










Welding Procedure Specification (WPS)
Code AWS D1.6 / D1 6 M

Prequalified___ - Qualified by Testing Procedure Qualification Records

Company Name Hi -Tech Manufacturing
Welding Process (es) GTAW
Supporting PQR No.(s)

Joint Design Used

Type: Single( ) Double Weld (x)

Backing: Yes( ) No (x)

Backing Material

Root Opening 1/8" Root Face Dimension
Groove Angle 60' Radius (J-U)

Back Gouging: Yes (x) No ( )Method Grinding

Base Metals

Material Spec. _ UNS S30403 (304 L)
Type or Grade

Thickness: Groove--318" Fillet
Diameter (pipe)

Identification No. WPS 100

Revision: Date: By;

Authorized By Simon Sor h r Date: 12/7/07

Type: Manual : ( )Semi -Automatic (x)

Machine ( ) Automatic( )

Position

Position of Groove 1G Fillet

Vertical Progression: Up ( ) Down (

Electrical Characteristics

Transfer Mode (GMAW)

Short Circuiting (I Globular () Spray

Current AC ( ) DCEP () DCEN (x) Pulse
Other

Tungsten Electrode (GTAW)

Size: 3/32"

Type: 2% Thoriated

Filler Metals

AWS Specification A S_

AWS Classification ER 309/309L

Shielding

Flux Gas Argon Flow Rate 22 CFH
Composition 100%

Electrode Flux Class Gas Cup Size 3J8

Preheat

Preheat Temp., Min. tufficientto remove moicti_,_ra_

Interpass Temp., Min.

Max. 350'F

11 2

Technique

Stringer of weave Stringer

Multiple or Single Pass (per side) Multi-pass
Number of Electrodes 1

Electrode Spacing: Longitudinal

Lateral

Angle

Contact Tube to Work Distance
Peening

Interpass Cleaning Wire Brush / Grinding

Postweld Heat Treatment

Temp.

Time

See page 2 for welding Procedure



Welding Procedure

Pass or Weld

Layers
Process Filler Metals

Class
Filler Metals

Diameter
Current Type

and Polarity
Amps or Wire

Feed Speed
Volts Travel Speed

All GTAW ER 309/309L 3/32 DCEN 225 6 IPM

Single-V-groove weld (2)
Butt joint (B)

BACKGOUGE

f

RT

Base Metal Thickness Groove Preparation

(U = Unlimited)
R t O i

Tolerances
Welding Joint

oo pen ng
Root Face As Detailed As Fit-Up

Permitted
WeldingProcess Designation T Groove An g le (see 3 .24.2) (see 5.4) Positions Notes

SMAW B-U2 U R = 0 to T/2!5 1/8 +T/4:5 1/16, -0 +1/16 -T/2 < 1/8
GTAW B-L2 2 max f = 0 to T/2!5 1/8 +T/4 - 1/16, -0

,
Not limiteda All d, k, o.

a = 60° + 10°, -0° +10°, -5°

GMAW R = 0 to T/2<_ 1/8 +T/4:5 1/16, -0 +1/16, -T/2:5 1/8
FCAW B-U2-GF U f = 0 to T/2 5 1/8 +T/4 < 1/16, -0 Not limiteda All a, d, k,

a = 45° +10"-0, +10°, -5° o
R=0

Over 1 /2 to 1 f = 1 /4 max.
a = 60°

SAW B-L2c-S Over 1 to 1-1/2
R=0

f = 1/2 max.
R=tO

f =+0, -1/16
+1/16,-0

11/16 F d, k
a = 60° a = +10°, -0° +10°, -5°
R=0

Over 1-1/2 to 2 f = 5/8 max.
a = 60°

inimum groove depth.

Figure 3.5



WELDER OR WELDING OPERATOR QUALIFICATION TEST RECORD

Type of welder Welder

Name Stainislaw Tracz Identification No. 1710
Welding Procedure Specification No. WPS 100 Rev. Date 12-7-07

Record Actual Values
Used in Qualification

Variables

Process/ Type GTAW

Electrode (single or multiple) Single
Current / Polarity DCEN

Position
Weld Progression

Backing (YES or NO)

Material / Spec.

Base Metal

Thickness : (Plate)
Groove

Thickness: (Pipe / Tube)
Groove
Fillet

Diameter: (Pipe)

Groove

Fillet

Filler Metal

Spec No.

Class

F-No.

Gas / Flux Type

Other

Qualification Range

GTAW / Single Electrode

Qualifies DCEN Flat
grooves & fillets

lG

No

ASTM -A-36 to Same

3I8

AWS - A5.9
ER 309/309L

F-6

Argon 100%

with or without
any in table 3.2

1/16" to 3/d'

1/16" to 3/4"

See tables 4.3 & 4.4

Qualifies to any F-6
specification in table 4.5

Argon 100%

VISUAL INSPECTION
Acceptable YES or NO Yes

Guided Bend Test Results
Type Result Type

(1) Face Acceptable N/A

(1) Root Acceptable N/A

Fillet Test Results

Appearance Fillet Size
Fracture Test Root Penetration Macroetch
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Steve Tarrant Test Number 270

Organization Weldstar Date 12-12-07

Result

RADIOGRAPHIC TEST RESULTS
Film Identification Results Remarks I Film Identification Results Remarks

Number Number

Interpreted by Test Number

Organization Date

We the undersigned certify that the statements in this record are correct and that the test welds were prepared, welded, and tested
in accordance with the requirements of Clause 4 of AWS D1.6 2007 Structural Welding Guide Stainless Steel

Manufacturer or Contractor Hi-Tech Manufacturing Authorized By Simon Sorsher

Date 12-7-07
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