Flow Rate 48 GFH_I

Gas Cup Size 34

Max. Heat Input 427

Min. Heat Input 228

Is there a PQR?
AASHTO/AWS D1.5/D1,5M:2008 it needs to be ANNEX L
submitted.
WELDING PROCEDURE SPECIFICATION (WPS)
PREGUALIFIED QUALIFIED BY TESTING
or PROCEDURE QUALIFICATION RECORDS (PQR) Yes
AASHTO/AWS D1.5 Quallfication Type 6,121 |- 5.12.2[_}-5.13
Conlractor/ Identification tA-S
G[ganiza"on MERRIMACK SHEET METAL Qavision 0 Date 6/12010 By KK
Welding Process(es) SMAW Authorized by KK ‘Date /172010
Type: Manual Semiautomatic Supporting PQR No.{s) PALAl
Machine Automatic
Tandam Paralle! EOSlTION
_ osltion of Groove NA Fillet 1F or2F
— _ - Vertical Progression; Up @ Down
;E'Ilb:: 2ESlGN USED Double Weld [l ELECTRICAL CHARACTERISTICS
Ba’im Sy NolEl M Transter Mode (GMAW): Globular[] Spray [l
g: YeslLl No aterial - Cument: AC[] DCEP@ DCEN[] Pulsed
Root Opening NA Root Face Dimenslon NA Electrical Stick Out ¥4
Groove Angle NA Radius (J-U) Soinica 4
Backgouging: Yes No (M Maethod Other
Root Treatment CLEANTO BRIGHT METAL TECHNIQUE
Stringsr or Weave Bead BOTH
BASE METALS Multi-pass or Single Pass (per side) 80TH
Material Spec. Al8iASSE; AT03; MNumber of Electrodes |
Type or Grade G50 . Elecirode Spacing: Longitudinal NA
Thickness: Groove NA Fiilot UNLEAITED Lateral NA Angle NA _
- Diameter {Pipe) A interpass Cleaning CLEANWITH WIRE BRUSH
. PREHEAT
FILLER METALS Preheat Temp., Min, 72F .
AWS Specification A329 interpass Temp., Min. 70F
- AWS Classlfication ER80S-N Interpass TBITIP., Max, 400F
Manufacturer Trade Name_UNCOLN SUPERARC LA-76 :
| POSTWELD HEAT TREATMENT -
SHIELDING Temp, HA _ Hold Time NA
Flux NA Mig. Trade NameaNA Healing/Cooling Rate 2 _
Electrode-Flux (Class)MA | HEAT INPUT
Gas Composition 2% ARGON/10% CO2 Calculated Heat Input Value:  kJfin B8] kJ/mm

PROCEDURE

. WELDING
Filter k
Pass or Metals Current
Weid Type & | Amps.or Wire Trave! |
Layer(s) { Process | Dlam. Polarity | Feed Speed Volts Speed Joint Detalls
ROOT 3/16| GMAW 045 DCEP - 220- 260 2629 | 15-181PM |, A-5-1F
ROOT /4 | GMAW 045 DCEP 220- 260 2626 | 1447IPM ]|~ ~ = .-
ROOT5/16] GMAW | .045 DCEP 220-270 2629 | 13-18 IPM
ROOT3/6 | GMAW 015 DCEP 220-270 26-29 | 1216 iIPM
OND3/8 | GMAW | .045 DGEP 220-270 28-29 | 11-14 IPM
aRD3/8 | oMAW. | .045 DCEP . 220-270 26-29 | 1114 PM
ROOT 7/16| GMAW 045 DGEP 220270 2620 | 12-16 IPM
IND 7HB | OMAW 045 DCEP 920270 2620 | 12-14'1PM
3RD 7116 | GMAW 045 DCEP 220-270 2629 | 12.15 1PM
Form L.-2

Form L-2—Sample Welding Proc¢

261

JWC

CK'D BY DavidPeterson gge'p py V2]

Oct 04, 2012

RESUBMIT

. arproviptAS NOTED

av [CWC]

DATE

10/05/12]




