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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. [X and Sec. V.

Abbreviations
WPS: WELDING PROCEDURE SPECIFICATION

project definitions

Abbr. Description

Structure Fabrication of Chiller Skid
PROJECT

Polymer Pad Jam Co
OWNER
MG 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 STAASNMDEA&D:
CONTRACTOR: SUPPORTING PQR NO: | Rev:01 | DATE: 2023
JOINTS (QW —-402) Detail:
Joint Desigen : Fillet weld ;
Backing : Yes Il No []
Backing Material : Base metal R,
NN T

BASE METALS( QW -403) FILLER METALS(QW - 404)
P-NO.:1 TO P-No.:1 Group-No.:1 Spec. No. (SFA): 5.1

GifTo be deleted |
Specification Type &\Grade : SA-36 to SA-36

Replace by following:

Aws . No. Max. Deposited Weld Metal Thickness: Unlimited

Thickness Range (Groove or Fillet ) :ALL F.No.: 4 ANo. 1
Pipe Diameter Range (Groove or Fillet ): NA Flux Type (Classification) : NA \L
To be deleted [ Note: Qualified Weld metal thickness shall be specified. |
POSITONS ( QW- 405 )
Position(s) Of (Groove orFillet ) :ALL GAS(QW-408) | Gas(eS) | compention | Race(lim)
Which one is used? -

Welding Progression : | Up Ward

or DownWard | <— |

Please specify

TECHNIQUE ( QW —410)

Trailing - - -
String Or Weave Bead : String[ ] or Weave |} Backing ) ] )
Orifice Or Gas Cup Size : NA
L. . . ELECTERICAL CHARACTERISTICS (QW-409)
Initial & Inter Pass Cleaning : Brushing
. Other : refer to welding sequence table
Method Of Back Gouging : NA
Single or Multiple pass [ Single [Multiple
PREHEAT (QW- 406 ) POSTWELD HEAT TREATMENT(QW-407)
Preheat Temp. : 5°C Temperature Range : NA
Inter Pass Temp. : Max 205 °C Heating rate : NA
Preheat Maintenance: NA Cooling rate : NA
Hold Time : NA
Weld Welding Welding FillerMetal Current Travel Speed Range .
Layer(es) Type Proccess Class Dia. -L)(l)’l):f Amp. Range R\’g Onlge (Cm/ min)
1-n Manual SMAW E7018 | 3.2/4 DCEP 70-120 20-26 20-25

WELDING
SEQUENCE



SR Hosseini
Cross-Out

SR Hosseini
Callout
To be deleted

SR Hosseini
Rectangle

SR Hosseini
Callout
Replace by following:
Max. Deposited Weld Metal Thickness: Unlimited

SR Hosseini
Cross-Out

SR Hosseini
Callout
To be deleted

SR Hosseini
Rectangle

SR Hosseini
Rectangle

SR Hosseini
Callout
Multiple

SR Hosseini
Rectangle

SR Hosseini
Callout
Which one is used? Please specify
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WELDING PROCEDURE SPECIFICATION (WPS ) DOC. NO.:
OWNER: WPS NO. : 02 [ WELDING PROCESS : SMAW STANDARD:
CONTRACTOR: SUPPORTING PQR NO: [Rev:0l | DATE: 2023
JOINTS (QW —402) 607 c+10°,-5%
\ /

Joint Desigen : Groove weld

Backing : NO [ ves M ‘ \
Backing Material : WELD METAL ) by )J. RES|

Detail: o
BASE METALS( QW —403) FILLER METALS(QW — 404)
P-NO.:1 Group-No. :1 TO P-No.:1 Group-No.:1 Spec. No. (SFA): 5.1
Specification Type & Grade : SA-36 to SA-36 AWsS .[Replace by following:
Thickness Range (Groove or Fillet ) :5~12 F. NoM2x: Deposited ‘\.A./‘e\l,q Metal Thickness: 24 mm
Pipe Diameter Range (Groove or Fillet ): NA Flux Type (Classification) : NA\L

[ Note: Qualified Weld metal thickness shall be specified. |

POSITONS ( QW- 405 )
Position(s) Of (Groove or Fillet ) ALL GAS(QW-408) | Gas(es) Cof“eggzmon Ra'z:%czr/vm)

Welding Progression : | Up Ward

or Down Ward |@

Which one is used?

Please specify

TECHNIQUE ( QW - 410)

String Or Weave Bead : String[ ]
Orifice Or Gas Cup Size : NA

Initial & Inter Pass Cleaning : Brushing

or

Weave I}

Trailing

Backing

PREHEAT ( QW- 406)
Preheat Temp. : 5°C
Inter Pass Temp. : Max 205 °C

Preheat Maintenance: NA

Other : refer to welding sequence table

Method Of Back Gouging <—|Applicable and to be specified. |
Single or Multiple pass {Single] «—[multiple |

ELECTERICAL CHARACTERISTICS (QW-409)

Temperature Range : NA
Heating rate : NA

Cooling rate : NA

POSTWELD HEAT TREATMENT(QW-407)

Hold Time : NA
o " Weld Welding Welding FillerMetal — Current - Travel Speeq Range .
= % Layer(es) Type Proccess Class Dia. P)(l)ll)ar. Amp. Range Rang.e (Cm/ min)
3 % 1-n Manual SMAW E7018 3.2/4 DCEP 70-120 20-26 20-25
I%J g Backing Manual SMAW E7018 3.2/4 DCEP 70-120 20-26 20-25



SR Hosseini
Rectangle

SR Hosseini
Callout
Applicable and to be specified.

SR Hosseini
Callout
Which one is used? Please specify

SR Hosseini
Rectangle

SR Hosseini
Rectangle

SR Hosseini
Callout
Replace by following:
Max. Deposited Weld Metal Thickness: 24 mm

SR Hosseini
Rectangle

SR Hosseini
Callout
Multiple


Toase-ehe Park Sanati Gohar Ofogh I
e:\:'{é Petrochemical Co. esSe
TS CONCEPTUAL, BASIC and DETAIL DESIGN . ARKAN SANAT PAYDAR
MOOL, ENGINEERING OF STYRENE PARK OFFSITE *(/i‘ég"zb R
5\' Document Title: @
@‘j WPS & POR
T Rev. R1 Page 6 of 11
Just thickness on base metal is different with WPS
WELDING PROCEDURE SPEC|No. 02, so, merge these WPSs and delete this one. DOC. NO.:
OWNER: WPS NO. : 03 ‘ WELDING PROCESS : SMAW STQNMDEAIF;(D:
CONTRACTOR: SUPPORTING PQR NO: | Rev:01 | DATE: 2023
JOINTS (QW -402) 60°(+10°,-5%
\ /

Joint Desigen : Groove weld

Backing : NO [ ves M ‘
Backing Material : WELD METAL ) by )J. RES|

Detail: o
BASE METALS( QW - 403) FILLER METALS(QW — 404)
P-NO.:1 Group-No.:1 TO P-No.:1 Group-No.:1 Spec. No. (SFA): 5.1
Specification Type & Grade : SA-36 to SA-36 Aws . No. (Class) : E7018 AMA
Thickness Range (Groove or Fillet ) :12~20 F.No.:4 ANo. :1
Pipe Diameter Range (Groove or Fillet ): NA Flux Type (Classification) : NA

Note: Qualified Weld metal thickness shall be specified.

POSITONS ( QW- 405)
Position(s) Of (Groove or Fillet ) tALL GAS(QW-408) | Gas(es) Coﬁ"eggzmon Ra'lczr/vm)
Welding Progression :  Up Ward or Down Ward Shielding ) - )
TECHNIQUE (QW -410) Trailing ] ] ]
String Or Weave Bead : String[ ] or Weave i Backing ] ) ]

Orifice Or Gas Cup Size : NA

Initial & Inter Pass Cleaning : Brushing
Method Of Back Gouging : NA

Single or Multiple pass : Single

ELECTERICAL CHARACTERISTICS (QW-409)

Other : refer to welding sequence table

PREHEAT ( QW- 406)
Preheat Temp. : 5°C
Inter Pass Temp. : Max 205 °C

Preheat Maintenance: NA

POSTWELD HEAT TREATMENT(QW-407)

Temperature Range : NA
Heating rate : NA

Cooling rate : NA

Hold Time : NA

o " Weld Welding Welding FillerMetal Current Travel Speed Range oter
> LZ) Layer(es) Type Proccess Class Dia. Tpﬁ’:f‘ Amp. Range R\’{;]';é (Cm/ min)
O w
12 1-n Manual SMAW E7018 3.2/4 DCEP 70-120 20-26 20-25
L
; 8 Backing Manual SMAW E7018 3.2/4 DCEP 70-120 20-26 20-25

n



SR Hosseini
Text Box
Just thickness on base metal is different with WPS No. 02, so, merge these WPSs and delete this one.
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Procedure Qualification Report ( PQR)
OWNER: PQR NO.: 01 WELDING PROCESS : SMAW STANDARD:
CONTRACTOR: WPS NO : 01,02,03 | Rev: 01 | ASME X
JOINTS (QW -402) Detail: 60°C+10°,-5%
< v
Joint Desigen : SINGLE V-GROOVE PLATE - PLATE AN
Backing : no [ ves
Backing Material : WELD METAL Q -
FILLER METALS(QW - 404)
BASE METALS(QW —403) Spec. No. (SFA): 5.1
P-NO.:1 Group-No. :1 TO P-No.:1 Group-No.:1 Aws . No. (Class) : E7018
Specification Type & Grade SA2836rC.(equwalenL9LA36) to SAME E No.:4 ANo. ° 1
Pipe Diameter /THICKNESS (Groove or Filig ): 12mm Flux Type (Classification) : NA
POSITONS ( QW- 405)
Percent
Position(s) Of (Groove Il Fillet ) :1G 2G CAS(QW-408) | Gas(es) | composition | HOW Rate
Welding Progression :  Up Ward or Down Ward Shielding ) )
TECHNIQUE (QW -410) Trailing ) i i
String Or Weave Bead : String or Weave I Backing

Orifice Or Gas Cup Size : N.A
Initial & Inter Pass Cleaning : Brushing
Method Of Back Gouging : Griding & Brushing

Single or Multiple pass | Single e_

Other : refer to welding sequence table

ELECTERICAL CHARACTERISTICS (QW-409)

PREHEAT ( QW- 406 )

POSTWELD HEAT TREATMENT(QW-407)

"20 °C" has been mentioned in other
Temperature Range : NA
Preheat Temp. <—project! please don't change data in Hea’fin rate - NQ;’A
Inter Pass Temp. : Max 205 °C PQR form. ’ .
h Cooling rate : NA
Preheat Maintenance: NA Hold Ti NA
0 Ime :
" Weld Welding Welding FillerMetal Current Travel Speed Range e
0 Layer(es) Type Proccess Class Dia. | Type& Polar. | Amp. Range Volt. (Cmv/ min)
zZ > Range
L
2 ) 1-N MANUAL SMAW E7018 3.25 DCEP 110 32 26
w o
= uw
n



SR Hosseini
Rectangle

SR Hosseini
Callout
"20 °C" has been mentioned in other project! please don't change data in PQR form.

SR Hosseini
Rectangle

SR Hosseini
Callout
Multiple

SR Hosseini
Cross-Out

SR Hosseini
Callout
To be deleted
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i ih g Ref. Code/Standard: ASME SECTION X, QW-191 (2019)
Accreditation Cortificate Test Method Standard : ASME SECTION V, Article 2 & 22 & ASTM E% (2019)
No.AAC.A.00223 : :
e (I)\Ifo;: ;Zari]et;rl!};.cé(;:; Segment/Weld No. Type of defect(s) & location(cm)/Position Size of the defect(s) /Severity level Result*
Olyes bl s Justiat ool
T/30480 Lot Mo il anlalys 12to 12 Length: 0-25 cm — - Accept
o 40l
455l SYgh o5 10 Radiation Source Type Focus size (mm) Exposure Time (minute) Source Strength (Kv) IQI Type 1QI Placement Visible 1QI
Sloos,s Directional X-RAY 2.3%25 2.4 170 10-16 Fe. , ISO 19232-1 Source Side Wire 15, D=0.125 mm
et S Film Type No. of film Film Size (cm) Total film length (cm) | FFD (cm) | Technique Ug Density Sensitivity %
R Kok Carpaticam 1 10%26 26 80 SWsI 0.25 24 12
i MX125 = B +
Type of Weld Defects Technique
CR: Crack l SL: Slag Inclusion ’ F U/C: Face Undercut SWSI: Single Wall Single Image
Abbreviatioii LOP: Lack of Penetration ’ Po: Porosity ] Ti: Tungsten Inclusion DWSI: Double Wall Single Image
LOF: Lack of Fusion CL. P: Cluster Porosity l EP: Excess Penetration DWDI: Double Wall Double Image
CV: Cavity U/C: Undercut RC: Root Concavity FFD: Focus To Film Distance
BT: Bun Through R U/C: Root Undercut WS: Weld Spatter 1QI: Image Quality Indicator
*REMARK: Rounded indications less than 1/32in. (0.8 mm) in maximum diameter shall not be considered in the radiographic acceptance tests of welders and welding operators in these ranges
of material thicknesses. The maximum permissible dimension for rounded indications shall be 20% of t or 1/8in. (3 mm), whichever is smaller.
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