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The test should simulate the production conditions and the welding position should be the position where the production welds are to be made or a more severe more! for approval of the maximum position a 45 degree inclined tube (referred to as 6G position) approves all but vertical positions out of use. The welder performance test must follow a
W.P.S. Once qualified, the welder must always work in the entity approval of any W.P.S. and its W.P.Q. The welder qualifying the P.Q.R. is automatically approved within the limits specified in QW304, QW305 and QW303. See QW 466 for exceptions and precise details. Once the welding is complete, the test piece should be subjected to destructive
and non-destructive examinations such as X-ray and mechanical tests defined by the welding procedure standard. P No 1 EN28812345A4555b55C6768889A,B,C10A,B,C,F,G10H 10] Group 1 11 A Groups 9 7? Note that the above changes requiring a new welding procedure can also be applied to the approval of welders, refer to the
standard for precise details. A<aA- Support strip, back-shioging information. Modules E1, E2, E3 may be referred to as WPAR (welding procedure approval record) or WPQR (welding procedure qualification record). Non-essential variables are variables that have no significant effect on the properties mechanical. A<aA: preheating (min temp and
method) A4 A- interpass if necessary (maximum recorded temperature) A<aA- post-welding heat treatment. The variables of the welding variables used in a welding procedure test are divided into 3 categories: A<aA- Essential variables are variables that have a significant effect on the properties of a joint. A<aA- plate or tube, diameter range A 4 A-
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enoizudortni everB -AA”A .enoizudorp ni atautteffe eresse eved arutadlas al emoc evircsed ehc otnemucod nu “A SPW nU oipmesE noitacificepS erudecorP gnidleW ta ot Type approval test to an appropriate standard, such as EN 287 Part 1, as follows:Complete a welding test as described in point (2). Examples of these forms are given in the Annexes
to EN ISO 15614 and EN287. I thank the person who sent this to me. The application standard may require additional testing to required by welding standards, for example most UK boiler and pressure vessel codes require all weld tensile tests for plate qualification above 10mm. Ref QW 302.2. Visual Examination Ref QW 302.2 & QW 190
Performance test coupons must show complete joint penetration with full fusion of the weld metal and base metal. For example welding positions permitted by the welding procedure standard may not be achievable or practical for certain welding processes or consumables. Weld a test piece in accordance with the requirements of your specification. I
have assumed that there will be a vertical shear force caused by the offset load creating a moment about the mid point between the welds (marked with the red dot), as well as a horizontal shear force. UK pressure systems regulations Items that come under the UK pressure systems regulations must be 'properly designed and constructed so as to
prevent danger', and items that are repaired or modified should not give rise to danger. ASME IX American Boiler and Pressure Vessel Code QW 250 Lists the variables for each welding process, all the variables stated should be addressed. European Pressure Equipment Directive For inspection category 2 and above all welding procedures and
welder qualifications have to be approved by a Notified Body (an Inspection Authority Notified by a European member country under the Directive), or a Third Party Organisation similarly approved under the Directive. Sufficient details to enable any competent person to apply the information and produce a weld of acceptable quality. Longitudinal (all
weld) bend tests are not recommended unless the base/weld materials differ markedly in bending properties. The details of the test such as the welding current, pre-heat etc., must be recorded during the test. EN288 material groups are included for comparison only. The thickness limit only applies to the deposited weld metal thickness not the plate
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siht dlew ttub a QW431.1 and QW461.2 positions basically there are three inclinations involved. A 4€4a€ - Procedure numberisherA€ AaaA- type of process is @ho a € & € - consumption dimension, type and complete codification. The test requirement for grooves welds are as follows: asto A A A A - transverse traction tests (QW150). Manganese
Metal Metal Metal Steel, 4 secondary groups a € a € group 1 up to about 65 ksi is heway S - Group 2 about 70ks a € a € - group 3 about 80ks ue & € A & group 4? A specification of welding procedure can cover a range of thicknesses, diameters and materials, but the interval must be specified and be compatible with the rest of the parameters on the
document. REF QW 424.1 for more details. Thickness limits for fillet welding according to QW462.4a or QW462.4D qualify all the dimensions of the welding of the fillet on all the thicknesses of the basic material and all the diameters in a test. The extension of the approval range of approval is very well explained in QW461.9. Take particular note of
the welding positions that are also explained in QW461, for example to qualify a welding to the fillet in the normal horizontal-vertical position with a groove welding, the welding of the groove must be qualified in at least the 2G position. I was unable to find a calculation for this in any reference, so I put it together. The reference should be made to the
acceptance standard for precise details. MMA TIG MIG MAG FCAW WELDING Current Sace Sace Sace Sdce Sdce Saa Saveggio Current AC/DC Polarita Sace Sace Sace Sace SUA SUE SPEA TELE x interstitial infomation? This document contains the details of the welding test, must include the details of all the parameters listed as variables in the
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qualified by a groove welding) Geometry of the joint of the joint configuration, a double V (or U) A is con31dered equal to a joint with support and does not qualify a single V (or U) Without support, but a single full penetration joint without support qualifies all joint configurations. Approval of the welder Once the procedure is approved, A is necessary
to demonstrate that all welders working there have the knowledge and skills required to put already! a clean healthy weld. clean. Reading a free preview Pages 6 to 12 are not shown in this preview. WPS Specifications This document describes the practical application of the Procedure Qualification Record (PQR). Therefore, a performance test on
any material in groups P 1 to 11 approves all these groups and subgroups, including P34 and P4X (P40-P49). Ref. QW301.2 Specialized processes such as corrosion resistant coating or hard face are covered in QW 453. Minimum Approved Base Thickness = Welded Size or 1", QW 453 Minimum Storage Size Approved:- Point where chemical analysis
has taken No Upper Limit QW402.16 (462.5a) Welding Positions QW405.4 Performance Qualification approves all deposit thickness A @ AA No min.QW381 AA-: Brief Introduction AA- Procedure Qualification Record (PQR) AA- Welding Performance Qualification (WQR) PQ) AA- ASME definitions for welding processes, consumables and locations A<A
A- Welding Qualifications Submenu Page last 01 September 2001 ASME Definitions, Consumers, Welding Positions Aews ASME material numbers Explained ASME adopted its designation for welding processes, which are very different from the ISO definitions adopted by EN24063. Approval of welders without procedure BS 4872 A is necessary for
the qualification of welders when the welding procedure is not required nA© by the application standard governing the quality production welds nA© from a contractual arrangement. Procedure variables are defined with all procedure variables in QW252 and QW380 for the approval of welders. Thickness limits, groove welds. Position designations:
1G,2G,3G ,4G ,5G ,6G (Groove welds) and 1F , 2F ,3F ,AF (Thread welds) are test positions Validity period/renewal of qualifications (QW 322.2) provided the welder uses the process which is qualified and there is no reason to question its qualification, then its qualification lasts indefinitely. Generally from 0.5 xt to 2xt. They cannot be changed except
within the limits specified by this code. Positions to be supported: 5 LPM welded ensuring ensuring fit up and apply purge Welding Procedure Specification:- Example Weld Procedure Number 30 P1 TIG 01 Issue A Qualifying Welding Procedure (WPAR) WP T17/A Method Of Preparation Manufacturer: National Fabs Ltd and Cleaning: 25 Lane End
Parent Metal Birkenshaw Specification: Leeds Parent Metal Thickness Location: Workshop Pipe Outside Diameter Welding Process: Manual TIG Joint Type: Single Sided Butt Weld Welding Position: Welding Progression: Joint Design Run Proces s 1 2 And Subs TIG TIG Machine and Degrease Grade 304L Stainless Steel 3 to 8mm Wall 25 to 100mm All
Positions Upwards Welding Sequences Size Of Curren Voltage Type Of Wire Travel Heat Filler t Current/Polarit Feed Input Metal A V y Speed Speed 1.2mm 70 - 90 N/A 1.6mm 80 - 140 DCDC- N/A N/A N/A Welding Consumables:Production Sequence Type, Designation Trade Name: BS 2901 Part 2 : 308S92 Any Special Baking or Drying: No 1. A butt
or groove weld approves branch and fillet welds but not the converse, ref. Providing a compatible consumable exists with the same F number used in the qualification test. The location where each specimen has to be taken is defined in QW463 Radiography Ref QW 191 “AA-A A length of at least 6" must be examined for plate or the entire
circumference for pipe. Non pressure retaining fillet welds in pipe or plate can be tested but they must be double sided if plate and at least the dimensions illustrated in QW462.4a, ref. i.e. its range of approval. Welding Procedures Welding procedures are required when it is necessary to demonstrate that your company has the ability to produce
welds possessing the correct mechanical and metallurgical properties. QW202. One Consumable from F41 To F45 approves any of these consumables, except SAW. 3. It should contain enough information to give direction to the welder and should address all variables associated with the welding process defined in QW250 including non essential and
supplementary. If the plate exceeds 3/8" side bends may be used. Typically 151 430A low carbon steel could be considered as P1 and stainless steel as 316, 304 as P8. Standard EN ISO 15609 (ex EN288 part 2) specifies the content of that specification in the form of a list of items that should be recorded, however only the relevant information should
be specified, e.g. only in the case of a procedure requiring a control of heat input there would be a need to indicate the speed journey time or running length for manual processes. Cf. QW403.6 AA- To qualify a dissimilar thickness puA? you need more! than a PQR The slightly 't' thickness of welding deposited for each affected process A¢ approved
from 0 to 2xt except:AA- MIG/MAG (GMAW/FCAW) immersion welding of deposited thickness less than AAY%:" approves the maximum thickness of 1.1 x t Ref only: QW255 (QW403.10) A - If any step in a single or multiple weld > AA%" then the approval A¢ equals .1xT Dissimilar thickness QW202.4:- The thicker and thinnerA! part must be qualified,
except P8 and P4X the thinnerA! part may be qualified if not impacts and test coupon > 6mm thickness. Test requirements (Ref. QW 463 for location of samples) Unlike EN 288, no non-destructive test such as X-ray or MPI/DPI is required, although I recommend X-ray for butt welds. Note P5, 9 and 10 are divided into subgroups e.g. 5A,5B etc. Treat
each subgroup as a P Separate number Different materials are acceptable provided they are compatible. See QW451 for details. A welding process must be qualified accordingly the requirements of an appropriate standard for the welding procedure, such as EN ISO 15614 Part 1, as follows:1. The welding positions defined in QW461.1. and QW461.2
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