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PRECISTON METAL WORKS 1,TD.
P.0. Box 3611, Stetion "B”
Fredericton, N,B,, B3A 5L7
Preliminary Welding Procedure Specification (PraWPS)
PQR No.: TIGP-2-F-PO-PMWL - Dare: __1/20/2004  Page: __1of2
Tqm_ &m Bend test type: : ====;Mh_m
Joint Design -402) Base Metals (QW-403)
Weld Type: Groove weld Specification typc and grade:
Single-V groove SB 366, N06625 _ to ____SB-366,NDG6Z5
Baciing: ______ PRacke-gouged and buck weldod PNo: _4 o P-No.. _43
RootOpening: _1/8  in. RootFace: ____1/8 __  in | Thickness(m.): __0373
Groove 3 =
Angie: T8 Prebeat (QW-406)
2 Minimum Prehcst Temperature: 60 ol
"ot N e -
Maximum Interpess Temperature: 200 F
LX) m X, Du#s7o/e | prenest when material is damp.,
] Provide heat that wil] not contaminate surface by veing indirect heat,
- natural gas, infrared or propanc heater.
2 0y Ny /myre’ € | Postweld Fest Trestment (QW-4117)
oy
SK g
=9 W

Filler Metals (QW-404)

AWS Clnagification: ER’ Currenttype/Polarity: ____~~ DCEN(gewwight)
SFA Spee. 5.04____ F-No: I Tungston Type: EWTh-2 Stze: __ 332"
A-No. / Chem. Comp.: Puised Currents —ONO

Fillor Mewal Product Form: & (Solid) Weiding Details

Piller Meta) Trade Name: NR Filler Menal Size (fn,): e . - I

Consumable Inscrt: None Amperage Used: 100-i120 | ’ I -

Weld Deposit ¥ (in.): 36 Voltage Used: 10-14 | - | e —
GTAW Flux: None Travel Speed (i/min): __Min, 35 | - | .
Size of Piller Metal: 116 Heat Input (Jin):

Positions (QW-45) Technique (QW-410)

Position of joint: 10.- String / Weave Besd: Sting bead

Weld progression; NA Nozzls / Gas Cup Size; 12"

Ges (QW-408) Mul. / Single Pass (PerSide): ____ Single mnd multipnss |
Shielding: 100% Atgop /_1s20 CFH

Bocking: None T -

Traiking: Nere /. CFH

Gas lens required.

Filler wire 1o be added continvously.

WELDING SEQUENCE:

1) GTAW Root pass from inside
2) Beck gouge from otitside and GTAW one pass outfide.
3) GMAW-P outside

Hesat input noe to cxceed 30,000 Jin. Adhere 1o minimmum weld speeds,

C-PelVPE DX C - WrW 00
Porm 3091 = Re=. #
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PRECISION METAL WORKS LTD.
Prefiminary Welding Procedure Spacifieation (PreWPS)

PQR No.: T/GP-2-F-P43-PMW] Date: _ 1/20/2004  Page: 2of2
Test requircments; Standard tests Bend fost type: Transverse :
Second Process: GCMAW o Type: Semisutomatic s
Filer Metals (QW~404)
AWS Classification: ERNiCrMo-3 Ellectrieal Charactoristies (QW-419)
SFA Spec.: 5.14 F-No.: 43 Current type / Polarity: _DCEP (reverse)
A~No, / Chem. Comp.: N/A Transfer Mode; Pulsaring sre
Filler Metal Product Form: Bare (Solid) Walding Details
Filler Mietal Trade Namw: NR Filler Metal Size (in.): g Q | I
Weld Deposit ' (in.): 316 Amperage Uscd: r |
Pass Grearer Than 4":: Palse Wirc Foed Speed: w I I
Supplemsntal Filler Metal: _None Volage Uscd: . !
Sizc of Filler Metal: 0.035 Travel Speed (in/min): ___J8-22 | |
Pasitions (QW-405) Heat Irput (Fm):
Pesition of joint: 1G « Flat Technique (QW-419)
Weld progression: N/A String / Weaye Boad; String beed
Cas (QW-418) Noztle / Gas Cup Size: 5/8"
Shielding: 75% Argon, 28% He ! __40-80 CFH Contct Tube to Work Distanee: 3/8.1/2"
Backing: None / - CFH  Mult. / Single Pass (PerSidc): Sjngle and pltjposs
Trafling: Nonc (4 - CFH
Miller XMT 304 with 60M wire feeder.

Program [D # | (should be for 0.035" wirc, 75Ar/25He)

Trim 24-30. Check algo with 40-50.

Use non-adaptive mode to give welder more control of welding.

Amperes and Volts deterrined by pmgramme. Rocord values obtained on PQR for each pass along with interpuss temperature at stavt of now

poss.
LIGHTLY GRIND $IJRPACES BETWEEN PASSES TO REMOVE SURFACE OXIDE. WIRE BRUSHING 1S INSUFFICIENT.

€« Prewrf DL C» WPW L20
Havmn 2002 - Rov, ¥



