\ WELDING PROCEDURE SPECIFICATION(WPS) | WPS No.
A AI S QP-SPC-R-010-2, ES-L-30.2 & BS 4515-1 AAIS-WPS-PL-4
: Iﬂ ; All Asset Integrity Systems
Company Name: CONTRACT No. Page.l
J AMC-PQR-0S3 REV..0 & Weiding process(es) : SMaw
SRS TR W AMC-PQR-084 REV.4 Twes MANUAL
JOINTS B - BASE MATERIAL
Joirt design: ) " SIDEA Spec Atype  APY SL X80 / X85 (PIPE) TO APY 5L X60 / X65 (PIPE)
. i L PNoi1 (GeMo2 TO PNoi GrNo2
Roctspaong: 3 ¢ Imm Source of Steet: V & M GERMANY Supply Conditon hOTFNSH:wE SSUNE
Backing  Yes for SMAW
Sattm! 24 mpwe
Groows Singla v 2 ra—mu Thicknesaimm): Dismoter (mmy.
Fidet: NA Groowe 12.6 mm 1 25.0 mm 1143 mm < 00 £ 3238 mm
Backing M Filet Jont: ALL
Vatasc Non Metalic Non fusing Othars DEPOSITED METAL
NA NA N Na
Retsiners: NA Groowm (MAX): SMAW max. 16.00 mm
Praparation Method Repair Arsa sxcaveed by gindng wak! parsaly ( partial Fillt (MAX) ALL
Thickness) . MP| carried out on axcivated area. Repar arca shall be
min. 90°C before welding Overlay thickness quaified mm (mink NiA
FILLER METALS Roct Fing POSITION QUALIFIED
Proceas GTAW SMAW Groowe posison ALl
ot e WA COVERED ELECTRODE | Waid progrees UPHILL
Sunther NA__ ESAB QK 43.08 It posstion: ALl
Sae mm @ WA 2.5,3.2 &4 Ormm PREHEAT
SFA No.: NA A5 5 Prehest Temp. "C{Wn) 80°C
AWS No: NA ET016-G PROPANE / LPG TORCH
F No. A “ Method MANUAL
A No WA 1 Temp *C-(Max) 180°C
Flux trade name: NA Supgpiier N
Electrode Sux comp - A Supplementary fier NA
Parice sice A Powder fler © A
Others NA Addticn of cold Sher NA Temp: Maasurement by Digital Termometer and temp. Indicating
Neutral, Active o Aoy ux A crayons
HEAT TREATMENTS TECHNIQUE
Tyos NA Suing & woave beod Waang(Fa & cap)
Temp. *C: NA Onfice of gas cup siza: NA
HR, "CH: NA Initial interpass cheaning: Power Brush / Grnding / Chipping
CR, TH: NA Method of Backgougng: NiA
Sasking Time NA Cuctistion: NA
Cortaet lubs 1o werk Sstance: NA
GAS Nurrber of Weidens One
Gases % Compostton Flow rate Mudtpass o Singh Mubipass
Stisding A A A Single or Muliple slectrode’ Single
Backing: A N/A NA Electrode specing NA
Trabiog % NiA NA Welding metod: Manual
ELECTRICAL CHARACTERISTICS Ciosed 1o out chambe: NiA
Cument: DG POLARITY :  See below tabie Magnetic control devics: NA
Pusing  N/A Overtap: 16 mm fo 3 mm max.
Amgs rrge.  Spe below fehle  Volsmnge:  Sas balow 8bie Peonng: NA
Meosal transfer mode for GMAVY: NA Others: time japse b Q passas 34
Finctman wim spasd rngs & muutes
WELDING SEQUENCE
Filler metal . Current Travel Heat Input
m‘““" m“’"’"". Process | AwsS Dia Type & Amps Voit Range Speed Kamm Remerks
on Class mm Polarity Range mm/imin (Max.)
Filing | UpHW |SMAW ET018-G 25 DCEP 83. 145 21-28 85-170 1029
Filing | UpHW |SMAW E7016-G 32 DCEP 108 151 21-28 85-170 1029
Caping | UpHW |SMaw E7018-G 25 OCEP 81134 21-28 100-210 0915
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