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WPS No. GTAW F1-REV.7 Date 4M0/00 By David Lang 1l Type  Manual Machine [
Authorized By  William Burhoe Date 4/11/00 Revision 7 Semi-Auto [ Auto [
Welding Process(es) GTAW Prequalified ]
Supporting POR{s) 98-101WR-F
JOINT Joint Detail e ————
- i
Type Lap Joint _ -, .
Backing Yes 7] No @  SingleWeld ¥ Double Weld [J T}: -
Backing Material NIA
Root Opening N/A - Root Face Dimension NJ/A
Groove Angle N/A Radius (J-U) o L .
Back Goﬂge Yes m ) NO m&’ wm (n ™ G‘;-Mw ’e:e:\.&l:‘:! utn?::u v::n::" Hesen i
Method NfA W At 18 G 12 e e ] F %
BASE METALS POSITION
Material Spec.  ASTM A240 to ASTM A709 Position of Groove Fillet Flat
Type or Grade 304 to SOW Vertical Progression: 23 Up O Down
Thickness: Groove (in} - ELEGTRICAL CHARACTERISTICS
Fiilet (in) - Transfer Mode (GMAWY:
Diameter (Pipe, in} : - Short-Circuiting [ Globutar (1 Spray {J
FILLER METALS Current: AC [J DCEP{] DCEN K Pulsed [
AWS Specification  A5.9 Harris-Welco Other
AWS Classification ER309L Tungsten Electrode (GTAW):
Size 3132 Type EWTH2
TECHNIQUE
SHIELDING . .
Fiux Gas  Argon Biringer or Weave Bead Stringer :
NIA Composition 100% Multi-pass or Single Pass (per side) Single
Eiectrode-Flux {Class)  Fiow Rate 45 CFH Number of Electrodes 1 —
N/A Gas Cup Size 3/8(6) Electrode Spacing: Longitudinal N/A
Lateral NIA
PREHEAT
NiA
Preheat Temp., Min. 100 Angle
. Contact Tube to Work Distance 318
._.-Thickness Up to3/4" Temperature 100 . ] :
) DU Peening Not Allowed
Over 3/4" to 1-1/2" 100
T Interpass Cleaning  N/A
Over 1-1/2" fo 2-1/2" 150 . ‘
Over 2-1/2% 225 POSTWELD HEAT TREATMENT  PWHT Required [0
Interpass Temp., Min. Max, Temp. Time
WELDING PROCEDURE
©. GTAW  ER308L 13732




