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PURPOSE 

This document, apply to the preparation of Welding Procedure Specifications (WPS) for welding 

processes permitted in this Part. These rules are based on the welding general requirements of 

ASME Sec. IX and Sec. V . 

Abbreviations 
WPS: WELDING PROCEDURE SPECIFICATION 

project definitions 

 

Abbr. Description 

PROJECT 
Structure Fabrication of Chiller Skid 

OWNER 
Polymer Pad Jam Co 

MC 
Toase-ehe Park Sanati Gohar Ofogh 

CONTRACTOR HSE 

Vendor Arkan Sanat Paydar Company(ASP)  
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WELDING PROCEDURE SPECIFICATION ( WPS ) DOC. NO.:  

OWNER:  WPS NO. : 01 WELDING  PROCESS : SMAW STANDARD: 

ASME IX 

1998 CONTRACTOR:  SUPPORTING PQR NO: Rev:00 DATE:  

 

JOINTS ( QW – 402 ) 
   

Joint Desigen : Fillet weld 

Backing :              Yes      No  

Backing Material : Base metal 

 

Detail: 

                        
T

T

3

2
1

 
  

BASE  METALS( QW – 403 ) 

P-NO. : 1     Group-No. :1          TO    P-No. : 1      Group-No. : 1  

Specification Type & Grade : SA-36  to  SA-36 

Thickness Range  (Groove         or Fillet        ) :5 ~20 

Pipe Diameter  Range  (Groove          or   Fillet       ):  NA 

 

FILLER METALS(QW – 404) 

 Spec. No. (SFA):  5.1 

Aws . No. (Class)  : E7018 AMA 

F. No. : 4                 A.No.  : 1 

Flux Type (Classification) : NA 

Note: The Drying and Holdling Conditions shall be according to    

           the manufacturer’s recommendations.    

POSITONS ( QW- 405 ) 

Position(s) Of (Groove           or Fillet         )  : ALL 

Welding Progression :     Up Ward           or  Down Ward 

GAS(QW-408) Gas(es) 
Percent 

Composition 

Flow 
Rate(l/m) 

 Shielding 

- 
- 

 
- 

 Trailing - - - 

 Backing - - - 

 

TECHNIQUE ( QW – 410 ) 

String Or Weave  Bead  :    String           or    Weave           

Orifice Or Gas Cup Size : 12mm  

Initial & Inter Pass Cleaning :  Brushing 

Method Of  Back Gouging : NA 

Single or Multiple Electrode : Single     

ELECTERICAL CHARACTERISTICS (QW-409) 

Other : refer to welding  sequence  table           

PREHEAT ( QW- 406 ) 

Preheat Temp. : NA        

Inter Pass Temp. : Max  205 ºC 

Preheat Maintenance: NA     

 

POSTWELD HEAT TREATMENT(QW-407) 

Temperature Range :  NA 

Heating rate : NA 

Cooling rate : NA 

Hold Time : NA  

W
E

L
D

IN
G

  

S
E

Q
U

E
N

C
E

 

Weld 

Layer(es) 

Welding

Type 

Welding 

Proccess 

FillerMetal Current 
Travel Speed Range  

( Cm/ min) 
Other 

Class Dia. 
Type& 

Polar. 
Amp. Range 

Volt. 

Range 

1 – n Manual SMAW E7018 3.2/4 DCEP 70-120 20-26 20-25  
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WELDING PROCEDURE SPECIFICATION ( WPS ) DOC. NO.:  

OWNER:  WPS NO. : 02 WELDING  PROCESS : SMAW STANDARD: 

ASME IX 
1998 CONTRACTOR:  SUPPORTING PQR NO: Rev:00 DATE:  

 

JOINTS ( QW – 402 ) 
   

Joint Desigen : Groove weld 

Backing :              Yes      No  

Backing Material : NA 

 
Detail:  

 

  

BASE  METALS( QW – 403 ) 

P-NO. : 1     Group-No. :1          TO    P-No. : 1      Group-No. : 1  

Specification Type & Grade : SA-36  to  SA-36 

Thickness Range  (Groove         or Fillet        ) :5 ~20 

Pipe Diameter  Range  (Groove          or   Fillet       ):  NA 

 

FILLER METALS(QW – 404) 

 Spec. No. (SFA):  5.1 

Aws . No. (Class)  : E7018 AMA 

F. No. : 4                 A.No.  : 1 

Flux Type (Classification) : NA 

Note: The Drying and Holdling Conditions shall be according to    

           the manufacturer’s recommendations.    

POSITONS ( QW- 405 ) 

Position(s) Of (Groove           or Fillet         )  : ALL 

Welding Progression :     Up Ward           or  Down Ward 

GAS(QW-408) Gas(es) 
Percent 

Composition 

Flow 
Rate(l/m) 

 Shielding 

- 
- 

 
- 

 Trailing - - - 

 Backing - - - 

 

TECHNIQUE ( QW – 410 ) 

String Or Weave  Bead  :    String           or    Weave           

Orifice Or Gas Cup Size : 12mm  

Initial & Inter Pass Cleaning :  Brushing 

Method Of  Back Gouging : NA 

Single or Multiple Electrode : Single     

ELECTERICAL CHARACTERISTICS (QW-409) 

Other : refer to welding  sequence  table           

PREHEAT ( QW- 406 ) 

Preheat Temp. : NA        

Inter Pass Temp. : Max  205 ºC 

Preheat Maintenance: NA     

 

POSTWELD HEAT TREATMENT(QW-407) 

Temperature Range :  NA 

Heating rate : NA 

Cooling rate : NA 

Hold Time : NA  

W
E

L
D

IN
G

  

S
E

Q
U

E
N

C
E

 Weld 

Layer(es) 

Welding

Type 

Welding 

Proccess 

FillerMetal Current 
Travel Speed Range  

( Cm/ min) 
Other 

Class Dia. 
Type& 

Polar. 
Amp. Range 

Volt. 

Range 

1 – n Manual SMAW E7018 3.2/4 DCEP 70-120 20-26 20-25  

          

          


