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REFERENCE PROCEDT'RE QUALIFICATION RECOR.D SPECIFIC CONTRACT

NO. POSITION QUALIFIED
lOw-r(}n

THICKNESS QUALIFIED
(ow-403)

POSITION
{ow-.r05)

TIIICXNESS R{\CE
fOw-403)

7 0 0 2 9
-1ft 7 / 7 6 "  x o  7 / 4 " A17 0  .  7 2 0 , '  t o  7 /  8 n

SPECIrIC CONTRACT WPS REQUIREMENTS

EDTTIoN AND A-DDENDA aSI4E .gectjon VIII & IX. 1992 Edition, 92 Add.

JOINTS (QWTO2I SEE CENERAL }VELDING
TECHNIQUE P.{GE 3

ASS TEMPf, RATT'RE {QW-.I06)
SEEATTACHEDPAGE 2

BACKINC IT{ATERIAL (QW-402)

lvone xeqlired

POST Wf,LD HEAT TRI]ATMENT (QW..IO4

PWHT R.EQUIRID NO

IF PW}IT IS REQI'IRXD, SEE APPROVED

CONIRACT PWI�T PROCEDURE FOR DETAIIS

AND EXTENT OF PWIIT.
BASE |[{ATERIA.L (Qw-4o!)

\
I
J  A24o  Tp -  3o4L  (AS t ' tE  P -8 ,  Gp .  1 l

Any ASME P-8, Gp. 7 t tateriaT naY be

\ 'efdeC aogethet or to each other in aAy

coitbi,nation -

cAs (ew-.ro!) coMPoslTIoN:

SHIELDING: 60+ At - 40* He

FLOWRATE: 20-45 cfh

BACK {JP 70A+ Argon

FLOWRATE: See Page 2

ELECTRICAL CHARAgTERISTICS (QWT09)

CURRENT: Djrect Currenr

POI-ARIfi: Electrode Negative

OTHER: Straight Pofati  tY

AMPERAGE AND VOLTAGE RANCE, SEE PACE

VOLUME OF WELD METAL REQUIRED

SEE ATTACHED PACE

MODEOFTRANSFER N/A

NO

n7o -FILLER IV{ATERIAL (Qlv.,IO1)

ASME SPECTFICATION NO: SFn 5.9

ASME CI,ASSIFICATION: ER308L *

ASME ANALYSIS NO: A-8

ASMEGROUPNO: F-6

CONSUITABLEINSER'[: N/A

SUPP. PO\"'DER FILLER: N/A

NIQUE (QW-4IO) / SPECIAL LIMITATIONS

SEE ATTACHED PACE(S}

GER OR Tt EAVE TECH:i iQUE SEE PAGE

OF WELDINC

3

[dA.NUAL MACHINE

SEMr-A!"TOMATTCT-----l ALTTOI'IATICr

FLUX (Qw-404)

N/A

CUS'TOMER APPROVAL ' ER308L in accordance wixh

fiMS-8R308L.

t
E
o

OB DIST
ENGR SERVICE

HOUSTOfi

lcoRr
laA

REG

CONST MFG

QA*.. '

BY OATE

.-
/D/er

PRf,PARED
crircrco
,r.r!ruonrzno

RWP OI 03
02/28 /9s

W.IOO REV JUL 67<PC>

}6oc37 -a- , -B

,y'r"y't



WELI}INC PROCEDLIRf, SPECIFICATION
PAGE 2 OF 3
REV.NO.5
BY DMF DATE 06/26/95

LIGO BEEI4 T'UBE T{ODT]LES

LTMITATIONS :

J-. Pufsing current may be used.

2. Use r.lu-lt ip-Ie passes on sjde .1.

3. Vse a singTe pass on side 2.

4. use a sit lg:Le Ew"l12 (2* thori.ated tutgsten) e-lectode.

a nnlv qr,inlr.cr .qtael brus]le,s sha77 be used on stainless
stee-l .

6- No singTe pass sha.ll. exceed 7/8" jn thjckness.

"  .n iv  F i l lF r  l r , . � ra l  in  accordance w i th  WS-8R308L sha- l - l  be
used.

8. A back purge of 7o0t Argon sha77 be used on opposite
side of welding. The axygen content shaLL be iesg
t h a n  2 . 0 * .

9. See Procedure FPPUMPPORT for f itting/putging -

II\IERPASS TEMPERATURE :

The interlrass tempetature sia-l i r]ot exceed 350"F'

.
PREHEAT REQUIREMEIftS (ASME P.8, Cp. 7):

No preireat is requ.ired except as an aid to temove moisture
urr]ess tire aj|nbie/lt temperatute faLl-s below 0"F. When the
antbierrt xenp)etature falJs beTow o"F, a preheat ot warm to the
hand (approx - Loo'F) is tequired trixhin 3' of vthete the weiding
is started and maintained 3" ahead of the arc.

ER3 O8L/PORT



WELDLNG PROCEDURE SPECIFICATION ERi08L/PORT
PRODUC-T
CUSTOMER

LIEO BEAM TWE MODWES

CAI'TECH

PAGE 3 OF 3
REV.NO. S

DMF DATE 06/26/95

Op.rrtioo
D.scriDtion

Bcrds Wcld
Proc.

El.ctrodc Curr.rt

lamp3t

Volt!g.

(Voltr)

P.sk

(em ps)Lsy.r Siz. Tvpc

Sxringer
Weave

Inside
Pass  7

outs lde

Pass 2

ER3O8L l- n accoz

N/A Autog .

N/A I Autog.
o.  o35 |  ERiOSL*

'dance with wMs-ER308

75-85

65 -90

L .

JOINT OETNL. See conl'3d d.awings forapplic€bl8 Joinl dalads and dimensons

(

A
\

o

l /16"

-  S ldc  '

-r 'r- 1/8"

5G Position

*r1oo P i€v FEa €e<Pc>



Contract
PROCEDURE QUALIFICATION

To A. S_ M. E. Seclion tX
ESSENTIAL VARIABLES

Reduced Seclion Tensile Results

RECORD

- No. 10429
Process GTAW
Mur"l"r ,p".,i r r".n'"i,Hi1"."F",! r..'rr,o f-l
i :y . : : l , " ;  

e .oprmFruxr ,adename N/Ai hickness(if pipe, dia and watt rhick) 01 t-bl/g" _- Inert gas compositio" 6ofiG;;% H;lt*Fitter metat groupno_F ----FJ- 
Flo* r"t" ffiweld metal analysis no. A -ASMEspeciiicationno.sFA -�-s?ffir-;::T:lJ"J::i:iffi::it" 

-IT=F1"I-

AWs specifcation no. A + 
None Required. r t rv  .psL"r lduur r ( r ,  A A 5.9

WELDING PROCEDURE

Single or multiple pass Multiple Single or multiple arc Single positaon 3G

Mode of transfer for G|AW: S 
-

Firer rerar ror GrAW or pAW o'"' 
H.or. 

o'oou'il,"H*, 
.,"J,"Jr*' - o.o.f.lon 

"''"'n fr
_Electrode .. ewT|r-z 

--Electrode 
diameter ---I ype or oacKrng None Reouired Wat.tin^ ^,,d.

. ^ . F ' | | r r ^ / E I ^ | N ' ^ \ # . - . - . . o - - . ' : n t D i r e c c U r r e n t ' E I e c t r o d e N e g a i i v eConsult \4ELDtNG VAntp,eLES for joir,Gim;;ions and w"lainn-"urr"nt .ut in
TEST RESULTS

Specimen No.

}. --:--:'::-':--

Dimensions,  in .
Area

Ultimate
Total Load

Kips

Ultimaie Unit
Stress

Chalacter of Failure
and Location

wdth Thickness ksi l,4Pa

)_ffi
0.750 0.092 0.069 5 . 7 82.6 c o 9 . 5 Ducli le in weld metal
0.750 0.097 0.073 6.0 566.7 Ductile in weld metal

2 Transverse Face Bends 2 Transverse Root Bends

Welder's name
Welde/s name

We certify that tbe statements in this record are
in accordance with the requirements of Sectjon

Remarks:

Social Securily no, 113-82-4060 Welde/s symbol
Welde/s symbol

WXB
Social Securit-v no.

Who by virtue of these tesis nreets wetder perlormance reeuirements.

Work Order (Orig. WpS) No. H11113 Rev. 2

By

cor.ect and that the test weld was
lX of the ASME code.

S igned CBI

Date

prepared, rvelded and tesied

Rick Vr'. Prior

15.O€C-93 [H 1 1443.XLWWL20D.XLS

1t24/94

!1uoD REv OCi 93.p.>

o



PROCEDURE QUALIFICATION RECORD

ToAS.M a Seclion tX

PART III WELDING VARIABLES

Contract

lvlaximum gap 0.010"
Plates tit on centeriines
AII passes weldeC from Side 1
In Dwell is on the 1/8" side.

Pulse wicith
Pulse freou

Out dwell time (x 0.1
Excursion time fx 0.1 s
In dwell t ime (x 0.1

o lualif lcation No_

av pz-.?4-7/Z-:-

1t11t94

1/24t94
10029

[H1 1 443.X1\&]PORGOtD.XLS

Rick W. Prior


