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PROJECT: ITEM : CODE : ASME SEC .IX
WPS NO. : WP-1600-PV-44 SUPP. PQR NO. : PQ-PV-91 REV. NO. : 01
WELDING PROC.(es) : SMAW + SAW TYPE(es) : MANUAL /AUTOMATIC DATE : 16.May.2009
JOINTS (QW - 402) : DETAILS
60°+£5° 43
JOINT DESIGN : BUTT JOINT/ X GROOVE ouT [
o N
BACKING : YES()  NO(x ) o \<
IN -
BACKING MATERIAL : N.A 0°£5
shell to Shell
BASE METALS (QW - 403) :
P NO.:1 Gr.No.:2 TO P No.: 1 Gr.No. :2
SPECIFICATION TYPE AND GRADE : A516 Gr 70
TO SPECIFICATION TYPE AND GRADE : A516 Gr 70
BASE METAL : GROOVE: 30 - 65 mm FILLET :N.A
LAVAN REFINERY UPGRADING & REVAMPINC GROOVE: FILLET :
FILLER METALS (QW - 404) :
PROCESS : SMAW SAW
SPEC NO. (SFA) : 5.1 5.17
AWS NO. : E7018 EH12K
F-NO. : 4 6
A-NO. : 1 1
SIZE OF FILLER METALS : 4 mm 4 mm
FILLER METAL TRADE NAME : HYUNDAI AMA
. <7 mm <58 mm
DEPOSIED WELD METAL GROOVE:
FILLET : N.A N.A
ELECTRODE FLUX (CLASS) : BASIC BASIC
FLUX TRADE NAME : N.A OPTT-121
CONSUMABLE INSERT : N.A N.A
ELECTRODE BAKING CONDITION : NOTE 1 NOTE 1
Note1: ELECTRODE & FLUX BAKING ACCORDING TO ELECTRODE MANUFACTURER RECOMMENDATION
POSITIONS (QW - 405) :
POSITION(S) OF GROOVE : 1G
WELDING PROGRESSION : UP( ) DOWN ( )
POSITION(S) OF FILLET : N.A
PREHEAT (QW - 406) :
PREHEAT TEMP.  MIN. : 70 °c
INTERPASS TEMP. MAX. : 250 °c
PREHEAT MAINTENANCE : PROPAN HEATING TORCH
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POSTWELD HEAT TREATMENT (QW - 407) :

TEMP. RANGE : 610 £ 10°C

HEATING RATE : £ 50 °C

TIME RANGE : 135 min

COOLING RATE :< 80 °C

GAS (QW - 408) :

PERCENT COMPOSITION

- GAS(es) | MIXTURE | FLOW RATE

SHIELDING|  N.A N.A N.A
TRAILING N.A N.A N.A
BACKING N.A N.A N.A

ELECTRICAL CHARACTRISTICS (QW - 409) :

CURRENT : AC( )

DC(x)

AMPS RANGE : AS PER TABLE
TUNGSTAN ELECTRODE SIZE AND TYPE : N.A
MODE OF METAL TRANSFER FOR G.M.A.W : N.A

ELECTRODE WIRE FEED SPEED RANGE : N.A

POLARITY : SP( )
VOLTS RANGE :

RP(x)

AS PER TABLE

TECHNIQUE (QW - 410) :

STRING OR WEAVE BEAD : STRING
ORIFICE OR GAS CUP : N.A
INITIAL OR INTERPASS CLEANING :BY GRINDING or BRUSHING PER PASS
MAXIMUM WEAVE BEAD :
METHOD OF BACK GOUGING : BY GRINDING OR GOUGING

OSCILLATION : N.A

CONTACT TUBE TO WORK DISTANCE : 25 mm

3XgELECTROD

MULTIPLE OR SINGLE PASS(PER SIDE) : MULTIPLE

MULTIPLE OR SINGLE ELECTRODES : SINGLE

TRAVEL SPEED RANGE : AS PER TABLE

PEENING : N.A

WELDING SEQ UENCE:

1)INITIAL CLEANING

2)ASSEMBLING TACK WELDING AND WELD CLEANING
3) WELDING LAYER 1~2 (INSIDE) BY SMAW
4) WELDING LAYER 3~N(INSIDE) BY SAW
5) BACK GOUGING (B.G)-OUTSIDE

6) LIQUID PENETRANT TEST(PT) OUTSIDE
7)WELDING LAYERS 1~N (OUTSIDE) WITH INTERPASS CLEANING BY SAW

FILLER METAL CURRENT oLt | TRAVEL
WELDLAYER  |PROCESS| . ass DIA.(mm) | PoLaArITY| AMP: RANGE SPEE_D MAX HEAT INPUT(J/Cm)
RANGE (Cm/min)
LAYER 1-2 (IN) SMAW | E 7018 4 DCRP 120-160 | 23-28 | 12-19 22400
LAYER 3~N(IN) SAW EH12K 4 DCRP 450-600 | 28-32 | 45-55 25600
LAYER 1-N (OUT) SAW EH12K DCRP 450-600 | 28-32 | 45-55 25600
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