Guidelines for delivery, transportation, storage, and handling of sucker rods

General

1) Under no circumstances should rods be hauled on pump truck side racks regardless of quantity.  It is required they be delivered on a rod trailer.

2) Rods should be inspected on delivery and thereafter as necessary to ensure that damaged rods are not placed in regular storage or service.

3) In all handling operations, care should be exercised to prevent rods or rod ends from contacts which might cause nicks or bends, or injury to the threads by jamming of the thread protectors.  Neither packaged or unpackaged rods should be walked on for any reason.  Further, the rods should never be handled in such a manner as to produce a permanent kink or bend.  Kinked, bent, or nicked rods are permanently damaged and should be discarded.

4) Packaged rods should be handled and stored as a package unit, until the rods are to be run in the well.  When removing the rods from the package, care should be exercised to use proper tools so that the rods may not be damaged, especially by nicking.  Pliers or tin snips are acceptable tools for cutting binders on packaged rods.  Never use a hammer, screwdriver, chisel, or any other tools which are not intended for the job.

5) Rods as delivered by the mills are provided with thread protectors on both pin ends.  Whenever these ends are observed to be without such protection, they should be inspected and if undamaged, the protectors should be replaced.  Protectors should not be removed, except for inspection purposes or prepping to run in the well.  At the end or a rod job the extra rods must have couplings removed and clean thread protectors replaced.
6) Thread protectors, rod boxes, couplings, upsets, and wrench squares should never be hammered for any reason.  One blow can so damage any part of a rod or coupling as to result in early failure.

Loading and Unloading

1) Rods should not be allowed to ride against standards during transportation for any reason.  Care should be taken to avoid damaging the rods when removing standards and tie-downs used to secure the rods during shipment.

2) Rods in packages should always be lifted and laid down with a handling device so designed as to support the package without damage to the rods.

3) Unpackaged rods should be handled individually.  They should never be thrown or flipped from or onto a truck or stack.  During all handling operations, the rods should be supported at least at two points to prevent excessive sagging or damaging contacts of any nature.  Skids when used should be made of wood.  When handling unpackaged rods with a forklift, a special handling device built to slide over the forks eliminating metal to metal contact is to be used.
4) Trucks and trailers for handling packaged rods should provide blockage directly under the crosswise supports of the package so that the rods themselves will not be in contact with the blockage.  Further, the packages should be stacked so that the bottom supports rest squarely in the top supports of the next lower package.  Tie-down straps should be placed in such positions as to pass over the crosswise supports.

5) Trucks and trailers for handling unpackaged rods should provide cross supports near the rod ends (approximately one foot from each end) and at least two other equally spaced intermediate positions.  When flat beds are used, the supports should be of such thickness as to prevent the rod ends or couplings from resting directly on the bed.  Cross supports, spacers, and blocks should be of material non-abrasive to the rod.  The rod layers should be separated by spacers positioned directly above the bottom supports.  The spacers should be wide enough to extend a few inches beyond the stack on both sides.  Tie-down straps should be placed in such position as to pass over the ends of the spacers and prevented from contacting the rods.

Storage of Rods

1) Rods should be stored separately according to grade and size.  They should be stored in such locations and in such manner as to minimize deterioration from exposure to acid or other corrosive atmospheres.  They should be stacked off the ground on racks or sills made of or surfaced with a material not abrasive to the rods.

2) For packaged rods, a rack or sill should be provided under each support of the package.  The packages should be stacked so that the supports are in vertical alignment.

3) For unpackaged rods, at least four rack or sill supports should be provided and the end supports should be located approximately one foot from the rod ends.  The rod layers should be separated by spacers placed directly above the rack or sill.  The spacers should be thick enough to prevent the rods from contacting those in adjacent layers.  Unpackaged rods should be stored carefully with ends flush.  Staggered ends are not recommended due to the danger of nicks which may occur back of the upset due to thread protectors and wrench flats on adjacent rods.
4) Pony rods will require the same strict handling practices as sucker rods.

5) When extra rods or pony rods are returned to storage the following steps need to occur at the wellsite: (a) Couplings should be removed, cleaned if necessary, and returned to the boxes in which they came.  (b) Threads should be cleaned, inhibited if necessary, and covered with clean, undamaged thread protectors.  This will fall under the responsibility of the rig pusher to make sure these steps are followed.

Field Distribution and Handling
1) When rods are taken from storage and loaded on trucks for field distribution, the same precautions should be observed in loading, transporting, and unloading as recommended herein for placing new rods in storage.

2) When rods are unloaded at the well, they should no be placed on the ground.  They should be placed on 4x4 wooden blocks.  This is to ensure that the bottom rod layer is not damaged by unleveled ground, bull rock, etc.  They should be located in such position that they will not be run over nor where any equipment of tools may be set or dropped on them.  Particular care should be taken to ensure that they are not walked on or used as a workbench.

Running and Pulling Rods

1) All thread protectors should be spun off with pneumatic ratchet or by hand.  They should never be knocked off.

2) After removal of the thread protectors, the rod pin thread and face, and the coupling thread and face, should be thoroughly cleaned by brushing and flushing if necessary then inspected for damage.  If rods are being rerun, the threads and faces should also be inspected for damage.  Corrosion pitting on pin and coupling surfaces will cause corrosion fatigue failures and accelerate mechanical stress fatigue failures.  Couplings or rods with damaged or worn threads or faces, or corroded areas, should be discarded.  Any nick, deformation, or foreign material on the shoulder, coupling faces, or either thread may cause premature failure.  Because sucker rod threads are rolled and not cut, once the threads are damaged, the threads cannot be reconditioned and the rod should be discarded.  The pins should always be re-lubricated after cleaning and inspection.
3) Single rods should be tailed into the mast.  Special care should be taken to ensure that they do not touch the ground, other rods, or any part of the mast.  Rods which are hanging in the derrick should never be tied back with chains.  Instead, use a nylon strap or rope.  Handling conditions where any other metal contacts a rod should be corrected.  When running rods the bell nipple must be level in order to prevent kinking the rods below the upset.

4) For maximum efficiency and to minimize the risk of damage to the rods, it is mandatory that suitable hangers be provided in the mast.

5) Elevators should never be thrown on a rod for any reason.  Elevator tables allow the elevator to slide rather than be thrown on a rod.  A worn or damaged elevator throat will cause the rod seat to tilt, causing a bending moment below the upset and subsequent cracking.  Elevator tables, rod elevators, hooks, wrenches and other tools should be suitable for the job and in good condition.  They should be inspected regularly for wear and other damage, and should be repaired or replaced when their continued use might result in damage to the rods.  Special attention should be given to elevators and hooks to ensure that they are maintained and cleaned to avoid dropping the rod string.  Elevators should be checked before, during, and after each rod job.  The operator should keep rigs in good repair and operate the rig in a smooth manner to avoid bumping and jerking motions which are damaging to rods.

6) In order to avoid cross threading, care should be taken that servicing equipment is so positioned that the rods, when hanging free in the rod elevators, are centered directly over the well.  When stabbing the rod pin into the coupling, the rod should hang straight (without slack_ so as to avoid cross threading.  Careful cleaning and lubrication of the threads before makeup, not allowing the first threads to hit the other during stabbing, and spinning up to shoulder with a hand wrench will help prevent this damage.
7) For best uniform makeup results, the use of hydraulic power rod wrenches will be required.  A hand wrench should always be used to spin the joint to the hand-tight position as a hand wrench will indicate or feel any thread damage or foreign matter in the threads.

8) The API sucker rod joint is designed as a shouldered, friction-loaded connection.  If the proper amount of pin prestress and the resulting compressive friction load between the pin shoulder face and the coupling shoulder face is reached at makeup and maintained during the pumping cycle, the joint will not fail.  To obtain satisfactory results in makeup of sucker rod joints, the joint must be clean, undamaged, well lubricated (with a 50/50 mixture of Tret-O-Lite CRO-193F or comparable oil soluble corrosion inhibitor and 30 wt. oil) and have a free-running fit to shoulder contact if applied circumferential displacement is to sufficiently preload the joint to prevent shoulder face separation during pumping.  The lubricant used on the pins should not be poured into the couplings.  Instead it should be brushed in.

9) During makeup, the joint should be observed to determine that the coupling face makes proper contact with the shoulder face.  When proper contact is not made, the joint should be broken, cleaned, inspected, and relubricated.  Make up will be followed according to API specifications according to rod size and grade with appropriate make up card.

10)  On breaking out connections, particularly with hand wrenches, the joint should never be hammered, and the proper coupling and rod wrenches, with the assist of cheater bars, should be used if a joint is unbreakable by ordinary procedure.  The practice of hitting couplings with wrenches, hammers or any other tools will not be allowed.  

11) Any hammered or over-torqued couplings should be discarded since hammering and over-torquing damages the coupling, faces, threads, and may strip the pin threads.

12) Whenever rods are pulled, they should be carefully inspected for damage before being rerun.  While pulling rods out of hole each joint should be inspected for proper make-up and tightness.  A rod showing surface damage should always be replaced and never run into the hole.  If the rods are to be laid down, the same care should be exercised in handling and storing the pulled rods as herein recommended for new rods. 
13)  When rods are stored on location for reuse, (such as for a frac or redrill) the threads should be cleaned, lubricated, (with a 50/50 mixture of Tret-O-Lite CRO-193F or comparable oil soluble corrosion inhibitor and 30 wt. oil) and covered with clean, undamaged thread protectors.  Thread protectors will need to be put on the pin end as well as in the coupling.  When prepping a well for a frac or redrill the rig pusher should always ask the foreman if the rods are to be inspected or put in storage prior to laying the string down.  The reason for this is to be able to have thread protectors on location and be able to apply these to avoid damage before the string is laid down.  The rods will fall under the same handling criteria as new rods.
14) Include several pony rods, of various lengths, at the top of the rod string.  The pony rod overall length should be three times the stroke length.  To change the wear pattern, every time the well is serviced, move a stroke length of pony rods from the string’s top to the bottom but above the guided rods.  After moving all of the pony rods to the bottom, reverse the procedure by moving the pony rods back to the top of the string.  When tubing is pulled also, to change the wear pattern, move two joints of tubing from the bottom to the top.

15) When connecting polished rod to sucker rod or pony rod be certain a polished rod coupling is used.

16) Whenever a well is pulled the corrosion inhibitor should be reapplied to restore the destroyed film.  Therefore, 10 gallons of corrosion inhibitor should be placed into the tubing prior to running the pump and rods.  The well should then be circulated overnight before being put back into production.

17) Whenever corrosion is evident in a rod or tubing string, the chemical group should be notified so corrective steps can be taken to eliminate the problem.

Record Keeping
1) Good records are critical to failure analysis.  Failed equipment should not be automatically replaced in kind.  Always talk to the foreman, rig supervisor, and or pumper to analyze the failure to determine the cause.  Keep good records; memories are short.

Guidelines for delivery, transportation, storage, and handling of tubulars

Transportation

1) Do not overload trucks.

2) Load pipe with all couplings on the same end of truck.

3) Standards should be of sufficient height to catch pipe if load shifts accidentally.

4) Pipe should be strapped in at least three places.  Once at each and once in the center.  For pipe that is stripped, the straps should be no further than 6” away from the stripping to avoid bending the pipe.

5) When hauling pipe for long distances, especially on pyramided loads, check pipe periodically for load settling and retighten straps as necessary.

Handling

1) When loading and unloading pipe with forklift carry only the number of joints that can be safely and fully controlled.  Do not overload forklift.

2) Never allow anyone o ride on or walk under a load of tubing being carried by the forklift for any reason.

3) Avoid rough handling which might ding or dent the body of the pipe.  Out-of-roundness will reduce collapse strength and cause no=drifts.

4) Do not unload pipe by dropping.

5) Before loading or unloading, make sure all thread protectors are tightly in place.

Storage

1) Do not pile pipe directly on the ground.  The first tier of pipe should be no less than 18” from the ground to keep moisture and dirt away from pipe.

2) Pipe should rest on supports (racks) properly spaced to prevent bending of the pipe or damage to the threads.  The stringers should lie in the same plane and be level, and should be supported by stable ground adequate to carry the full stack load without settling.

3) Provide wooden strips as separators between successive layers of pipe so that no weight rests on the couplings.  Use at least three spacing strips.

4) Place spacing strips at right angles to pipe and directly above the lower strips and supports to prevent bending of the pipe.

5) Stagger adjoining lengths of pipe in the tiers approximately the length of the coupling.

6) Block pipe by nailing chocks at both ends of the spacing strips.

7) Pipe in storage should be inspected periodically to ensure that all thread protectors are in place.  Also, racks in which tubing is resting needs to be checked occasionally to be certain no settling is taking place.

Running Pipe
1) Tubing should be handled at all times on racks or on wooden surfaces free from rocks, sand, or dirt.

2) Before running in the hole all tubing should be drifted with an API drift mandrel to insure passage of pumps swabs, standing valves, etc.

3) Elevators should be in good repair and should have links of equal length.

4) Slip type elevators are recommended when running special clearance couplings, especially those beveled on the lower end.

5) Elevators should be examined to note if latch fitting is complete.

6) Spider slips which will not crush e tubing should be used.  Slips should be examined before and during use to see that they are working together and in proper working condition.

NOTE:  Slip and tong marks are injurious.  Every possible effort should be mad to keep such damage at a minimum by using proper up-to-date equipment.  Also, when running tubing, the tubing should be gently lowered into the slips to prevent crushing.

7) Tubing tongs which will not crush the tubing should be used on the body o the tubing and should fit properly to avoid unnecessary cutting of the pipe wall.  Tong dies should fit properly and conform to the curvature of the tubing.  The use of pipe wrenches is not recommended.  Tong heads and pins should be inspected prior to and during each job to insure proper working order and replace when worn.

8) Immediately before running, remove protectors from both field end and coupling end and clean threads thoroughly.

9) Carefully inspect the threads.  Those found damaged, even slightly, should be laid aside.

10) The length of each piece of tubing shall be measured prior to running.  A steel tape calibrated in decimal feet to the nearest 0.01 ft. should be used.  The measurement should be made from the outermost face of the coupling r box to the position on the externally threaded end where he coupling or the box stops when the joint is made up powertight.  The total of the individual lengths so measured will represent the unloaded length of the tubing string.

11) Check each coupling for makeup.  If the standoff is abnormally great check the coupling for tightness.  Loose couplings should be removed, the threads thoroughly cleaned, fresh compound applied over the entire thread surfaces, then the coupling replaced and tightened before pulling the tubing into the derrick.
12) Before stabbing, apply thread compound to the entire internally and externally threaded areas.  The thread compound used should be API modified-High Pressure-No Lead.

13) Connectors used as tensile and lifting members should have their thread capacity carefully checked to assure that the connector can safely support the load.

14) Care should be taken when making up pup joints and connectors to assure that the mating threads are of the same size and type.
15) All hydro-testing will be done below slips.  This is mandatory.  If it becomes necessary to test above slips all personnel should be evacuated from the rig floor while pressure is being applied to the pipe.  After pressure has been relieved work may resume on the rig floor.

Stabbing, Making Up, and Lowering
1) Apply thread compound over entire surface of threads just before stabbing.  The brush or utensil used in applying thread compound should be kept free of foreign matter and the compound should never be thinned.

2) In stabbing, lower tubing carefully to avoid injuring threads.  Stab vertically, preferably with assistance of man on stabbing board.  After stabbing, start screwing by hand or apply power tongs slowly.  Care should be exercised, especially when running doubles or triples, to prevent bowing and resulting errors in alignment when the tubing is allowed to rest too heavily on he coupling threads.  Intermediate supports may be placed in the derrick to limit bowing of tubing.

3) Joint life of tubing under repeated field make-up is inversely proportional to the field make-up torque applied.  Therefore, in wells where leak resistance is not a great factor, minimum field make-up torque values should be used to prolong joint life.  The use of power tongs for making up tubing made desirable the establishment of recommended torque values for each size, weight, and grade of tubing.  A torque gauge, calibrated every three months, that reads directly in units of ft.-lbs. should be used for make-up.  The power tong manufacturers equip tongs from the factory with these gauges to read in ft.-lbs. and psi. (If a ft.-lbs. gauge is not available a conversion sheet should be kept on the rig at all times and everyone involved in the tubular make-up should be familiar with the recommended torque.)  When running premium thread pipe a line pull torque gauge should be used. 

4) Spider slips and elevators should be cleaned and checked frequently and slips should be kept sharp.

5) Finding bottom should be accomplished with extreme caution.  Do no set tubing down heavily.

Pulling Tubing
1) Break-out tongs should be positioned close to the coupling.  Hammering the coupling to break the joint is an injurious practice.  When tapping is required, use the flat face, never the peen face of the hammer, and tap lightly at the middle and completely around the coupling, never near the end or on opposite sides only.  Whenever tapping is required the coupling should always be checked for damage and replaced if necessary.  The threads on both joints of tubing should be checked carefully to be sure there are no flat threads or out of round pipe.  When a new coupling is required it should start easily and make up with normal torque.  If there is a problem thread do not torque up coupling.  The problem joint should be laid down and replaced.

2) Great care should be exercised to disengage all of the thread before lifting the tubing out of the coupling.  Do not jump tubing out of the coupling.

3) When tubing is pulled into the derrick, care should be taken that the tubing is not bent, or couplings bumped.  Tubing stacked in the derrick should be set on a firm wooden platform, properly paced, as to avoid having to beat the pipe into position.

4) Protect threads from dirt or injury when the tubing is out of the hole.

5) Tubing set back in the derrick should be properly supported to prevent undue bending.

6) Before leaving location, always firmly tie a set-back of tubing in place.

7) Make sure threads are undamaged, clean and well coated with compound before re-running.

8) Distribute joint and tubing wear by moving a length from the top of the string to the bottom whenever necessary.  This will be left up to the discretion of each foreman so the rig pusher will need to get with the foreman.

9) In order to avoid leaks, all joints should be re-tightened occasionally.

10) When tubing is stuck, the best practice is to use a calibrated weight indicator.  Do not be misled by the stretching of the tubing string into the assumption that the tubing is free.

11) After a hard pull to loosen a stuck string of tubing, all joints pulled on should be retightened.

12) Before tubing is stored or re-used, pipe and threads should be inspected and defective joints marked.

Record Keeping

1) Good records are critical to failure analysis.  Failed equipment should not be automatically replaced in kind.  Always talk to the foreman, rig supervisor, and or pumper to analyze the failure to determine the cause.  Keep good records; memories are short.

Guidelines for delivery, transportation, storage, and handling of internally plastic coated tubulars

General

1) IPC tubular goods should be handled in a manner to prevent damage to the coating, metal, and threads.

2) User-approved closed-end, plastic, or steel reinforced plastic (composite) thread protectors should be installed by the applicator on IPC material and should remain in place during all phases of handling, storage, and transportation.

3) Clamps, hooks, bars, rods, chains, or any other foreign objects should not be placed inside IPC material.

4) Drifts of “rabbits” should be made of rubber, Teflon, or plastic and should be maintained free of debris that would damage the coating during drifting.  Special clearance drifts may be necessary to allow for coating thicknesses.

5) IPC material should not be subjected to excessive bending, deflection, or impact that could result in permanent steel deformation or coating damage.

Yard Storage

1) IPC material should be racked for storage in a manner to prevent excessive flexing or bending and to prevent damage during loading and unloading.  IPC tubular goods should not be pyramid stacked (cradled) for storage.

2) Three evenly spaced pipe racks should be used to support tubular goods.  The racks should maintain the pipe a minimum of 18” above ground level.

3) The pipe racks should be placed on stabilized soil that will not settle.  Pipe racks should be checked periodically for settling.  Also, pipe racks should not be overloaded.

4) Hardwood stripping should be used between pipe layers.  Stripping should be aligned vertically on above the other and directly over the pipe racks.  Chocks should be installed at each end of the hardwood stripping.

5) Pipe should be racked with all couplings or tool joints at one end.  Adjoining lengths of pipe should be staggered approximately the length of the coupling or tool joint.

6) IPC accessories should be stored on wood pallets or other suitable storage areas that will prevent the accessories from being in direct contact with the ground.

Transportation

1) IPC tubular goods should be transported on flatbed trailers.  Pole trailers should not be used.

2) A minimum of three hardwood strips should be used on the truck bed and between layers and this stripping should be aligned vertically one on top of the other.

3) IPC material should be racked for transport in a manner to prevent excessive flexing or bending and to prevent damage during loading and unloading.  IPC tubular goods should not be pyramid stacked (cradled) for transport.

4) IPC material should be loaded and unloaded in a manner to prevent damage to the coating.  Each joint should be firmly supported and gently lifted.

5) The forks of the forklifts should have sufficient spread to prevent excessive bending or flexing of tubular goods.

6) Tubing should not be hoisted from a single point.  Spreader bars should be used when loading or unloading with cranes.  Nonmetallic slings should be used to lift IPC material.
7) Nonmetallic tiedowns should be used.  The tiedowns should be aligned vertically within 6” of the stripping.

8) Tubular goods should be loaded with all couplings or tool joints facing the same direction.

9) IPC accessories should be transported on flatbed trailers and secured with nonmetallic tiedowns.

10) For tubular goods, additional tiedowns should not be added without additional stripping.

11) IPC tubular goods or accessories should not be bent or bowed with the use of tiedowns.  Tiedowns should not be tightened in such a manner that coating damage or steel deformation will result.

Well Site Storage

1) IPC tubular goods should be stored on properly loaded flatbed trailers, wooden sills, or steel pipe racks at the well location.

2) Proper pipe chocks should be used on both sides of the bottom tier to prevent rolling.

3) Equipment should not be stacked on top of racked IPC tubular goods.  Racked tubing should not b used as a workbench.
4) Tubular goods should be racked with the couplings or tool joints facing toward the well.

5) IPC accessories should be stored at the job location on wooden pallets or other suitable means that prevent the accessories from being in direct contact with the ground.

Tubular Goods Installation

1) IPC tubing at the well should be visually inspected by the installer or user prior to running.  Joints exhibiting coating, metal, or thread damage should be rejected.

2) Elevators, slips, and tongs (including backups) designed with large contact surface areas (wrap-around, 360 degrees) should be used uniformly.  The equipment should be in good condition and should be the proper size to grip the tubing.  Elevators, slips, and tongs should be inspected by the user prior to and during running or pulling each string of IPC tubing.  Equipment showing excessive wear or sharp contact surfaces should be repaired or replaced.

3) The tubing should be picked up carefully by the rig with a person tailing it into the rig.  This means someone needs to be at the rig floor to keep the tubing from being damaged by colliding with the floor.

4) After the pipe is tallied, prior to running, pin protectors must be reinstalled in order to prevent damage to the threads or coating while the pipe is being dragged off the racks.  Once the pipe is in the vertical position, just prior to stabbing, the thread protector may then be removed.  An exposed pin should never be allowed to make contact with the ground or rig floor.  If the tubing is being pulled, thread protectors should be installed immediately after breaking each stand or joint.

5) Threads should be cleaned and lubricated in a manner that does not damage the coating.  Each connection should again be visually inspected and damaged joints rejected.  API modified-high pressure-no lead thread compound should be applied to all exposed threads on IPC material unless an alternate thread compound is specified by the user.

6) A properly sized rubber or plastic stabbing guide should be used to stab each connection.  The tubing should be lowered into the stabbing guide slowly, in a manner to prevent coating or thread damage.

7) It is essential for proper make-up that pipe be hand tightened first, then made up to full torque.  This will ensure that threads do not gall.  Once the pipe is made up hand tight, tongs may be run in high gear until the last thread is buried.  Should any threads remain after high gear make up, make up remainder in low gear.  There can be as much as ½ thread showing but no more.  API recommended make-up torque should be monitored to ensure that the pipe is not being over-torqued.  A torque gauge, calibrated every three months, that reads directly in units of ft.-lbs.  should be used for monitoring.  The power tong manufacturers equip tongs from the factory with the gauges to read in ft.-lbs. and psi.  (If a ft.-lbs. gauge is not available a conversion sheet should be kept on the rig at all times and everyone involved in the tubular make-up should be familiar with the recommended torque.)  When running premium thread pipe a line pull torque gauge should be used.
8) The backup tongs should be used during make-up.  Slips should not be used for backup during make-up.

9) Pipe wrenches should not be used for tubing make-up.

10) Travel of the IPC string should be stopped completely prior to setting the slips then the string should be lowered gently into the slips.

Accessory Installation

1) IPC accessories at the well should be visually inspected by the installer or user prior to installation.  Any items showing coating, metal, or thread damage should be rejected.

2) Thread-end protectors should remain in place until immediately prior to make-up of the connection.

3) Make-up of connections should be achieved using equipment and procedures that do not cause coating damage.  Pipe wrenches should not be used for connection make-up.

4) With treaded connections, large contact surface area tongs, wrenches and back-ups should be used.  Threads should be cleaned and lubricated in a manner that does not damage the coating.  API modified-high pressure-no lead thread compound should be used unless an alternate thread compound is specified by the user.  Make-up of the connections should be started by hand.

Operation

1) IPC tubing should not be installed until all wireline work, perforating, cementing, etc., has been completed through work strings.  Whenever a workover requires fishing, squeezing, drilling, or caustic or acid treatments, the IPC tubing should be pulled and a workstring used if at all possible.

2) Caustic and acid are damaging to internal coatings depending upon contact time and temperature.  If caustic or acid treatments in IPC tubing are unavoidable, the treatments should be conducted at the lowest caustic or acid concentrations possible and contact time with the coating should be minimized.  Wells equipped with IPC tubing should not be shut in with stimulation acid or caustic solution in the tubing.
3) Coating manufacturers and or applicators should be consulted for information concerning coating chemical resistance.  Records should be maintained in the well file of all chemical treatments through IPC tubular goods and accessories.

4) Wireline operations are potentially damaging to internal coating and should not be conducted routinely through IPC tubing.  If wireline work through IPC tubing is unavoidable, these special procedures should be followed to minimize damage to the coating:

a. Wireline operators should be informed by the user that IPC tubing is in the well.

b. Tools, sinker bars, and rope sockets should be streamlined and have padded contours.  Angular or sharp tools should not be used.

c. Only single strand, no-braided lines should be used.  It should not contain any splices or burrs.  Coated wirelines should be considered.
d. All wireline work through IPC tubing should be performed at speeds less than 100ft per minute.

e. During wireline operations, a stiff line should be maintained with weight on the indicator at all times.  The tool should never be allowed to free fall.

f. Special protection, such as elastomeric shrink sleeves and plastic coating, should be provided for fishing necks, pressure bombs, temperature tools, etc.  sufficient stand off pieces should be provided in the tool string.

g. Knuckle joints, knuckle jars, tubing end locators, wireline grabs, explosive jars, paraffin cutters, or scrapers should not be used.

h. Swaging tools rather than gauge tools should be used.

i. If swabbing is performed, it should be conducted as slowly as possible since most swabbing is done with braided line.  Swabs should be of a flexible type (not wire reinforced).  Double cups and or double mandrels should be used.

j. If caliper surveys should be run, the feelers must be designed such that they will not cut, mill, or damage the coating.

5) Coil tubing workovers should not be conducted in IPC tubing strings.  If coil tubing workovers must be performed, plastic or aluminum centralizers should be used and the coil tubing should be slowly and carefully manipulated.  Note: Aluminum should not be used with acid or caustic.

6) When hydrotesting IPC tubing, testing company personnel should be informed by the user that IPC tubing is in the well.  Special hydrotest tools with rubber encapsulated parts should be used.  

7) In gas service, a maximum depressurization rate of 2000 psi per hour should be used for IPC tubing and accessories.

8) Wells equipped with IPC tubing should be identified in the well files, workover procedure sheets, and on the wellhead with a sign, tag or color code.  The use of IPC accessories should be identified in the well files.  Records should include coating type and installation date.

Record Keeping

1)  Good records are critical to failure analysis.  Failed equipment should not be automatically replaced in kind.  Always talk to the foreman and pumper to analyze the failure to determine the cause.  Keep good records; memories are short.
