:  40 welds / day  

Defect rate:  Less than 1%  

Experience:  Dyna Torque Technologies, Inc. developed, qualified and documented welding 
procedure and provided welding engineering services. Performed training and 
qualification of the welders. Upon successful qualification of the welding 
procedures, Dyna Torque provided equipment and technical support for the 
duration of project  
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Client:    Saulsbury Industries/Taylor Forge for Anadarko 
 

Project:  2015 – Slug Catcher Fabrication – Anadarko/BCS  

Project Description:  Dyna-Torque Inc. provided automated welding services for Saulsbury using 
“hybrid” welding method using GTAW for root, hot, and first fill welding pass and 
Lone Star Automated welding system with FCAW for filling and capping.  

 
 

Terrain:  West Texas 

OD and WT:  Various from 20” to 42” OD and WT 

Average production:  Various according to OD pipe size 

Defect rate:  Less than 1%  

Experience:  Dyna Torque Technologies, Inc. developed, qualified, and documented welding 
procedures and also provided welding engineering services for consumable 
selection. Performed training and qualification of the welders. Upon successful 
qualification of the welding procedures, Dyna Torque provided equipment and 
technical support. 
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Client:    Saulsbury Industries/Taylor Forge for Midstream 
 
Project:  2015 – Slug Catcher Fabrication – Project Coronado 

Project Description:  36” Slug Catcher: Manifold to Line Pipe; Line Pipe to Line Pipe 
ASME B31.8, API 1104 
Dyna-Torque Inc. provided automated welding services for Saulsbury using 
“hybrid” welding method using SMAW for root and hot welding pass and Lone Star 
Automated welding system with FCAW for filling and capping.  

 

 

Terrain:  On Shore Odessa, Texas USA 

OD and WT:  36” OD x 0.875” WT  

Average production:  4 welds per shift 

Defect rate:  Less than 1%  
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Experience:  Dyna Torque Technologies, Inc. developed, qualified, and documented welding 
procedures and provided welding engineering services for consumable selection. 
Performed training and qualification of the welders. Upon successful qualification 
of the welding procedures, Dyna Torque provided equipment and technical 
support. 

 

 
 
 
 
 
 
 
Client:    Blackeagle Energy Services/Suncor Energy 
 
Project:  2015 – 16” Line Pipe for Suncor Energy 

Project Description:  16” Line Pipe, beveling of 16” OD Pipe ASME B31.3 Root, API 1104 Fills and 
Cap, combination of solid wire PGMAW and FCAW fills and Cap. 

Terrain:  On shore Thornton, CO USA 

Specification:  B31.3 root and API 1104 fill and cap 
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Client:    Taylor Forge for BP 
 
Project:  2015 – Slug Catcher Fabrication, for 24 to 60”  

Project Description:  Dyna-Torque Inc. provided automated welding services for Taylor Forge using 
“hybrid” welding method using RMD for root welding pass and PGMAW hot 
welding pass and Lone Star Automated welding system with FCAW for filling and 
capping.  

 

Terrain:  Kansas 

OD and WT:  Various 24” and up to 60 inch, and up to 1.800” wall thickness   

Average production:  Various 

Defect rate:  Less than 1%  

Experience:  Dyna Torque Technologies, Inc. developed, qualified, and documented welding 
procedures and provided welding engineering services for consumable selection. 
Performed training and qualification of the welders. Upon successful qualification 
of the welding procedures, Dyna Torque provided equipment and technical 
support. 
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Client:                                 PT. Louis Alain                  For Offshore Installation   

Project:                                2014 –Duri Chevron Sumatra 

Project Description: Process Piping  

Terrain:   N/A 

OD and WT:  12” OD 

 

                              

Client:    RAE Energy     For Offshore Installation 

 

Project:  2014 – Stainless Steel pipe welding  

Project Description:  Dyna-Torque Inc. provided automated welding equipment and technical support 
using “hybrid” welding method using GTAW for root welding pass and hot welding 
pass and Lonestar Automated welding system with FCAW for filling and capping.  

 
 
 

Terrain:  Fabrication yard in Batam, Indonesia 

OD and WT:  36” x 1.00” 

Average production:   N/A 

Defect rate:   Less than 1% 

Experience:  Dyna Torque Technologies, Inc. developed and helped to qualify and document 
welding procedure. Performed training and qualification of the welders. Upon 
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successful qualification of the welding procedures, Dyna Torque provided 
equipment and technical support. 

            

                                      

 

Client:                                 PT. Louis Alain     Offshore Welding 

Project:                                2014 –PT. Rekayaysa, Singapore 

Project Description: Laybarge  KHALINDA 

Terrain:   Offshore 

OD and WT:  16” OD, 20 km 

 

 

 

 

Client:  Chapman (Mark West) 

Project:  2014 - 60” Sludge catcher – Project Majorswille 

Project Description:  Dyna-Torque Inc. provided automated welding services for Chapman on 60” 
pipeline using “hybrid” welding method using SMAW for root welding pass and hot 
welding pass and Lonestar Automated welding system with FCAW for filling and 
capping.  

 

Terrain:  West Virginia  

OD and WT:  60”x .1.30”  

Average production:  2 welds per day, very difficult weather conditions, rain and snow.  

Defect rate:  Less than 1%  

Experience:  Dyna Torque Technologies, Inc. developed, qualified and documented welding 
procedure as per API-1104 and provided welding engineering services. Performed 
training and qualification of the welders. Upon successful qualification of the 
welding procedures, Dyna Torque provided equipment and technical support. 
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Client:  Chapman (Mark West) 
 

Project:  2013 - 36” Sludge catcher – Project Youngstown 

Project Description:  Dyna-Torque Inc. provided automated welding services for Chapman on 60” 
pipeline using “hybrid” welding method using SMAW for root welding pass and hot 
welding pass and Lonestar Automated welding system with FCAW for filling and 
capping.  
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Terrain:  West Virginia  

OD and WT:  36”x .1.00”  

Average production:  4 welds per day, very difficult weather conditions, rain and snow.  

Defect rate:  Less than 1%  

Experience:  Dyna Torque Technologies, Inc. developed, qualified and documented welding 
procedure as per API-1104 and provided welding engineering services. Performed 
training and qualification of the welders. Upon successful qualification of the 
welding procedures, Dyna Torque provided equipment and technical support. 

 

 
Client:  GE Oil & Gas – Vetco Gray – Houston    For Offshore Installation 

Project:  2013 – GTAW and ILUC equipment for drilling risers 

Project Description:  Dyna-Torque Inc. provided equipment and welding expertize for GE Oil and Gas 
for welding of drilling raisers in their facility in Houston  

 

Terrain:  fabrication  

OD and WT:  21.250”x1.00”  

Average production:  1-2 welding raisers per shift (assembly of two hydraulic connectors and double 
joint)  

Defect rate:  0%  
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Experience:  Dyna Torque Technologies, Inc. provided equipment and expertize for customer. 
Very successful project with 0 % rejection rate on fatigue sensitive welds. End 
customers: BP, Chevron.   
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Client:  Henkels & McCoy 

Project:  2013 - 42” Pipeline New Jersey, Williams 

Project Description:  Dyna-Torque Inc. provided automated welding services for Henkels & McCoy on 
42” pipeline using “hybrid” welding method using SMAW for root welding pass and 
hot welding pass and Lonestar Automated welding system with FCAW for filling 
and capping.  

 

Terrain:  20 miles cross-country, residential area  

OD and WT:  42”x .920”  

Average production:  12 welds per day, very difficult weather conditions, rain and snow.  

Defect rate:  Less than 1%  

Experience:  Dyna Torque Technologies, Inc. developed, qualified and documented welding 
procedure as per API-1104 and provided welding engineering services. Performed 
training and qualification of the welders Upon successful qualification of the 
welding procedures, Dyna Torque provided equipment and technical personnel 
and successfully executed on welding production.  
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Client:                                 PT. Louis Alain    For Offshore Installation    

Project:                                2013 – Stroc Industries S.A. 

Project Description: Process Piping – Casablanca, Morocco 

Terrain:   Onshore 

OD and WT:  12” OD 

Average production: N/A 

Defect rate:  N/A 

 

 

Client:                                 PT. Louis Alain     Offshore Welding 

Project:                                2013 – Leighton Dubai, Singapore 

Project Description: Laybarge 

Terrain:   Offshore 

OD and WT:  12” OD x 12.7 mm 

Average production: N/A 

Defect rate:  N/A 

Experience:  Dyna Torque Technologies, Inc. provided LoneStar welding equipment for the up 
hill fill and cap using FCAW.  

 
 

 

Client:  InterMoor, Inc. / Petrobras  For Offshore Installation 

Project:  2011-2012 - Papa Terra 36” Casing Conductors  

Project Description:  Dyna-Torque Inc. provided automated welding services for InterMoor Inc.  
(InterMoor) during the fabrication of seventeen (17) conductors 280 feet long at 
InterMoor’s quayside facility in Morgan City, Louisiana, USA and shipped to Porto 
do Forno in Arraial do Cabo. End customer is Petrobras, Brazil. 
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Terrain:    N/A  

OD and WT:  36”x 1.500”  

Average production:  5 welds per shift (12hr shift)  

Defect rate:  Less than 1%  

Experience:  Dyna Torque Technologies, Inc. developed, qualified and documented welding 
procedures as per DNV-OS-F101 and welding specifications from Petrobras. 
Provided welding engineering services. Performed training, qualification of the 
welders and AUT evaluation as per DNV-OS-101. Upon successful qualification of 
the welding procedures, Dyna Torque provided equipment and personnel and 
successfully executed on welding construction of 17 conductors.  
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Client:  VF NZM - Russia 
Project:  2010-2011 Kirishi oil refinery in Volgograd, Russia,  

Project Description:  Lonestar Automated Welding Systems with EWM welding power sources were  
selected for welding of refinery piping for extension of Kirishi oil refinery in  
Volgograd, Russia, which was founded in 1961. In the project, stabilized  
stainless steel types AISI 321,347 and 348 were used. The range of pipe  
diameters from 6 to 32” with wall thickness up to 60mm. Welding procedures are  
developed with welding experts from Lastechniek Europa in The Netherlands  
and Russia  

Terrain:  Fabrication shop 

OD and WT:  from 6” to 32” and up to 60mm wall thickness  

Average production:  N/A  

Defect rate:  Less than 1%  

Experience:  Stainless steel welding utilizing EWM Phoenix welding power source. Dyna 
Torque Technologies, Inc. provided equipment and expertize for procedure 
development and welders training. Once welding procedures were qualified same 
equipment was used to successfully execute all the welds of the refinery piping for 
extension of Kirishi oil refinery in Volgograd, Russia. 
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Client:  ZB joint venture – Total Oil Company 
Project:  2011 Nigeria – 48km of 42” Gas Pipeline  

Project Description:  Dyna Torque provided equipment, welding procedure development and training  
services for automated welding, pipe facing machine (PFM), and internal line-up  
clamp (ILUC) operations. Welding Procedure development was executed in  
Houston and qualification in Nigeria. Dyna Torque’s LoneStar automated single  
head systems, 42” PFM and 42” ILUC were utilized on the project.  

 

Terrain:  Flat and Swamp  

OD and WT:  42”x 0.750”  

Average production:  N/A  

Defect rate:  N/A  

Experience:  Customer purchased Dyna Torque Technologies, Inc. Lonestar automated 
welding equipment, pipe facing equipment, internal line-up clamps and automated 
welding cabins. Dyna Torque Technologies, Inc. performed development and 
qualification of welding procedure, training and qualification of welders, 
commissioning and outfitting of the equipment and technical support. 
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Client:  Consortium comprised of Petrobras, Copersucar, Cosan, Odebrecht, Camargo  

Correa and Uniduto Logistica 

Project:  2011 - 24” Ethanol Pipeline Project  

Project Description: The Ethanol pipeline project is comprised of a total of 1600km of 24” diameter  
pipe material in different sections. Dyna Torque was providing automated welding 
services for the duration of mainline construction. The ethanol pipeline system and 
its derivatives is passing through 45 municipalities in the states of Mato Grosso do 
Sul, Goias, Minas Gerais, Sao Paulo and Rio de Janeiro.  

OD and WT:  24”x 0.340”  

Average production:  105 welds per day.  

Defect rate:  Less than 1%  

Experience:  Dyna Torque performed welding procedure development and NDT  

validation procedures for this project and completed production as planned. 
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Client: Lincoln Electric de Colombia, Ltd. 

Project: 2010 – 2011 Training School (30” x 0.500”WT) 

Project Description: Dyna Torque provided Lincoln Electric training services for automated welding, 
pipe facing machine (PFM), and internal line-up clamp (ILUC) operations. This 
training was executed in Colombia, which utilized Dyna Torque’s LoneStar 
automated single and dual head systems, 16-36” PFM and 30” ILUC. Dyna 
Torque’s technicians provided a full scale training seminar twice a day for 40 days. 
A total of 20 PFM operators, 20 ILUC operators, and 160 automated welders were 
certified during this training course. 

Terrain:  N/A 

OD and WT: 30”x 0.500” 

Average production: N/A 

Defect rate: N/A 

Experience:  This on-site training encompassed the preparation of 200 LoneStar operators on 
the dual-head and single-head system, GMAW. 
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Client: Faysal M Qahtani Sons Co. (FMQ) – Saudi Arabia 

Project: 2010 – 330 miles of 72” Pipeline Project 

Project Description: Dyna Torque provided FMQ a four station welding solution utilizing automated 
RMD root with GMAW fill and cap. Dyna Torque’s LoneStar dual head system will 
provide approximately 35 welds per day. 

Terrain:  N/A 

OD and WT: 72” x 0.500” 

Average production: N/A 

Defect rate: N/A 

Experience:  Dyna Torque provided equipment, commissioning and operator training on the 
LoneStar dual-head system. Welding procedure required RMD + PGMAW. 

 

  

Client: Dutch Gasunie/Lastechniek Europa 

Project: 2009-2010 Attachment of sleeves to existing pipelines 

Project Description: Dyna Torque and Lastechniek Europa B.V. provided procedures development 
services for and completed pipeline welding throughout Holland for onshore gas 
pipeline repairs.  Scope of work included attaching sleeves to existing pipelines 
using flux core longitudinal and orbital welds with the Dyna Torque LoneStar 
Automated Welding System. Pipe diameters range from 18” to 48”. NDE Method 
was Radiography. Welding method used: combination of semiautomatic Pulsed 
GMAW and Automated FCAW welding process. Gasunie purchases welding 
systems for their use in Germany and The Netherlands. 

Terrain:  Confined space  

OD and WT: 18” to 48” up to 2.5” WT 

Average production: N/A 

Defect rate: less than 1% 

Experience:  Hot taps and tie-ins  
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Client:                                 Comec/ Caraguatatuba Consortium/ Petrobras 

 Project:                              The GASTAU Project runs from the Caraguatatuba Gas Treatment Plant to 

                                           Taubaté Custody Transfer Station and São José dos Campos Refinery, in 

                                           São Paulo State, Brazil. The 97 km pipeline will transport natural gas 

                                           produced from the Mexilhão field, located in the offshore Santos Basin. 

                                           The project is of strategic importance to Brazil, aiming at increasing natural  

                                           gas supply to feed industrial, automobile fuel and domestic consumption in 

                                           São Paulo and Rio de Janeiro cities. In Brazil, the Petrobrás, the Brazilian 

                                            oil company, started to use X80 grade in 2009 with a 8.5 km pipeline 

                                            Project in São Paulo coastal region, called the Mexilhão Project.  

                                           The pipes are 19mm thick and 34”, produced by heavy plate process. 

                                           Dyna Torque Technologies Inc. was selected to develop and qualify welding 
procedure qualification and production welding for first X80 grade pipe in Brazil. 

Terrain:  Mountain, wooded, and swampy  

OD and WT: 34” x 0.750” WT 

Average production: 25 welds per day 

Defect rate: Less than 2.4% 

Experience:  Terrain effected daily production and over all logistics  
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Client: Bohlen Doyen – Germany 

Project:  2009 Various cross country pipeline construction projects 

Project Description: Dyna Torque Technologies Inc. provides automated welding equipment 
(LoneStar Automated Welding System) and together with Lastechniek 
Europa technical support for welding procedure development, welding 
qualification, training and production welding. Welding procedure 
qualification and training are performed and first project was scheduled to start in 
April 2009. Company Bohlen Doyen in Germany has purchased since Lonestar 
Automated Welding systems and completed successfully first pipeline welding 
project using Dyna Torque Technologies Inc. equipment. 

 
Video on you-tube  http://www.youtube.com/watch?v=luWLkIOSex0 
 
Terrain:  Flat and swampy 

OD and WT: 48” x 22.7mm 

Average production: 35 / welds per day 

Defect rate: Less than 1% 

Experience:  Equipment supplier  
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Client: Conduto – Companhia Nacional de Dutos, Rod. Washington Luiz,  

                                           4099, Duque de Caxias, RJ 25065-007, Brasil 

Project:  2008-2009  Gascac Pipeline – Trecho IIA Pipeline Project 

 
Project Description: 1200km 28-inch gas pipeline project on sections IIB and IIIB, Pipeline Project; 

wall thicknesses 0.469", 0.562", 0.625" Dyna Torque Technologies Inc. provides 
automated welding equipment (LoneStar Automated Welding System) internal 
line-up clamps and pipe facing equipment and technical support for production 
welding. Dyna Torque Technologies Inc. had developed and qualified welding 
procedure and trained and qualified local welders/operators for production 
welding. NDE method used on project was Automated Ultrasound Testing. 
Governing specifications: API 1104 and Petrobras welding specification. Welding 
method used: narrow-J bevel with internal backing using Automated GMAW 
welding process. Overall value of the project for Dyna Torque Technologies Inc. 
was over 5 million USD. 

Terrain:  Mountainous and swampy 

OD and WT: 28” x 0.562” 

Average production: 25 / welds per day 

Defect rate: Less than 2.4% 

Experience:  Technical support and project commissioning  
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Client: A-OK Construction, LLC, Tulsa Ok., USA 

Project: 2008-2009 Cross-Country Pipe Welding Projects 

Project Description: Dyna Torque provides automated welding equipment (LoneStar Automated 
Welding System) for 6” to 24” Cross-Country Projects in Texas and Oklahoma with 
production ranging from 50 to 80 joints per shift, depending on the size of pipe. 
NDE Method is Radiography. Dyna Torque Technologies Inc. provides automated 
welding equipment (LoneStar Automated Welding System). Dyna Torque 
Technologies Inc. had developed and qualified multiple welding procedures and 
trained and qualified local welders/operators and maintenance technicians for 
production welding. NDE method used on project was radiography. Multiple 
projects are ongoing. Welding method used: narrow J-bevel with internal backing 
using Automated GMAW welding process. Yearly value for Dyna Torque 
Technology Inc. was over 2 million USD. 

Terrain:  Hills 

OD and WT: 6 to 24” x 12.7mm 

Average production: 50 / welds per day 

Defect rate: TBD 

Experience:  Personnel training and qualification of welders 

�
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Client:   Lonestar Australia – Diona  

Project Description: 2008 42-inch pipeline project, 1” wall thickness. Dyna Torque provided 
automated welding equipment (LoneStar Automated Welding System) and 
technical support for welding procedures qualification and production welding.  
This project is the largest pipe diameter project in Australia today. NDE Method 
was Radiography. Welding method used: V bevel using combination of 
semiautomatic GMAW and Automated FCAW welding process. 

Terrain:  Mountain  

OD and WT: 42” x 1.00” WT 

Average production: 30 welds per day 

Defect rate: Less than 2% 

Experience:  Personnel training and qualification of welders 
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Client:   A-OK Construction, LLC 

Project: 2007-2008 Cross-Country Pipe Welding Projects 

Project Description: Dyna Torque provided automated welding equipment (LoneStar Automated 
Welding System) for 6” to 24” Cross-Country Projects in Texas and Oklahoma with 
production ranging from 50 to 80 joints per shift, depending on the size of pipe. 
NDE Method was Radiography. Welding method used: Narrow-J bevel with 
internal backing using Automated GMAW welding process.  

Terrain:  Hills 

OD and WT: 6 to 24” x 0.500” 

Average production: 50 welds per day 

Defect rate: TBD 

Experience:  Personnel training and qualification of welders 

 

 

Client:   Frank’s Casing. Inc / BP America Prod Co.   Offshore Welding 

Project: 2007-offshore 2G welding for EL Dorado/Will K Prospect/ Cameron Wellhead  

Project Description: Dyna Torque provided automated welding equipment (LoneStar Automated 
Welding System), welding procedure and welding production for 2G welding on 
30” pipe diameter pipe offshore in Gulf of Mexico. NDE Method was Radiography. 
Welding method used: 2G V-bevel with internal backing using Automated Pulsed 
GMAW welding process. 

Terrain:  Offshore 

OD and WT: 30” x 0.500” 

Average production: 50 welds per day 

Defect rate: Less than 1.5% 

Experience:  Welding procedure and equipment lease 
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Client:   Acute Technological Services/Shell For Offshore Installation 

Project:   2007-2008 Shell Perdido / Double jointing 

Project Description: Dyna Torque provided automated welding equipment that was used by Acute 
Technological Services for development of welding procedures and double jointing 
production. NDE Method was AUT. Governing specifications: API 1104 and Shell 
welding spec. Welding method used: Narrow-J bevel with internal backing using 
Automated Pulsed GMAW welding process. 

Terrain:  Double Jointing - Fabrication 

OD and WT: 8.625” and 10.750 x 0.750” 

Average production: N/A 

Defect rate: TBD 

Experience:  Equipment lease 
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Client:   Acute Technological Services/Exxon Mobil 

Project:   2007 Weld Development 

Project Description: Dyna Torque provided automated welding equipment (LoneStar Automated 
Welding System) for the benefit of Exxon Mobile in development of a welding 
procedure for X80 pipe to be used on onshore tie-in welds.  NDE Method was 
AUT. Welding method used: Narrow-J bevel with internal backing using 
Automated GMAW welding process. 

Terrain:  N/A 

OD and WT: 30” x 0.750” API X80 

Average production: N/A 

Defect rate: N/A 

Experience:  Equipment lease for procedure development
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Client:     Kiewit Offshore Services, Ltd./BP  For Offshore Installation 

Project:     2007 Inconel Procedures Development 

Project Description: Dyna Torque provided procedures development services in developing a total 
weld by running a GTAW bead and hot pass and FCAW fills with Inconel 625 flux 
core wire.  Additionally, Dyna Torque provided welding equipment for completion 
of the project by Kiewit Offshore. NDE Method was Radiography. Governing 
specifications: API 1104 and BP welding specification. Welding method used: 
combination of manual GTAW and Automated FCAW welding process. 

Terrain:  Offshore 

OD and WT:  8”, 10” and 12” 10.750” OD, API 5LX70 

Average production: TBD 

Defect rate: TBD 

Experience:  Equipment lease for procedure development 
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Client: Petrobras/Andrade Gutierrez 

Project: 2006 Coari Manaus Amazon Pipeline Project 

Project Description: Dyna Torque provided procedures development services, which included 
procedures development and qualification, pipe facing, line-up clamps and 
Lonestar automated welding equipment and personnel.  Dyna Torque utilized a 
GMAW process with a copper backed clamp for the root and fill/cap passes.  Dyna 
Torque mobilized for welder training and qualifications in July 2007.  Immediately 
thereafter, production of the 90 Km onshore pipeline located on the Amazon River 
was begun and the Dyna Torque welding systems and related equipment were 
used by a Brazilian subcontractor. NDE Method was AUT. Governing specification 
API 1104 and Petrobras welding spec. Welding method used: Narrow-J bevel with 
internal backing using Automated GMAW welding process. 

Terrain:  Mountain and hills 

OD and WT:  20” x .438”  

Average production: 60 welds per day 

Defect rate: Less than 2.5% 

Experience:  Equipment lease for procedure development 

 
Client:   Williams Companies  For Offshore Installation 

Project:   2006 Tahiti  

Project Description: Welding project consisted of welding hold-off collars and spool pieces to pipe 
utilizing an RMD process for the root pass and the FCAW welding process for filing 
and capping welds.  Dyna Torque provided welding services in their new facility 
including procedure development and qualification, pipe facing, Lonestar 
automated welding equipment and personnel.  NDE Method was Radiography and 
Manual UT. Governing specifications: DNV. Welding method used: V-bevel using 
Automated Miller RMD process for root pass and Automated FCAW welding 
process for the filling and cap welding. 

Terrain:  Fabrication 

OD and WT:  10” x 1.125” wt and 16” x .688” wt pipe 

Average production: TBD 

Defect rate: Less than 2 % 

Experience:  Equipment lease for procedure development 
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Client:   Williams Companies  For Offshore Installation 

Project:   2006 Tahiti  

Project Description: Dyna Torque provided turnkey welding services including procedure development 
and qualification, pipe facing, Lonestar automated welding equipment and 
personnel.  Dyna Torque utilized an open root RMD process for the root pass and 
the FCAW welding process for filling and capping the welds.  NDE Method was 
Radiography and Manual UT. Governing specifications: DNV. Welding method 
used: V-bevel using Automated Miller RMD process for root pass, Automated 
Pulsed GMAW for hot pass and Automated FCAW welding process for the filling 
and cap welding. 

Terrain:  Fabrication 

OD and WT:  16” line pipe x .688” WT to buckle arrestor welds for Allseas USA, Inc.  

Average production: TBD 

Defect rate: Less than 2 % 

Experience:  Turnkey welding services 
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Client:   BP p.l.c. / Allseas USA, Inc  For Offshore Installation 

Project:   2006 Atlantis 

Pipe: 10” and 16” pipe to forging, pipe to hold-off collar, bulkhead transition, and flex 
joint welds, SCR-s. 

Project Description: Dyna Torque provided turnkey welding services including procedure development 
and qualification, fatigue sample testing, pipe facing equipment, automated 
welding equipment and personnel.  The root pass was completed by automatic 
GTAW and remaining passes were completed utilizing a pulsing GMAW weld 
process with the Dyna Torque LoneStar welding system.  NDE Method was AUT. 
Governing specifications: API 1104 and BP welding spec. Welding method used: 
combination of automated GTAW and Pulsed GMAW welding processes. Repair 
rate less than 1%. 

Terrain:  Fabrication 

OD and WT:  16” line pipe x .688” WT to buckle arrestor welds  

Average production: TBD 

Defect rate: Less than 2 % 

Experience:  Turnkey welding services 
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Client:   Torch Offshore, Inc./Energy Partners Ltd.  Offshore Welding 

Project:   2005 – Midnight Express 

Project Description: Dyna Torque Technologies successfully completed pipeline welding onboard the 
DP vessel Midnight Express.  This was the first pipe lay project for the vessel.  
Dyna Torque provided turnkey welding services including procedure development 
and qualifications; pipe facing equipment, Lonestar automated welding 
equipment, and personnel on the project.  Repair rate was less than 1% for the 
project utilizing the FCAW process for filling and capping.  NDE Method was 
Radiography. Governing specifications: API 1104. Welding method used: V-bevel 
using combination of GTAW root pass and Automated FCAW welding process for 
the filling and cap welding. 

Terrain:  Offshore 

OD and WT:  4” pipe x .533” 

Average production: TBD 

Defect rate: Less than 1 % 

Experience:  Turnkey welding services 
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Client:   Torch Offshore, Inc./Marathon Oil Company Offshore Welding 

Project:   2004 Alba Project, Equatorial Guinea, Africa.   

Pipe:   24” .612” (X-70) Condensate Line utilizing the flux core process and wire 

   10” .331” (X-65) in 14” .500” (X-52) Pipe-in-Pipe Butane Export Pipeline 

10” .331” (X-65) in 14” .500” (X-52) Pipe-in-Pipe Butane Recirculation Pipeline 

   12” .331” (X-65) in 16” .500” (X-52) Pipe-in-Pipe Butane Export Pipeline 

12” .331” (X-65) in 16” .500” (X-52) Pipe-in-Pipe Butane Recirculation Pipeline 

Project Description: This project involved both onshore and offshore welding.  The offshore portion was 
completed on the pipe lay barge Midnight Brave with a repair rate of less than 1%, 
with a repair rate for the onshore portion of the project being less than 1% as well.  
Dyna Torque provided turnkey welding services including procedure development 
and qualification, pipe facing equipment, and manual and Lonestar automated 
welding equipment and personnel on the project.  NDE Method was Radiography. 
Governing specifications: API 1104. Welding method used: V-bevel using 
combination of GTAW root pass and Automated FCAW welding process for the 
filling and cap welding. 

Terrain:  Offshore 

Average production: TBD 

Defect rate: Less than 1 % 

Experience:  Turnkey welding services 
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Client:   Torch Offshore, Inc. Offshore Installation and Offshore Welding 

Project:   2004 - Ridgelake Energy Inc. 

Project Description: Dyna Torque successfully completed this pipeline welding project utilizing the 
FCAW welding process at the Torch, Inc. spool base in Dulac, Louisiana with a 
repair rate of less than 2%.  Dyna Torque Technologies provided turnkey welding 
services including procedure development and qualification, pipe facing 
equipment, and manual and Lonestar automated welding equipment and 
personnel.  NDE Method was Radiography. Governing specifications: API 1104. 
Welding method used: V-bevel using combination of GTAW root pass and 
Automated FCAW welding process for the filling and cap welding. 

Terrain:  Offshore 

OD and WT:  6” .435” X52 Flowline 

Average production: TBD 

Defect rate: Less than 2% 

Experience:  Turnkey welding services 
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Client:   Torch Offshore, Inc.  For Offshore Installation 

Project:   2004 Walter Oil & Gas Company  

Project Description: Dyna Torque successfully completed the Walter Oil pipeline welding project at the 
Torch, Inc. spool base in Dulac, Louisiana utilizing the FCAW welding process with 
a repair rate of less than 3%.  Dyna Torque Technologies provided turnkey welding 
services including procedure development and qualification, pipe facing 
equipment, and manual and Lonestar automated welding equipment and 
personnel.  NDE Method was Radiography. Governing specifications: API 1104. 
Welding method used: V-bevel using combination of GTAW root pass and 
Automated FCAW welding process for the filling and cap welding. 

Terrain:  Offshore 

OD and WT:  4” x .337” (X-56) Flowline 

Average production: TBD 

Defect rate: Less than 3% 

Experience:  Turnkey welding services 
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Client:   Bredero Shaw/BP p.l.c.  For Offshore Installation 

Project:   2003 Thunderhorse 

Project Description: Dyna Torque Technologies was involved with Bredero Shaw in procedure 
development for the BP Thunderhorse Project for flowline welds and provided 
fatigue samples for SCR welds. NDE Method was AUT. Governing specifications: 
API 1104 and BP welding spec. Welding method used: narrow J-bevel using 
Pulsed GMAW welding process. 

Terrain:  N/A 

OD and WT:  8” x 35mm and 38mm, 10” x 38mm and 12” x 35 mm flowline and SCR  

Average production: N/A 

Defect rate: N/A 

Experience:  Weld procedure development 
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Client:   Bredero Shaw/BP p.l.c.  For Offshore Installation 

Project:   2003 Kizomba Platform Tendon Leg Project 

Project Description: Dyna Torque provided procedure development services utilizing a GMAW root 
process with backing material; used 40’ joints of 32” pipe to make 240’ long tendon 
legs.  NDE Method was AUT. Governing specifications: API 1104 and BP welding 
spec. Welding method used: narrow J-bevel using Pulsed GMAW welding 
process. 

Terrain:  Fabrication 

OD and WT:  32” x 0.500” 

Average production: N/A 

Defect rate: N/A 

Experience:  Weld procedure development 

                           

 

For video demonstrations of the Lone Star Automated Welding system please visit: 
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