WELDING PROCEDURE SPECIFICATION (WPS)

Manufacturer ABC Manufacturer LLC

Address

123 - Dong Xuyen IPZ - Rach Dua - Vung Tau

WPS No.

Reference to

Joint/Weld type

Throat thickness
Welding position

Parent metal designation
Surface preparation
Backing material

124005 (welder qualify only)

ISO 15614-1:2017 Level 1

Butt weld with backing

Horizontal

A572 Gr. 50 to A572 Gr. 50

Grinding / machining

Qualified to
WPQR No.

Material thickness

Outside diameter
Welding progress

Group No.

ISO 15609-1:2019

GMVN-FCAW-01B Rev. 0

12 mm

1.2x1.2

Plate 6mm

Joint design

Welding sequences

Method of backgouging -
Depth & shape - j
Design. gas/flux - shielding ISO 14175-C1 (100% CO2) :T-mm
- backing - |
Flow rate - shielding 15~22 Ipm B
- backing -
Run(s) / Welding Filler metal Current and Amp. Volt. Travel speed | Wire feed speeds Heat Input
Layer(s) Process size Polarity [4] [V [mm/min.] [cm/min.] [kJ/mm]
All 136 1.2 mm DCEP 170~220 24~27 250~300 Current Control 0.65~1.14
Pre-heat temperature Min. 20 °C PWHT /aging Wihtout
Pre-heat maintenance temp. - Time, temperature, method -
Inter-pass temperature Max.: 160 °C Heating and cooling rate -
Postheating - Others -
136
Flux/Electrode designation AWS A5.20 E71T-1C Notes:

Manufacturer
Trade name
Baking/Drying
Gas nozzle diameter
Pulsing current
Tungsten electrode/size
Deposit weld thickness
Mode of metal transfer
Weaving/Stringer
Method cleaning
Oscillation
Contact tip-work distance
Number of electrodes
Multi/single pass
Type
Plasma welding detail
Torch angle

Date 09-Dec-2024

None

ID. 19.5 mm

(n/a)

(n/a)

Max. 12 mm

(n/a)

Both, max. bead width 20 mm

Brushing/grinding

None

18~25 mm

Single

Multi-passes

Semi-automatic

(n/a)

[1] Tack weld on groove weld shall
be removed or tack on both end of
plate. Run-in and run-out may be
supported for welding.

Certified by

Nguyen Duy Bien

Signature




PAC TiNH KY THUAT CUA QUY TRINH HAN (WPS)

Nha san xudt: ABC Manufacturer LLC

bia chi:

123 - Dong Xuyen IPZ - Rach Dua - Vung Tau

S6 WPS

Sb tham chiéu

Loai mdi ndi/méi han

Chiéu day mdi han goc, a

Tu thé han

Ky hiéu vét li¢u co ban

Phuong phap chuén bi/lam sach

124005 (kiém tra thg han)

ISO 15614-1:2017 Cép d6 1

DPdi du, han mot phia

Han ngang

A572 Gr. 50 to A572 Gr. 50

Mai hodc gia cong co

Chap nhén theo
S6 WPQR

Chiéu day vat lidu
DBuong kinh ngoai

Tién trinh han dimg

Nhom vit liéu

ISO 15609-1:2019

GMVN-FCAW-01B Phién ban 0

12 mm

1.2x1.2

Dém lot vat lisw/1ot day Plate 6mm Thiét k& mbi ndi Trinh ty han
Phuong phap chuén bi mat sau -
Chiéu saw/hinh dang -

Khi/thube - bao vé ISO 14175-C1 (100% CO2) :Lm

- xong chan -
Luu luong: - bao v¢ 15~22 lIpm k— 6 mm

- dém lot -

Puonghan  Quatinhhan = Covatliéu  Logidongdién/  Dongdién = Dién ap Téc dd han | Tée do cip day | Nhiét lugng cap
dien day cuc tinh [A] [V [mm/min.] [cm/min.] vao [kJ/mm]
Tét ca 136 1.2 mm DCEP 170~220 24~27 250~300 Current Control 0.65~1.14

Nhiét nung néng truée han Téi thiéu 20 °C Nhiét luyén sau han/héa gia Khoéng xtr 1y nhiét sau han

Nung néng trude duy tri
Nhiét gitra cac 1op han
Nung néng sau han

Ky hi¢u vat ligu dién day

Nha san xuit

Nhan hi¢u

Lam kho/sdy dic biét
Dudng kinh/cd chyp khi
Han xung
Dién cyuc vonfram, loai/cd
Chiéu day kim loai dién day
Ché d6 chuyén dich kim loai
Di chuyén dién cuc
Lam sach giira céac 16p
Dao dong (bién do, tan 6, L)
Khoéng cach dng chup khi/phoi
Sé luong dién cuc
Mét/nhiéu con han
Mtc d6 co gidi
Chi tiét vé han Plasma
Goc mo han

Ngay 09-Dec-2024

Téi da 160 °C

AWS A5.20 E71T-1C

(thoi gian, nhiét d§, phuong phap) -

Téc d6 nung néng, 1am mat -

Céc thong tin khac

Chi chu:

Khoéng

ID. 19.5 mm

Khoéng ap dung

Khong 4p dung

Tbi da: 12 mm

Khong 4p dung

Pan/Thing, duong han rong t5i da 20 mm

Cha hodc mai

Khoéng

18~25 mm

Mot

Han nhiéu 16p

Ban tu dong

Khong 4p dung

[1] Méi han dinh trén rdnh mép vat
phai dugc loai bo hoac dinh tam hai
dAu ciia mAu kiém tra. TAm din
hudéng ra/vao c6 thé h trg trong
qua trinh thyc hién mébi han.

Ho va tén

Nguyen Duy Bien

Chit ky




