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No. | Type of Weld Material thickness (mm) Welding Position Sketch
1 Bead on plate 1<t<3mm PA/PF/PC
Butt Weld - single V
2 Full TIG 3<t<10mm PA
Butt Weld - single V
3 Eull TIG 3<t<10mm PC
Butt Weld - single V
4 Eull TIG 3<t<10mm PF
Butt Weld - single V
5 Full TIG 3<t<10mm PE &
Single bevel butt weld
6 T-joint 3<t<10mm PB
only Root Pass
7 Fillet Weld , Tube to t>3mm PR ‘[T"
plate D>40mm éf E
3 Fillet Weld , Tube to t>3mm PH '
plate D>40mm ]
9 Butt Weld - single V t>5mm PC
Full TIG 40<D<80
Butt Weld - single V t>5mm
10 Full TIG 40<D<80 PH
Butt Weld - single V t>5mm
1 Full TIG 40<D<80 HL-045




Welding Procedure
. oo . pPWPS:
Specification (WPS) WPQR(15614):
Accordance to 1SO 15609-1 (Arc Welding)
Name of Component Manufacturer: WPS No : Supporting POQR No :
Identity of the object tested : Weld CJPO PJP O [ Manual O Machine O Semi-Automatic 0 Automatic I
Material Group (1SO 15608): Type of Joint (ISO 17659):
Workpiece 1-Std Code: Workpiece 2 -Std Code: Welding Position (1SO 6947) :
Material thickness (mm) : Joint Preparation method (cleaning ,degreasing ,including to be used; Jigging ,
Pipes size accordance ANSI B36.10 : Grinding fixtures & tack welding)  acc. to 1S09692
Joint Design (Sketch) Illustration & Welding Sequences Technique
1.Gap (Root opening): Symbolic representation on 1. Stringer : [
2.Root Face: Design acc. to 1SO 2553 2. Weave O
3.Bevel Angel: 3
4.Theoretical Throat 4
al: '
5.Theoretical Throat 5.
az: 6.
6.51: 7.
752 g Type of Tack weld
) process(1S04063):
Wire brushing of interpass CyesCIno Will be delete O
Will not be delete O

Welding Details

Pass

No Process Identity of Filler Filler Size current Preheat & Inter-pass

Travel Speed (Cm/min)

Details & Setting process(1SO4063): 141

Brand & Code of Filler:

Pre-gas flow time(s) :

Post-gas flow time(s) :

Start current (%o):

Upslope time(s):

Downslope time(s) :

Final current (%o):

Type of Gas nozzle/ Size:

Tip angle of tungsten electrode(DC current):

HF arc start duration(s):

HF arc start frequency(Hz):

HF arc start current DC(A):

LIFT start current DC(A):

Type & percent composition & Gas flow rate:
Shielding:
Backing:
Trailing gas:

Tungsten Electrode code/size(1SO 6848 or AWS A5.12):

Type of ceramic gas nozzle:

Collet body or Gas lens body:

Torch angle:

Backhand/Forehand:

Other information:

Name Date:

This WPS is suitable for repair. OKL Not OK. [

Signature:
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