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PRECISION METAL WORKS LTD.
P.O. Box 3611, Station "B
Frederioton, N.B., BJA 5L7
Preliorinary Weiding Procedure Specification WPS)
PQR No.: T/CP-2-P-PY/P43 PMW1 (P " Date:

_memu Standard tests Bend test type:
mmﬂmu—:_m%n _
Weld Type: Groove weid Specification type and grade:
e SUOR10-V grOOVE . ©
Bocking __Backgongedendbackwelded [ P-No. _8  GrouwpNo: __ to P-No: 43
RoorOpening: __ 1/8 ___ in. Root Pace: 1/8 in. | Thickness (fn.): 0.375
Avwe 21 Preheat (QW-406)
3 Minirmsm Preheat Temperature: 80 F
ts ; p X Preliest Maintonsnae: N/A
Maxirmm 200
MO T X puserve hﬁ,,ﬁ;'“mw,m s
i } Provide heat thar will not contsminate surface by using indirect hest,
- naturel gse; infrared or propane hester,
L) /e’ ¢ | pomweld Heat Trasement (QW-407)
ol
~Nh©-
b e

AWS Claseification; _ERMIGIMo3. " Current type / Polarity: DCEN (sraight) -

SFASpec: 514 F-No.: Y Tungsten Type: EWTh-2 Sire: _3042°
A<No. / Chem. Comp.; N/A Pulacd Current: Nowe

Filler Meta) Product Porm: ﬁm Wedding Details

Filler Metz) Trade Namée: Filler Metal 3ize (in.): 1) | = I :
Consurmablc Insert: Nap_us Amperaga Uged: 100-120 | - | .
Waeld Deposht *t (in.): _ne Voltage Used: 0-18 | e -
GTAW Fhux; Nene Travel Spowd (infmin): _Min 38 | __= | ___-

Stee of Filler Metl: 1/16 Hest input (3m):

Positions (QW-405) Technigne (QW-410)

Pasition of joint: 1G - Plat String / Weave Bead; Stringbead

Weld progression: N/A Nozze / Gay Cup Size: 72

Gas (QW-408) Muit./ Single Pose (PevSide); ____Singicapd multipses
Shieding: 100% Asgon /_1520 _ CFH

Backing: _Nome / - CFH

Trafling: Noms / - CFH

Gas lena reguired. .

Filler wire to be sdded continuously.

WELDING S8EQUENCE:

1) GTAW Root pass from inside .

2) Back gouge from outside and GTAW one paw outside.

3) GMAW.-P ocutside

Mear input not o exceed 30,000 J/in. Adhere to mininmum weld specds.

C- PP X . C. WPW 535
Pore 2008 - Rue. A
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PRECISION METAL WORKS L.TD.
Preliminary Weiding Procedure Specification (PreWPS)

PQR No.: ___T/GP-2-F-PB/PAS-PMW1

_ Test requirements: Standard tests . Bend fest type: o 9o L2
Second Process: GMAW Typer Semisutoratic
Filler Metals (QW434)
AWS Clussifiention: ___ERNICrMo-3 Electritnl Characteristics (QW-109)
SFA Spec.: 3.14 F-No.! 43 Current type / Polarity: DCEP (reverse)
AsNo, / Chem. Cormp.: N/A Transfer Mnde: Pulsating; arc
Piller Metal Product Form: Berc (Solid) Welding Details
Filler Meta! Trade Namc: NR FiTler Motal Stze (in.): 0.033
Weld Deposic 'Y (in.): 316 Armperage Used: . - ,
Pass Grester Than '4":: Palsc Wire Feed Speed: 400450
Supplemental Filler Metal: Nane Yoltage Uped: . S . .
Stz of Filler Metal: 0.035 Travel Speed (in/min): _ _18-22 —
Positions (QW-4013) Haat Input (J/in):
Position of joint: 1G-Fiss_ Tecimique (QW-410)
Weld progression: N/A String / Weave Bead: String boad
Gas (QW-408) Nozzie / Qas Cup Sfze: /8"
Shislding: 75% Argon, 25% He ! __4n.3¢  CFH Comntact Tube to Work Distance: 38-1/2° |
Backing: _None / - CFH Mult'/ Single Pase (PerSidey, ____ Singleand multipase
Trailing: Noue ! - CPH

Date: __1/2272004  Page: __ 20f2

Miller XMT 304 with 60M wire fecder.

Peogram 1D # [ (should be for 0.035" wire, 75Ar/2511e)

Trim 24-30. Chock alao with 40-50,

Use non-edaptive mode io give welda more control of welding.

_ Amperes ané Volte detrrmined by progremme. Record valurs nbtwined on PQR for each pass along with interpess remperature 8t stut of now

-2 . 5
LIGHTLY GRIND SURFACES BETWEEN PASSES TO REMOVE SURFACE OXIDE. WIRE BRUSHING IS INSUFFICIENT. .

7C-M|.mﬂc--~m
Porm 202 - Rev,



