
0W.483 SUGGESTED FORMAT FOR PROCEDURE QUALIFICATION RECORD (PQR}
(See QW-201.2, Section IX, ASME Boiler and Pressure Vessel Code)

:ompanyName, Cos.t Effe_c.ve Maintenance, Inc
P,ocedu,e Oualifica=ion Record NO. GTA-1 Date 4-3-84
wPS No. Page_. 1
Welding Process(es) GTAW_.SMAW_
Types (Manual, Aulomalic, Semi-Auto.) __Manua

JOINTS (QW.402)

Groove Oesign Used

BASE METALS (QW-403)
Material Spec
Type or Grade

No. 1
nickness

Diameter

Other

SA-I06
Gr.B

to P- No. 1
906

8 iP__9/lina1
None

FILLER METALS (QW-404)
Weld Metal Analysis A-No.
Size of Electrode GTA:
Filler ,letal F-No.
SFA Specification GTA:
AWS Classification GTA:
Other

3/32 SMA: 3/32 & 1/8
6 SH: 4
5.18 SMA: 5.1
ER70S-2 SMA: E7018

None

POSITION (QW-405}
Position of Groove
Weld Progression (Uphill, Downhill)
Cher

2G

Backhand
None

PREHEAT (QW-406)
-heat Temp.
rpass Tu, np.

Other

240F
360x:) Max.

None

POSTWELD HEAT TREATMENT (OW-407)
Temperature 1120OF
me 2.25 hrs.

Other None

GAS (QW-408)

Type of Gas or Gases 100% Arc/on
Composition of Gas Mixture N/A
Other None

ELECTRICAL CHARACTERISTICS (QW-40B)
Current DC

Polarity GTA: Straight SMA: Reverse

,].=0-155 Volts GTA: 14-15
./3" Ams-lO0-105 Volt@-23-24
Am.n-]3-145. Volts-23-26

TECHNIQUE (QW-4I0)
Travel Speed
String or Weave Bead
Oscillation

3-5 IPM
String
None

Multipas= or Single Pa= (per side)

Single or Multiple Electrodes
Other

Hultipass
Sinqle
None

6130/78) This form (E00007) may be obtained f,om lhe Order Dept.. ASME. 345 E. 47th St.. New York. N.Y. 10017





QW-483 (Back)

Tensile Test (QW-150)

Specimen

No.

2
2]3

Width

._705

652
.652

Thickness

431

421

Area

3039_

227
.2745
7119

Ultimate
Total Load

lb.

18,800
t--5;00

__1_8., 600
1/,; Artn

Ullimale
Unit Slress

psi

-61,862
_6.% 876
67,7_59.
f-,"7

Characlef of
Failure &
Location

Ductile
Outside Weld
Ductile

Type and Figure No.

Side Bend_
Se_ed#2
-_nd #3

Side Bend #4

Guided Bend Tests (QW-160)

Result
-"., NO Cracks, No Defects

C.racs " No Defects
_] NO --C, NO Defects

No Cracks, No Defects

Specimen
No.

Notch
Location

Notch

Toughness Tests (OW-170)

Test Impact

_
Lateral Exo.

Temo. Values Mils
Dr0

Break
Welaht

No Break

Result Satisfactory: Yes
Macro---Results

No

Fillet Weld Test {OW-180)

Penetration into F;arent Metal: Yes No

Type of Test

Other Tests

Deposit Analysis
Other

Welder’s Name. M.H. Cole

Tests conducted by: 3c Blac
Clock No. Stamp No

Laboratory Test No. H-0093-1
We certify that the statements in this record are correct and that the test welds were preprared, welded and tested in accordance whhthe requirements of Section’lX of the ASME Code.

Date 4’3-8
By

(Detail of record of tests are illustrative only and may be modified to conform to the type and number of tests required by the Code.)





QV,’--:82 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS)(See QW-201.1, Section IX, ASME Boiler and Pressure Vessel Code)

Company NameHa.n/.=.=
Welding Procedure Specificationlv, Ken Epperson

Re,,islon No. Date "9.." -../_ Supporting PeR No.(slWelding Process(es) GTAW,
Typefs}

Joint Oesign Single Vee
Backing (Yes) (No) XBacking Material (Type) /.
Sketches, Production Drawings, Weld Symbol= or Written De-scrlpt/on should show the general arrangement of the pans tobe welded. Where applicable, the root spacing and the detailsof weld groove may be spec-;fied.

(At the option of the Mfgr., sketches may be attached to illustratejoint design, weld layers and bead sequence, e.g. for notchtoughness procedures, l’or tnuitiple process procedureetj
"BASE METALS (QW3)

Details

P-No. 1 GPoup No.
OR

Specification pe and grade
to Specification tps and gracfe

DR -;
Chem. Analysis and Mech. Prop.
to Chem. Analysis and Mec.%. Prop.
Thickness Range:

to P-No, Group No..
SA-106 Gr.B

Base Metal:
Deposited Weld Metal

Ppe Ola. Range: Groove
Other

1

Groove .1875 1.812
_. _RlletGTA.x 1875 -375 SMA; -1875-1.437

brush and Ernd wiCh-hand Cools and/or

"FILLER METALS (QW-404)
F-No.. GTA (5 SPr: 4
A-No. 1 Other
Spec. No (SFA) - Other
AWS No. (Class)
S;zef’=|llermetals GT.A: 3 32" SMA- 3 32" 0 8"

GTA: 3 32’
EIecrode-Flux (Cass) N/A
Flux Trade Name
Consumable Insert T.QjZ

Each blse rnetit-Iili,er mJ ombin=tlon shOuld be recordecl indlv;du411y.

Noe #I: Ini:ial and In=erpass Cleaning
Remove sla by chipping,
ro=auing pcwer equipmen=.

5/30/7gI
This form (00006) may be O0ame4 from the Oraer Dept., ASM, 345 (. 47 St., N.Y., N.Y. 10017



QW.48;

POSITIONS (QW-405)

Position(s) of Groove Any

Welding Progression: Up
Position(s) of Fillet

Position
X Oown

REHEAT (QW-406)
Preheat Temp. Min.

Interpass Temp. Max. __N/A
Preheat Maintenance----2
(Continuous or special heating where applicalle

should ba

(Back)

pOSTWELD HEAT TREATMENT {OW.407)
1100%

Temperature Range -m, Range
or each inch over

GAS (QW.40S)
Shielding Gas(es) 100% Aron
Percent Composition (mixtutesl

Row Rate
Gas Becking None

M/
Trailing Shielding Gas Comsilion

ELECTRICAL CHARACTERISTICS (QW-40g)

Current At or OC DC Polarity _=,p=.._.elow

Amps (Range) See Below Volts (Range)See Below

(Amps and volts range should be recorded for each electrode

size. position, and thickness, etc. This information may be

listed in a tabular form similar to that shown belgw.)

Tungsten Electrode Size and Type 3/] 2;;’ 1 / 16"

Mode of Metal Transfer for GMAW

Electrode Wire feed speed range

1/8" 2 Thoriated

N/A

TECHNIQUE (QW-410)

String or Weave Bead
S t.ring

5/!6"
Orifice or Gas Cup S;ze Oxidation
Initial and Interpsss C;_eaning (Brushing, Grinding, etc.) Znlt!al Re-,mgve

:ee Note

Method of Back Gouging
Oscillation
Contact Tube to Work Oiscance

Multiple or Single Pass (per side)

Multiple or Single Electrodes
Travel Speed (Range)
Peening
Other

and Dirt.

Sin e

None

Weld
Layer(s)

i to 2

and
Above
3 and
Above

GTAW

4AW

SMAW

RllerM

C!ass Dia.

ER70S-2 3/3

E7018 3/32

E70!8 1/8

Type
Polar.

Straight

Reverse

Reverse

Amp
Range

130-!7(

90-12(

Volt
Range-

i0-20

20-25

20-27

Travel
Speed
Range

3-5

3-5

3-5

Othm"
(e.g., RemarKs, Com-
mentS, Hot Wire Adl=|-

tlon, Tecllnlclue, Torc
Angle, ’t.|


