ncn  Stelform

SPECIFICATION

WELDING PROCEDURE

PROCESIES:

G.T.A.W - ROOT AND HOT PASS, F.C.A.W-05 FILL & CAP

MATERIAL SPEC: ASTH A240 MATERIAL SPEC;  ASTM A240

ERADE: 304 =RADE: 304

GROUR NO: PE-GR1 SROUP MNO: P8-GR1

COVERING RANGE: 5 TO 32mm
IMPACTS AS3992 15 TO 32

TEST MATERLAL SPE; 16 mmt THICKMESS SUALIFED: ASME IN 16 TD 32

JOINT FREP SRUALIFIEC:

SINGLE VEE BUTT WELD

WELDING (CONSUAMABLES

SINGLE BRIGHT

=i

e e —

ELECT SPEC:  AWS A5.22 E30BLT.1  T/NAME 308L size: 1. 2mm-
JLLER SPEC:  AWS AS.9 ER 308L  T/NAME AVESTA 308L SZE: 2. dmm
FLUX SPEC:  N/A TANAME = SEE -
WELD SEQUEMCE
GAS: GTAW FCAW 827 AR CTAW FCAH
SHIELDING: TvPE ARGON CORGON 1B comp 99.99% AR 187 Co' pLow 10 TO 15 20 TO 25 ypail
BACKING: TYPE ARGOH conp 99,993 AR FLOW 10 L/MIN
GAS CUP: TYFE (A% LENS Size  12mm TUNGSTEN: TYPE 2% THORTATED SIZE 2. dmm
WELDING POSITION 3G FIXED VERTICAL \WELD DIRECTION UPMARDS
WELD PREHEAT TEMP MM AMBTENT 20 s IMTERRUM TEAAF 200 °C MAYX  MAINTAINED h
WELDING DETAILS
METHOD WIRE/ELECT AC OR DC AMPS RANGE | VOLTS RANGE | SPEED MMMIN | HEAT INPUT
DIAMETER POLARITY RANGE KM RANGE
CTAW 2.4 BC- 76 TO 130 9 10 11 45 O 75 0,56 TO 1.95
GTAW 2.4 oc- 92 TO 167 9T 11 S50 TO &0 061 TO 2.21
PCAU-GS 1.2 DG 110 To 185 | 22 70 26 100 T0 180 }0.80 To 2,89
_FCAU-GS 1.2 nCH 110 TO 210 | 22 To 29 80 T0 112 |1.29 T0 4.64
5 FCA-GS 1.2 Dok 110 T0 185 | 22 0 36 135 T0 220 |0.61 T0 2.16
6,7,8,9 FCAN-GS 1.2 DCH 110 T0 170 | 22 T0 25 160 T 300 |0.45 TO 1.63
INTERRUN CLEANING METHOD:  S/S WIRE BRUSH, CHIP, GRIND BACK GOUGING:  NOT REQUIRED |
POSTWELD HEAT TREATMENT.  HEATING RATE:  T/A& “C/h TEMP RANGE; - oC "
TIMAE: H/A h - COOLING RATE: - C/h
COMMENTS: FLUX CORED WIRE TO BE STORED IN DRYING CUPBOARD BEFORE USE ) .
NOTE: FOR QUALIFICATION RECORDS APPROVED BY: B AU, . oare 16/1/% D34
CERTIFICATE OF EXEMPTION TO AS 3920.1 NUMBER 01/0A/9%
REFER TO) PQR MO: 714/ ORGANISATION: STELFORM QUALITY ASSURANCE OFFICER
STELFORM SUALIFICIATION STANDARD P.S. REVISION NO:
ﬂgmr%ﬂ?{pﬁm' . r.llg SR ITY2 0
DATE: 8/1/96
e
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m Stelfoml WELDING PROCEDURE

SPECIFICATION

PROCESSES: G.T-A.W=-ROOT HOT PASS - FCAW-GS-FILL AND CAP

MATERIAL SPEC:  ASTH A240 MATERIAL SPEC: ASTM A240 ~Fom 74
GRADE: 316L GRADE: 316L @
BROUP NO; F8-GR1 GROUP NO;  PB-GR1 ? N / | Oro L f;
COVERING RAMGE: %18 E.L,i B T

TEST MATERWAL SFE: 10 mmt THICKMESS QUALIRED: 5=20 mme
IMPACTS-453992 10-20 mm
JOINT PREP QUALFED:  SINGLE VEE BUTT ASME IX 10 - 20 mm JOINT PREFPARATION
WELDING COMNSUMABLES
, _ALLOY RODS ,
FLECT 3PEC: ANS AS.22 E316Lt. 1T/MAME: SHIELD BRIGHT E 1.2mm
3isL
FILLER SPEC: AWS AS.9 ER3I16L  T/MAME AVESTA 316L SEE 1.6 + 2.4
FEL SPEC: - TIMAME - SIZE; -
WELD SEQUIENCE
GAS GTAW  FCAW "GTAW FCAW
| SHIELDIMNG: TYPE ARGON Corgon 18 COMP 99.990% Ar, Ar+18%CaFLOW 10-15  20-25 LM
BACKING: T™PE  ARGOW ' COMP  99.99% AR ROwW 10 LAl |
GAS CUP: TYPE GAS LEWS SFE 12mm TUNGSTEN: TWFE 2% THORIATED SE 2.4mm DIA l
WEDING POSITION T8 DOWHHAND WELD DIRECTION FULL. METHOD
WELD PREHEAT TEMP MIM  AMBIENT 10 O [MTERRLRY TEMP 200 0 MAX  MAINTAINED ' 3 |
WELDING DETAILS
Il PAsE NOS. METHOD WIRE/ELECT ACOR DC AMPS RANGE VOLTS RANGE SPEED MM/MIN | HEAT INPUT
- CHAMETER FOLARITY RANGE KJ/MM RANGE
1 GTAW 1.8 Dic=- B3 TO 115 9 TO 11 é-;? TQ 75 0.45 TD 1.6
2 GTAW 2.4 DC- 96 TO 160 8,5 70 11,58 79 T% 115 [0.42 To 1.3d
3 FCAW-GS 1.2 Do 140 TO 260 26 TQ 31 290 To 468 |0.48 To 1.68]
' o - |
& FCAW-GS 1.2 DO+ 140 TQ 270 26 TO 31 245 To 377 {0.58 To 2.09
INTERRUN CLEANING METHOD:  CHLP, 5/5 WIRE BRUSH, GRIND BACK GOUGING:  N§OT REQUIRED
POSIWELD HEAT TREATIMENT:  HEATING RATE: N/R “C/n TEMP RANGE: - °C |
TIME: - ho COOUNG RATE: - C/h
COMMENTS:  FLUX CORED WIRE T0 BE STORED IN DREYING CUPBOARD' BEFORE USE ——
- R = e
NOTE: FOR QUALRICATION RECORDS APPROVED BY: ,{ﬂﬁs M DATE:  16/12/95 f\-J
. QERTIFICATE OF EXEMPTION TO AS 3920-1
REFER TO PER NO . 715/ ORSAMBATION: Mo. 01/QA/94 QUALITY ASSURANCE OFFICER
STELFORBA SHUALFCIATION STANDARD ' REVISHDM NO:
SIGNATURE: Crdells W.P.S,
AS 3992 & MNO: 71547
DATE: 15/12/95 ASME IX
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|RCR}: Stelform

WELDING PROCEDURE SPECIFICATION

MATERIAL SPEC:  ASTH A312

PROCESSES: GTAW (TIG) ROOT RUN/MMAW {STICK) FILL
MATERIAL SPEC:  ASTM A3L2

GRADE: 321 GRADE:
GROUP NO: F&-Gr 1 GROUP NG:

COVERING RANGE:

321
PE-Cr 1

DAMETER QUALIFIED:  ALL DIAMETERS

JOINT PREP QUALIFIED: SINCLE VEE BUTT

THICKHESS QUALIFIED: 5 to 25.4mmt

W

\N/

ko5

JOINT PREPARATION

WELDING COMSUMABLES

SANDVIE E347-16

®

ELECT SPEC AWS AS.4-81 E347-16  T/MAME: SIZE; 3.25 . P
FILLER $PEC: AS1167-2-1986 RI6T  T/NAME: BRITISH INUERBATIONAL SEE 2.4
FLUX SPEC: - T/NAME: - sZE - @’f \@)
WELD SEQUENCE
GAS:
SHIELDIMNG: T™PE MEGON COMP GOy FLOW 3=10 L/MIN
BACKING: TYPE ARGON COMP ooy F LW F=10 L/MIN
WELDING POSTION  PIPE AXTS HORIZONWIAL 1G ROTATED 180° WELD DIRECTION  UPWARDS
WELD PREHEAT TEMP MM, MO 20 e INTERRUN TEMP 300 o MAINTAINED - h
WELDING DETAILS
PASE NOS. METHOD WIRE OR AS OR DG AMPS RAMGE YOLTS RANGE SPEED MM/MIN HEAT INPUT
ELECTRODE POLARTY RAMNGE KJM RANGE
CIAMETER
1 GTak 2.4 DiC= B0-100 B-12 55-k5 LA o 1.4
L 2 LTl 2.4 o= 100-130 9-13 h5-85 LA to LG

3 MMAW 3.25 D+ &0=-100 22=24 =120 .53 to 2

4 g 3.25 D 20=-100 " " "

5 M4 3.25 Do+ B5-110 " B5=50 5 b0 3.4
INTERRUN CLEAMING METHOD: 5/5 WIRE BELSH BACK ggugwé; MO REQUIRED
POSTWELD HEAT TREATMENT: HEATING RATE: *Ch TEMP RANGE: G

HIT REQUIRED .
T E: h COOLING RATE: Cih

M.O.E. RESLLTS:

REPORTS/CERTS: VISUAL M93.213V COMPLIES, RADIOGRAFHIC H446 RPTZCOMPLIES, DFL M93.Z130PT QOMPLIES
MECHAMICAL TESTING RESULTS; TENSILES M93-213/2134-142, BENDS M93-213/213A-3,4,5,6,7,8,49 - ALL COMPLIES

REPORTS/CERTS: MACRO M93-213510&11 - QOMPLIES, HARDMESS M23-213H-10, FERRITE M93-213F-11 EVALUATTON ONLY

NOTE: FOR QUALIFICATION RECORDS . APPROVED BY; - ﬁ\) ;'w‘cﬂi

% oy
REFER TO PGR NO: B06 ORGANISATION: L weh NS L
STELFORM fﬁj o QUALIFICIATION STANDARD W.P.S. NO: REVISION NO:
SIGNATURE: */- A -

: - ANST B31.3-ASME 1X
; & 606G 0

DATE: - e ASG061 - AS3992




QsD21-2 WPS
lssue 1
ROCESSES: oraw {T16)
MATERIAL SPEC: ASIM A31Z MATERLAL SPEC:  ASTM 4312
GRADE: 321 GRADE: 321
GROUP HO: PE-Grl GROUP NO: BPH-Grl
COVERING RANGE:
DIAMETER QUALIFIED;  ALL DIAMELERS THICKNESS QUALIFIED:L. 5 to 1lmme
JOINT PREP QUALIFIED; SINGLE VEE BUTTS JOINT PREPARATION
WELDING CONSUMABLES
" ELECT SPEC - T/HAME: - SIZE; -
FILLER SPEC: ASL1G/.2.1986 R347  T/MAME: BRITISH INTERNATTONAL SEZE: 2.4 '
FLLX SPEC: - TIMAME: = sFE: -
WELD SEQUENCE
GAS: I
SHIELDING: TYPE  ARGON COMP Qo FLow  10-15 LIMIN
BAGKING: TYPE  ARGON COMP Qo FLOW §-10 LiMIN
WELDING POSIMON  PLEE AXIS INCLINED 45° 4G WELD HIRECTION UFUARDS
WELD PAEHEAT TEMP M ECE 20 “c INTERRLIN TEMP 300 G MAINTAINED - by
WELDING DETAILS
PASS MOS, METHOD WIRE 4R AL OR D2 AMPE AANGE VLTS AANGE SPEED MA/BAIMN HEAT IMNPLT
ECBCTE0TE FOLARMTY AANGE KJiMM RANGE
CIWMETER
1 GTAW 2.4 DC= 75-90 g-12 55-70 L35 Lo 1.3
2 " " " A0-100 2-12 e 3B ke 1.4
il
3 " " 70-90 812 I0-40 G5 to 2.3
INTERRUN CLEANING METHOD: 5/5 WIRE BRUSH BACK Gouﬁ:mé: NOT REQUIRED
POSTWELD HEAT TREATMENT: HEATING RATE: "G/ TEMP RAMGE: ol e
NOT REQUIRED -
TIME: h COOLIMNG RATE: h

M.OLE. RESLULTS:

AEPORTS/CERTS:

MECHANICAL TESTING RESULTS: TENSILE MI3-214/214A-152  BENDS MO3-214/2144-3,4,5,6,9,10 ALL COMPLY !
REPORTS/CEATS:  MACRO M93-214-788 COMPLIES, HARDMESS M93-214H-7 AND FERRTIE M39-214F EVALUATION ONLY

VISUAL M33-214V, BADIOGRAPHIC DSREHEI-I-QE,.-"I AND DPL M93-Z14DPL ALL COMPLY

HOTE: FOR QUALIFIGATION RECORDS . APPROVED BY: ° M anobal(

. BO7 S
AEFER TO PQR NO: ORGANISATION: A heA, Hsw U

- DATE: 2o [a fgs

PR
STELFORM L = . ,
SIGNATURE: 7 E’Qéﬂz coop SRnlDCATION STANDARD W.P.8, NO; REVISION NO:

ANST B31.3 - ASME 1X

DATE: Ky ST k1 ASGDE1 - AS3092 BOT 0
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