WELDING PROCEDURE SPECIFICATION (WPS)

BT 2R (WPS)

(In according to Section IX, ASME Boiler and Pressure Vessel Code)

Company name: ¥l#40\/ A /A 5 (KAYSEN STEEL INDUSTRY CO., LIMITED)

Welding procedure specification No.J#4# T Z A% *5:

Supporting PQR No. (s) ATHHE ) T ZVFE I RKS "5 1140609-1

Welding Process(es)fi#% /7i%: _GTAW
(Hgh, T, HLEheEaah)

J140609-1

Revision Nof&gdts: 0

Date [/ }i}: 201406-09

Type(s) 1 511b%5%%: _Manual (automatic, manual, machine or semi-automatic)

JOINTS $23k (QW-402)

« Joint Design # %</ X:_ Butt joint X HeHz
Root Spacing R#BIEH: 1-2mm  Angle 3 A1/:
Root face thickness i 5 : None
Backing(Yes or No)4J #4(478470):

GTAW: _Yes(fi)

5535°

Backing Material (Type)#f #b () - if yes WA
B Metal &/ [ Non fusing Metal 354 /&

) Nonmetallic 4@ O Other &<
|

Sketch of joint % 3kHjH:

790

1-2

)

BASE METALS &8 (QW-403)

P-No. 73257 8 Group No.4 '3 1 to P-No.'5713K Y 8 Group No.#41%5__1 or u§
Specification type and grade 5 FISER 5 4 SA240-3041,

to Specification type and grade 54K 5 M54 55 SA240-304L or 1§,
Chem. Analysis and Mech. Prop.f£.27 % 5} #1 1) 5P RE A N/A

to Chem. Analysis and Mech. Prop. 15 k2% i 40 1 J1 2L BE A N/A
Thickness Range /5% i [H: _
Base Meta £}47; Groove Hi L1454%: 1.5~12mm Fillet ffiJ54%: Unlimited TR T
Other 1Ak None
FILLER METALS HFE&/E (QW-404)
GTAW GTAW
Spec. No.(SFA) FritE*): AWS A5.9 AWS A59
AWS No(Class)7 2 7 ER308L ER308L
F-No. 6 6
A-No. 8 8
Size of Filler Metals {784 J@ )T ®2.0mm ®2.0mm
Filler Metal Product Form 51754 @ /= i 2 50 N.A
Supplemental Filler Metal #h 8B &% N.A
Weld Metal /24848
Thickness Range Ji£/& i il
Groove I I11E4%: Max.12mm
Fillet fAfi4E: Unlimited A [E
Electrode-flux(Class) 1522425775 26 %5 N.A
Flux Type #7268 N.A
Flux Trade Name 15 71 i i 44 B N.A
Consumable Insert %1kt 5% N.A
Other & None




(Back) %E

WPS No._1140609-1

Rev. &2 0

POSITIONS {1 E (QW-405)
Position(s) of groove 3 HALE: 16 T4%
Welding Progression #2377 [: Up il 1 _N.A_ Down i F_N.A
Position(s)of Fillet fi¥5t4%A7 ¥ None
Other At None

POSTWELD HEAT TREATMENT & )5 #AL#H(QW-407)

PREHEAT fii# (QW-4006)

Percent Composition

Gas(es) &  Mixture IRATLE

Temperature Range /3 1t [fl: 1050°C £10C
Time Range R R [H]: 30min
Other SL1tb None

GAS 4K (QW-408)

el
Flow Rate i &

Preheat Temp.Min. /)N R : i o
Interpass Temp Max. Ji K2 T <150°C Shlelcgng R _
Preheat Maintenance TRHE R Jy 2l N/A ﬁé#ﬂ:" Ar 99.99% 10-141/min
Other 1Lt None Shiglding
(Continuous or special heating, where applicable, should be i%ﬁl?{#"‘ N.A HA N.A
recorded YRV it £ 5 T HE A I s S AR oy
HHRAPA _NA N.A N.A
Other JL&: N.A N.A N.A
ELECTRICAL CHARACTERISTICS HifF#: (QW-409)
T Filler Metal Y175 &)@ Current HLiiL
Weld | Process Volt Range Travel Speed Other
Dia. Type Amp. Range P
Pass(es) ¥ Classification N o BE M 915 o T 1
) y ) H# Polar. PR IAE S R ki
wE | P2t V) (mm/min) e
(mm) et (A)
1 GTAW SS-ER308L $2.0 DCEN 80~120 9~10 90~120
Thick
2 GTAW | SS-ER308L | 2.0 DCEN 90~120 10-12 100~140 sk
of each
3 GTAW SS-ER308L $ 2.0 DCEN 90~120 10~12 100~140 .
ayer less
4-5 GTAW SS-ER308L $ 2.0 DCEN 100~130 10~12 100~140 than B
lan mm
- TAW 5S-ER308L 2 120~ 12~14 110~15 o
6-8 GTA SS-ER308 $2.0 DCEN 20~160 2 0~150 BEES
J& /Nt 6mm
Pulsing Current Jiki HL ¥ N.A Heat Input(max.) J5 A#EIA: /
Tungsten Electrode Size and Type 445 U1 f2e 2l $3.0
(pure tungsten  or 2% Thoriated etc.)  Ziftk ok N 20t 19 Hz

Mode of Metal Transfer for GMAW 4z J@ i3 /7 :L(GMAW): N.A (spray arc ,short circuiting arc, ete. )0 It SRR I
Electrode Wire feed speed range 12 #2 5 BE i [H: N.A
None

Other 1G4t

TECHNIQUE fE:HA (QW-410)
String or Weave Bead F iE1P ol EAR:

String.

Orifice. Nozzle, or Gas Cup Size M fLEKTHE R}

¢ 12mm

Initial and Interpass Cleaning (Brushing, Grinding, etc.) $JJRA1Jz [T 2 CRIBERFT BB

Method of Back Gouging 7 [fii7 34 77 i%:

N/A

Grinding & Brushing,

I A

Oscillation 4% 7734

None A~

Contact Tube to Work Distance 5 /{L¥E %S TAFFE #5:

N/A

Single or Multiple Pass (Per side) il #5 il JE 17 (M)

Multiple %

Single or Multiple Electrodes ¥ 22 5 8% £245::

Single #

Electrode Spacing K54 5] B%:

Peening £ /o #ilT:

None L f S/}o\

Other g

=R

ﬁ\/’

Prepared by Zafi: Date:

Approved by #tHE:
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