AS/NZS 1554.1:2014
Page: 1 of 5

WPS N°: 325001 Rev. 00
February 24, 2025

WELDING PROCEDURE SPECIFICATION
DAC TINH QUY TRINH KY THUAT HAN

LIMITATIONS NHUNG HAN CHE

This procedure is not qualified for Notch Toughness or PWHT applications.
(Quy trinh nay khong chap nhan Notch Toughness va xt ly nhiét sau han)

WELDING PROCESS(ES) QUA TRINH HAN

Welding process Bl
(Qua trinh han)

SMAW FCAW
(han ho quang dién) (han khi bao vé)

Supporting WPQR number [B2]
(S6 WPQR)

Method of application [B3l
(Mtrc dob co gioi)

Semiautomatic
(ban ty dong)

Manual
(tha cong)

JOINT DESGIN THIET KE MOI NOI

Joint design See Fig. 1
(Thiét k& méi ni)

Backing [[€2 | Optional
(Bém lot) (tay chon)

Backing material, shape, type
(Loai vat lieu dém lot)

Carbon steel, non-metallic or non-fusing metal retainers are not permitted

(kim loai hoac phi kim loai)

BASE METALS VAT LIEU CO BAN

Base metal, grade, type
(Vat liéu co ban, cap, loai)

Carbon steel

Material group
(Nhém vét liéu chinh)

Gr- I to Gr.-l, Gr-1to Gr.-ll, Gr- Il to Gr.-ll

P-/ M-Number[ P2
(S6 PIM)

Thickness range
(Day chap nhan)

3~25mm
Any thickness (moi kich c@)
Any thickness (moi kich c@)

CJP Groove weld (Mdi han co ranh)
PJP Groove weld (Mai han co ranh)
Fillet weld (Mai han goc)

Outside diameter | %
(Bwong kinh ngoai)

Groove weld (Ma&i han co ranh)
Fillet weld (M&i han goc)

Angle of branch connection|"¢!
(Gdc lien két 6ng nhanh)

Coating
(Lép son phu

Uncoated (Khong son phi)

FILLER METALS KIM LOAI HAN

Specification F 1] AWS A5.1 AWS A5.20
(DAc tinh k§ thuat)

Classification[F2] E7018 E71T-1C
(Loai/Ky hidu)

Flux-electrode cIassificatioanF_?rl

(Loai thudc va day két hop)

F-Number (s6 F)[F4] 4 6
A-number (S0 A) 1 1

Product form [T ] Bare

(Dang san pham)

Manufacturer ABC MANUFACTURERLLC.

Address

123 DONG XUYEN IPZ - RACH DUA - VUNG TAU - BRVT

24104



https://blog.duybien.com/2025/07/wp-b1.html
https://blog.duybien.com/2025/07/wps-b2.html
https://blog.duybien.com/2025/07/wps-b3.html
https://blog.duybien.com/2025/07/wps-c1.html
https://blog.duybien.com/2025/07/wps-c2.html
https://blog.duybien.com/2025/07/wps-c3.html
https://blog.duybien.com/2025/07/wps-d1.html
https://blog.duybien.com/2025/08/wps-d2.html
https://blog.duybien.com/2025/09/wps-d3.html
https://blog.duybien.com/2025/09/wps-d4.html
https://blog.duybien.com/2025/09/wps-d5.html
https://blog.duybien.com/2025/09/wps-d6.html
https://blog.duybien.com/2025/09/wps-d7.html
https://blog.duybien.com/2025/09/wps-f1.html
https://blog.duybien.com/2025/09/wps-f2.html
https://blog.duybien.com/2025/09/wps-f3.html
https://blog.duybien.com/2025/09/wps-f4.html
https://blog.duybien.com/2025/09/wps-f5.html
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WELDING PROCEDURE SPECIFICATION
DAC TINH QUY TRINH KY THUAT HAN

Filler [IF6l With

(Kim loai bu) (co)

Manufacturer (Nha san xuat)|F’] Hyundai

Trade name (Nhén hiéu) SM-71

Cl, type

(Pém 16t vat lidu tiéu hao)

Handling |IF Baking (sdy): 300-400 °C/1-2hours None

(Sdy / G thude han) Drying (01): 150 °C/1-2hours (Khéng)
Deposited thickness metal

(Chigu day kim loai dign day)

Throat thickness Single run': Single run’:
(Chiéu day hiéu dung méi han géc) Multi runs’; Multi runs’:
Max. weld bead thick./pass ['? | | < 13 mm per pass < 13 mm per pass
(Chiéu day t6i da moi dwong han) (< 13 mm/I6p han) (< 13 mm/Iép han)

POSITIONS TU THE HAN

Positions [
(Tu thé han)

All, Flat, Horizontal, Vertical, Overhead
(t&t ca, bang, ngang, ding, nglra)

Vertical progression [©2
(Tién trinh han ding)

Up

(han leo)

PREHEAT AND INTERPASS TEMPERATURE NHIET NUNG NONG TRUOC VA GIJA CAC LOP HAN

Preheat temperature[]] Min. 10 °C
(Nhiét do nung néng trudc) (t6i thiéu)
Inter-pass temperature [*?] Max. 300 °C
(Nhiét do nung néng gitra cac l6p) (toi da)

Preheat temp. Maintenance [
(Nhiét dé nung néng truéc duy tri)

Continuous and special heating is not required
(khdng yéu cau dac biét hoac duy tri nung néng truéc)

Postheating 4 |
(Nung néng sau han)

Not required
(khdng yéu cau)

POSTWELD HEAT TREATMENT, AGING XU LY NHIET SAU HAN, HOA GIA

PWHT

(X ly nhiét sau han)

Without
(khéng)

T & T range, method|!2]
(Thoi gian va nhiét do, phuwong phap)

©)

Heating and cooling rate|!|
(Téc dd nung néng va lam ngudi)

¢

SHIELDING/BACKING GAS KHI BAO VE

Shielding gas[M"]
(Khi bao vé)

Compositions (Thanh phan)
Flow rate (Luu lvong)

(_

)
©)
©)

Backing gas

(Khi bao vé chan)

@)

Composition (Thanh phan)
Flow rate (Luu luong)

-0
-0

Trailing gas | V3
(Chup khi dwong han)

©)

Manufacturer ABC MANUFACTURERLLC.
Address 123 DONG XUYEN IPZ - RACH DUA - VUNG TAU - BRVT

24104



https://blog.duybien.com/2025/09/wps-f6.html
https://blog.duybien.com/2025/09/wps-f7.html
https://blog.duybien.com/2025/09/wps-g1.html
https://blog.duybien.com/2025/09/wps-h1.html
https://blog.duybien.com/2025/09/wps-h2.html
https://blog.duybien.com/2025/09/wps-h4.html
https://blog.duybien.com/2025/09/wps-f8.html
https://blog.duybien.com/2025/09/wps-f9.html
https://blog.duybien.com/2025/09/wps-f10.html
https://blog.duybien.com/2025/09/wps-i1.html
https://blog.duybien.com/2025/09/wps-i2.html
https://blog.duybien.com/2025/09/wps-i2.html
https://blog.duybien.com/2025/09/wps-f11.html
https://blog.duybien.com/2025/09/wps-f12.html
https://blog.duybien.com/2025/09/wps-j1.html
https://blog.duybien.com/2025/09/wps-j2.html
https://blog.duybien.com/2025/09/wps-j3.html
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WELDING PROCEDURE SPECIFICATION
DAC TINH QUY TRINH KY THUAT HAN

Compositions (Thanh phan)
Flow rate (Luvu luong)

—~ —~
~—~ ~—

ELECTRICAL CHARACTERISTICS HAC TINH DONG DPIEN HAN

Heat input K] kJ/mm

(Nhiét cap vao)

Power source cv/cc

(Loai ngudn dién)

Pulsing current |3 n/a n/a
(Dong dién xung)

Current & Polarity DCEP* DCEP*
(Loai dién cuc va dong dién)

Mode of transfer| K5 n/a n/a
(Ki€u chuyén dich)

Tungsten rod AWS A5.12 EWTh-2

(Bién cuc vonfram)

TECHNIQUE KY THUAT HAN

Stringer / Weave
(Di chuyén dién cuc)

Stringer (thang)
Weave (dan), max. bead width 16 mm

Gas cup size
(C& 6ng chup khi)

Min. inside diameter: 14 mm
(dwong kinh trong toi thi€u)

Initial cleaning method [-3]
(Phuwong phap chuan bi canh)

Mechanical or chemical, joint shall be
dry prior to welding

(co khi hoac dung héa chét tay rtra, moi noi
phai dwoc lam kho treéce khi han)

Interpass cleaning method
(P. phap lam sach gilra cac I&p han)

Grinding or Brushing
(mai hoac cha)

Backgouging (depth & shape)]]
(Dii mat sau (hinh dang va do sau))

Not required, grinding or gouging if
used
(khéng yéu cau, mai hodc thdi néu yéu cau)

Back-gouge check
(P. phap ki€ém tra)

VT or MT/PT
(kiém tra trirc quang hoac tir tinh/tham thau)

Oscillation |-
(Dao dong)

Contact tip to work distance[™"|
(Khoang céach ong ti€p xtc dén phoi)

10~15 mm

Closed to out-chamber [117]
(Han trong budng kin)

Out of chamber
(han ngoai budng kin)

N° of electrodes |l One
(SO lwgng dién cuc) (mot)
Electrodes spacing |-'2 None
(Khoang céch céac dién cuc) (khéng)

Lateral (Ngang)
Longitudinal (Doc)
Angle (Gdc nghiéng)

Single/multi-passes / side["""!
(S6 16p han méi phia)

Single or multi-passes / side
(mdt hoac hai I¢p han mai phia)

Peening (L4 |
(Rén duwong han)

Not permitted
(khéng cho phép)

Manufacturer
Address

ABC MANUFACTURERLLC.
123 DONG XUYEN IPZ - RACH DUA - VUNG TAU - BRVT

24104



https://blog.duybien.com/2025/09/wps-l8.html
https://blog.duybien.com/2025/09/wps-l9.html
https://blog.duybien.com/2025/09/wps-l1.html
https://blog.duybien.com/2025/09/wps-l2.html
https://blog.duybien.com/2025/09/wps-l3.html
https://blog.duybien.com/2025/09/wps-l4.html
https://blog.duybien.com/2025/09/wps-l7.html
https://blog.duybien.com/2025/09/wps-l10.html
https://blog.duybien.com/2025/09/wps-l11.html
https://blog.duybien.com/2025/09/wps-l12.html
https://blog.duybien.com/2025/09/wps-l13.html
https://blog.duybien.com/2025/09/wps-l14.html
https://blog.duybien.com/2025/09/wps-k1.html
https://blog.duybien.com/2025/09/wps-k2.html
https://blog.duybien.com/2025/09/wps-k3.html
https://blog.duybien.com/2025/09/wps-k4.html
https://blog.duybien.com/2025/09/wps-k5.html
https://blog.duybien.com/2025/09/wps-k6.html
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WELDING PROCEDURE SPECIFICATION
DAC TINH QUY TRINH KY THUAT HAN

Use of thermal processes ] | Not permitted

(Str dung cac qua trinh nhiét) (khédng cho phép)
Other [L°] The minimum length of a tack weld shall be 50 mm. However, for materials with a
(Khac) thickness less than 12 mm, the minimum length of the tack weld shall be not less

than four times the thickness of the thicker part being joined.

(Chiéu dai t6i thi€u clia moi han dinh (tack weld) phai 1a 50 mm. Tuy nhién, di vgi vat liéu
¢6 chiéu day nho hon 12 mm, chiéu dai t6i thi€u ctia m6i han dinh phai khong nhd hon bén
lan chiéu day clia phan vat liéu day hon trong lién két)

Repair Defects in welds shall be removed using either mechanical or thermal methods.
(Stra chira) The resulting repair cavity may differ in both contour and dimensions from the

original joint preparation and may also introduce different restraint conditions that
shall be considered during the repair welding process.

(Céc khuyét tat trong méi han phai duoc loai bé bang phuong phéap co hoc hodc phwong
phap nhiét. Ranh stra chira (repair cavity) sau khi loai bd khuyét tat cé thé khac vé hinh
dang va kich thwéc so v&i chuén bi mép han ban dau, va co thé tao ra cac diéu kién ngam
(residual restraint) khac, can duwoc xem xét khi thuc hién han stra chiva)

Legend: ' Single run (sl) (Han mot I6p / phia); Multi-runs (ml) (Han nhiéu I6p / phia)
Ghicht 2 Unit are mm (Bon vi do la milimet)
3 Travel speed is mm per minute (T6c do di chuyén dién duoc la mm/ phut)
4 Current and polarity (Loai dong dién va dién curc)
- DCEN: Dong dién mot chiéu, dién cwe am (-)
- DCEP: Dong dién mot chiéu, dién cuc duong (+)
- AC: Dong dién xoay chiéu

WELDING ENGINEER CLIENT THIRD PARTY

Manufacturer ABC MANUFACTURERLLC.
Address 123 DONG XUYEN IPZ - RACH DUA - VUNG TAU - BRVT 24104


https://blog.duybien.com/2025/09/wps-l15.html
https://blog.duybien.com/2025/09/wps-l16.html
https://blog.duybien.com/2025/09/wps-l17.html
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WELDING PROCEDURE SPECIFICATION
DAC TINH QUY TRINH KY THUAT HAN

Preheat and Interpass Temperature — Measurement Instructions
(Hwéng dan do nhiét d6 nung so bd va nhiét do gitra cac I¢p han)

1. Measuring Equipment (Thiét bi do)

e Temperature-indicating crayons (Phan chi thi nhiét do).

e Contact thermometer (Nhiét ké tiép xtc).

e Thermocouple (Cap nhiét dién).

o Infrared thermometer (Nhiét ké hong ngoai (da hiéu chuan do phat xa)).
Note: Equipment should be calibrated and appropriate for the required temperature range (Luu y: Thiét bi nén dugc hiéu
chuan va phu hop véi dai nhiét dd yéu cau).

2. Measurement Location (Vi tri do)

e Measure on base metal, not on weld metal or weld pool (Do trén kim loai co ban, khéng do trén méi han hodc ving
kim loai néng chay).

e Clean surface (free from paint, scale, oil) (B& mat do phai sach, khong cé son, gi sét hodac dau ma).

e The preheat zone shall be at or above the specified minimum temperature in all directions from the point of
welding for a distance of the larger of 75 mm (3.0 in.) or 1.5 times the greater nominal thickness. The base
metal temperature for tack welds shall be at or above the specified minimum temperature for a distance not less
than 25 mm (1.0 in.) in all directions from the point of welding. (Viing nung néng so b phai dat hoac vurot nhiét do
nung néng trwéc téi thi€éu quy dinh, theo moi huéng tir diém han, véi khodng cach 1én hon gitka 75 mm (3.0 in.) hodc
1.5 lan chiéu day danh nghia I&n nhat. B6i véi moi han dinh (tack weld), nhiét do kim loai co ban phai dat hodc vuwot nhiét
dd nung so b toi thiéu trong khoang cach khéng nhd hon 25 mm (1.0 in.) theo moi hwéng tlr di€ém han).

Vi du tinh khodng cach vung nung so bé:

Chiéuday Ié6n nhat | 75 mm | 1.5 x Thickness | Khoang céch I&én hon
10 mm 75 mm 15 mm 75 mm
40 mm 75 mm 60 mm 75 mm
60 mm 75 mm 90 mm 90 mm

3. Preheat Temperature (Before Welding) (Nhiét dd nung so b6 (Truée khi han))
e Measure immediately before starting welding (Do ngay trudc khi bat dau han).
e Ensure temperature meets or exceeds the minimum preheat specified in the WPS (bam bao nhiét do dat hoac
virgt mirc nung so bo t6i thi€u theo WPS).
e If temperature drops, reheat before welding (Néu nhiét do giam xuéng duwéi mire yéu cau, can nung lai treée khi han).

4. Interpass Temperature (Between Weld Passes) (Nhiét do gitra cac I6p han)
e Measure after slag removal, before next weld pass (Do sau khi lam sach xi, trvéc khi han 6p tiép theo).
e Same position as preheat (Vi tri do giéng nhu nung néng so ho).
¢ Do not exceed the specified maximum interpass temperature (Khong vt qua nhiét do gitra |6p toi da duroc quy
dinh).

Manufacturer ABC MANUFACTURERLLC.
Address 123 DONG XUYEN IPZ - RACH DUA - VUNG TAU - BRVT 24104



