QW-483 SUGGESTED FORMAT FOR PROCEDURE QUALIFICATION RECORD (PQR)
(See QW-201.2, Scction IX, ASME Boiler and Pressure Vessel Code)

‘ompany Name . Cost Effective Maintenance, Inc, _____ = SRt L e o
GTA-1 - S Dare- .. 4384, " o+ 00

Procedure Qualification Record No. i waraa ep 25

WeS No.- RRSEL . AR s s
Welding Process(es) GTAW,_.SMAW___ ; e

Types (Manual, Automatic, Semi-Auto.) ___ _Manual

JOINTS (QW-402) %;,/Z_ " \%553 ’r

Groove Design Used

BASE METALS (Qw-403) POSTWELD HEAT TREiQI;AOEgT (QwW-407)
3

Material Spec. SA-106 Temperature
Type or Grade Gr.B Time & 2.25 hrs. Bt el
-No. 1 to P-No. 1 Other None s

nickness . 906
Diameter goin. nominal. - o
Ciher None

GAS (Qw-408)

Type of Gas or Gases 100% Argon

Composition of Gas Mixture N/A -

Other None -
FILLER METALS (QW-404) - gl aiadtt o, S0 -
Weld Metal Analysis A -No. I
Size of Electrode __GTA: 3/32 SMA: 3/32 & 1/8 ELECTRICAL CHARACTERISTICS ‘(QW-409)
Fiiler Metal F-No. _CTA: 6 SMi: 4 Current DC s
SFA Specification _GTA: 5.18 SMA: 5.1 Polarity GTA: Straight SMA: Reverse

Amps. .GTA: 150-155 Volts GTA: 14-15

AWS Classification .GTA: ER70S-2 SMA: E7018
Other None Other _SMA: 3/32" Amps-100-105 Volts-23-24
1/8" Ampg-133-145, Volts-23-26

POSITION (Qw-405
ok Q ) 26 TECHNIQUE (QW-410) 3-5 IPM
Position of Groove Travel Speed :
Weld Progression (Uphill, Downhill) Backhand String or Weave Bead i e "
Other g < None Oscillation Jlonhe
Multipass or Single Pass (per side) M‘.Jltlpass
Single or Multiple Electrodes Single
PREHEAT (QW-406) Other None
- . op
>heat Temp. 24_0 X
‘rpass Tuxﬂp. 366°F Max.
Other None <

]
6/30/78) This form (E00007) may be obtained from the Order Dept., ASME, 345 E. 47th St., New York, N.Y. 10017
1} -






QW-183 (Back)

Tensile Test (QW-150)

Ultimate Ultimate Character of
Specimen Total Load Unit Stress Failure &
No. Width Thickness Area Ib. psi Location
S et b LMD | o5 de T oS -..3039. __ | .18, 800... o281, 86220 Z1 Ductila 7
S AR 3. N o LRGN RIS DR T R, aamy. .00 5 ] 68,876 Outside Weld
PRI EE i N -421 -»2745 _ 1 18,600 _ | 67,759 .  |Ductile
2B .652 325 2119 14 400 7. 057 Outside Weld

Guided Bend Tests (Qw-160)

Type and Figure No. A% 3 Resuit
Side Bend #1 2.2 _ _] _No Cracks, No Defects e g e
Side Bend #2 b SO, No Gracks, No Defects i Sy
.— Side_Bend #3 : No Cracks, No Defects S
Side Bend #4 No Cracks., No Defects
Toughness Tests (QW-170)
Specimen Notch Notch Test Impact " Lateral Exp. Drop Weight
No. Location Type Temp. Values % Shear Mils Break No Break
Eet T,
Fillet Weld Test (QW-180) %
Result — Satisfactory: Yes No Penetration into Parent Metal: Yes No -
Macro—Results ’
&
Other Tests
Type of Test
Deposit Analysis
Other
Welder's Name M. H. Cole Clock No. -Stamp No. __ . ._
H-0093-1

Tests conducted by: _____Jack Black Laboratory Test No. -yls

We cenify that the statements in this record are correct and that the test weids were preprared, welded and tested in accorcdance with
the requirements of Section’IX of the ASME Code.

3 Manufacturer _Cost ,Ew&nance, Inc.
Date 4-3-84 By ?9’ ; — s e

y the Code.)

(24
(Detail of record of tests are illustrative only and may be modified to conform to the type and number of tests required b







QW82 SUGGESTED FORMAT FQ

(See QW-201.1, Section

R WELDING PROCEDURE SPECIFICATION (wWPS)

IX, ASME Boiler and Pressure Vessel Code)

Company Name

Cos flectiv 1
Welding Procedure Specification No. _L&

Date

ay- Ken Epperson

Supporting PQR No.(s) GTA=SMA-1

Revision No.

Welding Process(es) GTAW, SMAW Type(s) Manual .
] €. Manual, Machine, or Semi-Auto,)
JOINTS (Qw-4a3) . Details
Joint Design Single Vee
Backing (Yes) (No) X s

Backing Material (Type) __N/a

Sketches, Production Drawings, Weid Symbols
scription should show the general arrangement
be welded. Where applicatle, the root spacing
of weld groove may be specified.

or Written De-
of the parts to

and the details {\k ﬁ

(At the option of the Mfgr., sketches may be artached to illustrate & :
joint design, weld layers and bead sequence, e.g. for noteh s "% S | v{ F—’L - ILLO"
toughness procedures, for muitiple process procgdure__g_!e:a) 5
"BASE METALS (Qw-403)

P-No. “1_ Group No. - to P-No. Group No. 1

OR
Specification type and grade __ SA-106 Gr.B
to Specification type and grace SA=-106 Gr.B
R i

Chem. Analysis and Mech. Prop. gt

to Chem. Anzlysis and Mech. Prop. b

Thickness Range: 4 ; .

Base Metal:  Groove .1875 - 1. 813 Fillet N/A
Deposited Weld Metal GTA: .18 75--375 SMA: . 18 75-1 437"

Pipe Dia. Range: Groove ax. d Fillet N/A

Other _Nope
*FILLER METALS (QW-404) )

F-No. GTA:6 SMA:4 Other None

5y T 18 s s B

Spec. No. (SFA) GTA: 5. SMA: 5.

AWS No. (Class) GTA: ER70S-2 — SMA: E7018

Size of filler metals GTA: 3/32" SMA: 3/32" g 1/8"

~ (Flactrode Cold Wire, Fiot Wire, etc)

Electrode-Flux (Class) N/A —

Flux Trade Name N/A

Consumable Insert None
*Each base metal-filler metal Bi on should be ¢ ded individually,

Note #1: Ini

.Remove slag by chipping,

tial and Interpass Cleaning

brush and grind with hand tools and/or

rotating pecwer equipment.

6/30/79)

This form (E00006) may be Obtained from the Order Oept., ASME, 345 E, a7 St., N.Y., N.Y. 10017




Qw482 (Back)
POSTWELD HEAT TREATMENT (Ogv-aon
Anv Position Temperature Range 1100°F

Time Range _ 1 hr./inch olus_ 15 min.

POSITIONS (QW-405)

Position(s) of Groove
Welding Progression: Up/__li___A Down

for each inch over 2"

Position(s) of Fillet
GAS (QWw-408)

PREHEAT (QW-406) a Shielding Gas(es) 100% Argon
Preheat Temp. Min. S50°7 Percent Composition (mixtures) N/A
Interpass Temp. Max. _N/A ;

Preheat Maintenance 05 & C%H[ Flow Rate s
(Continuous or special heating ‘where applicable Gas Backing None

shouid be recorded) Trailing Shielding Gas Composition N/A

ELECTRICAL CHARACTERISTICS (QW-409)
Current AC or DC DC Polarity ielow
Amps (Range) —S€2 3elow voits (Range) See 3elow
(Amps and voits 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 below.)

3/32%  1/16" - 1/8" 2% Thoriated

(Pure Tungsten, 2% Thoristed, etc.)

Tungsten Electrode Size and Type

Mode of Metal Transfer for GMAW s
N /A (Spray arc, shon circuiting arc, etc.)
Electrode Wire feed speed range
TECHNIQUE (QW-410) Guts
String or Weave Bead S Crang
Orifice or Gas Cup Size - 5/" ar

Initial and Interpass Cleaning (Brushing, Grinding,_ etc.)
- »

Method of Back Gouging Nope
Oscillation Ncno
Contact Tube to Work Distance N/3
Multiple or Single Pass (per side) Myiriple  No one pass> ¢ thick —
Multiple or Single Electrodes Single
Travel Speed (Range) 3-5 IPM
Peening None Permitted
Other None
Filler Metal Current b L SEE Other
Travel (e.g., Remarks, Com-
Weid Ty | Amp | Vot | Spesd | GitiyIeLIUTACR
Layer(s) Process lass Dia. Polar. Range Range Range Angle, Etc.)

1 to 2| GTaw |ER70s-2| 3/32 [straighy 130-17¢ 10-20 |3-5 IPY
2 and SMAW £7018 | 3/32 |Reverse| 90-12(¢ 20-25 [3-5 IPM

Above
3 ancé SMAW £7018 1/8
Above

Reverse| 120-15Q 20-27 3-5 IPM




