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Welding Procedure Specification (WPS) Shuet 1 od 2
Code: AWS DL
Company Name: Identification #:
Address: GMAW.DEMO
|ls WPS Prequalified?

Yeu

Welding Process: Process Type: Position: Supporting PQR No.(s):
GMAW Semi- Automatie Flat Provuatified

Base Metal Part 1 (Material Spec., type or grade): [Base Metal Part 11 (Material Spec., type or grade):

Girvup | and 11 of Tahle 31-AWS DI

Giroup | and 1§ of Table L1-AWS DI

Thickness*/Pipe Diameter:

Cirssave wr Fillet Hange:

U Proquatifed, quaslified ramnge ss showu in Sketch

T mam (14 i)

|Filler Metals:
AWS Classification®/AWS Specification:

* Electrsdo-Flux Class. (SAW)

K70C-6M 14
ALn

Joint Detaile/Sketch:
60" S8 /6N | Tabie 34 ot AWS D1.1
( 7 60°
T S |Emin
i - in | in | in
<, : [; * t T T=1 2 %
| RE Rzz:imm (i) Tel |= 5
: G=0 2| 16
| G. 1 e TSy |2 HE
o T26mm(5in) =
S T<1-3 g )
Ts2-i[< | 3
BC-P2-GF : ]
Jolnt Design Used (Design information for Prequalified WPS as shown in Sketchj:
Bused {Mpeming Li: o (in) Rowl Vace RF 1 >t s (1/8 in. ) Urosve Angle: 80 Radises LU wla
Weld Tyvpe: Joint Type:
Partial Juint Penetration (roave Wehl Butt Joint  Corner Juint
Backing Option: Backing Material: Back Gouging Method:
Weldesd nll_t_n!! hil‘ n'a wa
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FORM QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATIONS (WPS)
(See QW-200.1, Section IX, ASME Boiler and Pressure Vossel Code)

Organization Name
Welding Procedure Specification No

Weilding Process(es)

By

Date Supporting POR No.(s)

Revision No. Date

Typeis)

Anrman. Mo~ Matee o T Ame—om

JOINTS (QW-402)

Joint Design

Oetails

Root Spacing

Backing: Yes No

Backing Material (Type)

e I R

0 Metal 0 Nonfusing Metal
O Nonmetatiic O Other

Shketches, Production Drawings, Weld Symbols, or Written Description
should thow the general arrangement of the parts to be welded Where
epplicable. the detalls of weld groove may be specified

Sketches may be attached 10 [llustrate joint design, weld layers, and bead
sequence (e.g. for notch toughness procedures. for multiple process

procedures, ete.))

*BASE METALS (QwW-203)
FNo Group No

10 P-No Group No.

OR

Specification and type/grade or UNS Number
10 Specification and type/grade or UNS Number
OR

Chem, Analysis and Mech, Prop

10 Chem. Analysis and Mech. Prop.
Thickness Renge:

Fillet

Base Metal Groove
Maximum Pass Thickness = '/ in. (13 mm)

(Yes)

—_— (No}

Other

ASME 5)l35liwl 9 iadw pls p)8 digas
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Preliminary WELDING PROCEDURE SPECIFICATION

(ISO 15509-1; BS EN ISO 15614-1 - 2017 Edition, Level 2)

__ www.namatek.com

1. WPS No.: 7. Method of preparation and cleaning:
2 WPQR No.. 8. Paront material designation:
3. Manulacturer: 9. Malerial thickness (mm):
4, Mode of metal transfer: 10. Outside diameter (mm):
5, Joint type and weld type: 11. Wolding position:
6. Weid proparation details: 12. Other:
JOINT DESIGN WELDING SEQUENCES
Root gap:
Root taco:
Groove prepamation:
Angle bavel:
WELDING DETAILS
Filler metal
Weldin, Current & Ampera Travel d Heat input
Ll wocug Class. [:1 polarity ungo” Voliage range [mmlm:n.n] [I(Jm:‘]' Oler
Roat k=?
Hot
Fill
Cap
13. Fller metal designation and make: 23. Heating and cooling rate:
24. Woaving:
14. Any specal baking and drying: 25. Osclation
15. Designation gas / flwc « Amplitude:
- Shielding: - Froquoncy:
- Backing: - Method:
16. Gas llow rate: 26. Pulse welding detalls:
- Shialding: 27. Distance contact tube/work pipe:
- Backing: 28: Plasma welkding details:
17. Tunguten electtode typo/size: 29, Touch anglo:
18. Detail of back gougingacking: 30. Other nformation:
18. Preboat tempemture: .
20. Intor-pass temperaturo:
21. Pra-heat maintenance temparature:
22 PWHT and/or ageng:
- Tene:
- Tempetature:
- Method:
WELDING ENGINEER QA/QC MANAGER THIRD PARTY CLIENT
Page | 1

1SO 15614 3)lailiml oy d5gei



WELONG OF Pwusts and ROATED Fasemus

PROCEDURE SPECIFICATION NO.
For Weidng of Pipe and f0unge
Process
Mzenst
Poe outsioo darmeter and wal ickness
Jort Gesign
Filor metal and no. of o
Boctrcad or flame Charactonsscs
Poation
Ovection of welding
No of welders
Tiro lapsa betweon Dasses
Tyoe a3 removal of Ineup clarg
Ceaneng andr grindrg
Proroalstess 1ote!
Sheidrg gas and fow mate
Shetong fun
Spood of vavel Pasma gas fow rato
Pasma pss composton
Pasma gas orfice see
Suotchas and Laduatons atached
Testad Welder
Approved Weiding supervsor
23cct0c Crvet engineer
| Yo" (1.6 mm)
< "! _I-w'—'r-p:—u-q
&\
i
I
Wv-’(u-’—.“‘- LW.W(IJ-\'.MM
Swuncard V-Bevel Bunt Joint
Approssmately "
i— R mm)
‘ K
A
Sequenco of Boads
Note Drvensons are for ezample only.
ELECTRODE SIZE AND NUMBER OF BEADS
Secioce Anperage
Size and ang
Beed Numbder Type Vokage Potarsty Speed
— —————

www.namatek.com
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(Company Name) S is o #4-1
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(Revision) (5iu;L o,ladis 5-4#

)9l b cule 4y cawl (oo WPS palail g ¢yiing jI jus Vgaseo
6)S35L @ 5L a5 39 slool WPS )3 (3uss )55 oV b g 659y

b Ginhel il o)law (5w jLHL YO I Gy LAWBL ALl ddxe

(Revision Date) (5L &,G #4-6
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)59z (gly odlaiwl 3y90 gl IS 8-4#
(Welding Processes)
2L dpo ol )3 31 5l JLasl &S (2 (Shg sy 19l Ay

b 318 Cuolius g Gugz Jlall 65l () Sibgs tagm g Candgo
Mg (5w, (Base Metal)
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» (Joint Design) ivg> Juail )b 10-4#
() B> Joslljgians (52943

Al (50 (5)1 92 (sl ©lakd (518)5 )18 092 JLasl )b I jgkis
2iSae ahas\s |y Juasl 24b Lol Jao 5 gl ob

(Lap Joint) e (59, Juasl .1
(T Joint) (gyuw Jlasl .2

(But Joint) yw 4 yuw Juasl .3
(Edge Joint) (gl aJ Juasl .4
(Corner Joint) (gl aigS JLasil .5

Backing (y395 b 599 Ll>

(092 Plde Jij) pac Jile alixe Y5 4 9 )b kalyi 4 W
b (18 daws 3iile (salizxe dlgo jl ... g Hg> (b S| jl (g,Sol>
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(base metal) &b wljld Guis baslysd 11-4#

9 9 39 )55 2L (5)Bubg> Jasll)giuns > oS (Wlllao (yyiage jl 2
A (50 (6)Bibg> )90 38 (alands LT

35335 o 86 Jubs @ (5)Kbg> b Ol Guis O] Cusol
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AL (50 (5) g2 (Sl ST g 39,51 ol (g g2

dg) b Cuolius gl jhs 639320 ((SBlSe yols 9 FLIT waus)s)
Al H135)506 (6)BLbgs b Wlild ol s ...g

(Filler Metal) U 39,iSJl 631iSys wljld 12-44
294 o3liwl 634iSyy (ylgic 4y dawlg 318 51 2L 38 95 JLasl gl

03 (32933 6345 3 36 LD (gl (J9lazs walize gl 3)lasliwl >
Gl 6301 Jglazs (99,0 1) Wlasiive ASME 3)l35tiwl s a5 cuwl

F NO. e
A NO. o

Class No. e

39,38l 85151 @
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Spec No. o
U092 8 Cuolius 63ga0 @

(5)1:33|OU.L13L00A.135)351§959)35J|9M|LS|)9|QDLS)§£)Q| . s
)3 5185 )3 lgs (0 puSUS VS g

» (Position) (g )Kibg> cusdge 2, 13-4#
() Suidg2> Jaslljgiuws

Dgid (50 @andis 0 Lol 09,5 4 4 () Sg2 (sl Cuusgo

(Flat) css cussgo .1
(Horizontal) 5481 cusige .2
(Vertical) (g390c cus=igo .3
(Overhead) ;08w cuslgo .4

Al (50 (5)Buwg> Cage ()T 03l s Cadge

)lQ‘”lO&MéwwlAﬂﬁwlSSﬁ%%S)W%ﬁy))
() Sidg2> Jaalhgiws (99)3 9 39 sl e 0 b g pb YL
D9 2)d
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> wldac 14-4#

pledl (g)Bivg= wlilac jI (Pre Heat) Ju8 wlg5 (0 po (5)h> wlilac
Wyg0 »> 9 yug> ;I (Post Weld Heat Treatment) g e g 394

d9 plxil 93,0 g3l

U092 QM D Cacyw 0 g2 () B9 jl Ji8 (5)h> ©llec
Slowy Gl LIl 89) agz (5)Bwg2> | puy )y ©lilac 2l (50
AL (50 (GXjPlie wiyues)

Bl 55 15-44#

wlbg jl (S yunail gl (S39IT Prlio )3 Olie dzusgs jl cblas
AL (50 Bl 55 Lol
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(Electrical ;SN wlasuiv  #4-16
Characteristics)
a5 394 (50 B9 (639)9 Hh= )3 Huui Cucl SISl by WS

Wlaziie (2)5 Lol 3135 50 51 Gigz cadsS (59) cales )
Cawl y35 3)90 4 390 A8 (6)Bhig> Jallygiwd )3 1L a5 (SO,

(DC/AC) ploy> €95 .1

)Ug .3

0Ly ©abh 4

Josdl joiwd ;3 S ol ()5 17-44
) Sdvg>

021 plool dwly Jiz g 39,08l CuSy> 0900 (SSuiST WIS ()ige jl 2
il a9 48 6)Lyuw g gblie (5)jual (puizxad .3 (50 (5)Bug>
Sy VU V92> Cand S Llgiae ju0 (_g)l.iﬁ)g?
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Stages in welding procedure and welder approval

Application standard

Contract
Project specification
Drawings
Preliminary welding
p WPS procedure
specification

Welding procedure
W PAR/PQR approval record

welding procedure
specification

Work instructions

Party involved - Manufacturer - Examining Body

__ www.namatek.com



Jesllygiws (gl yuiio Elgil Ly i 5F
) Bwg>

UJ|)||0|.)5).Q>9byuuowubalog)fwbwpstsmm
.Aj)l.) PQR douais 9 o Camd ) (63by) bi’i.wglg > (g3 diwd

(lasl) (5595 (SLo o 1-5%

232 (6 sz Jaslgind Sy 2L W uiie (nl yS )90 )3
9 GHh> Olidac (5)Bidg= 301)S (Jbyie sl S0 diidgs
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Yes

Use of WPS
required?

An applicable
WPS available?

No
ASME / AWS
Qualification of the WPS according to the requirements
. l v v
Qualification based Qualification based Qualification based
on a welding on Prequalified on a standard
procedure test WPS welding procedure
Options to qualifya _
WPS through l l l
i
WPQR by the Qualification based on ASME / AWS
facturer or, if fsguicements
Approved / qualified e .
WPQR — applicable, by the
examiner/examinin
g body / Customer
l * v
rtified
Cvp:Sro ved / cestifie { WPS prepared by the manufacturer
Release for production: WPS or work instruction (if necessary) prepared by ]
the manufacturer

The content of this flow is for reference only and does not claim to be complete or approved.

(&) Sibg> Josllygind (sloyiol)ly 9 o jusio Elgl puicad s Lol
il 1)
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