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	QW 482 Welding Procedure Specification (WPS)


QW-201.1, Section IX, ASME Boiler & Pressure vessel code
Basic informations
	Name of Company
	WPS No.
	Welding Process
	Date

	Annflex Bellows & Compensators
	005
	GTAW
	20/12/02


Joint details(QW-402)

	Joint design
	Backing (Yes/No)
	Backing Material
	Brief sketch of Joint

	Butt joint square edge
	N.A
	N.A
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Base metals(QW-403)

	(From)  P.No.
	Group No.
	(To) P.No.
	Gropup no.

	01
	02
	45
	---

	Material Specification & Grade
	SA 516 Gr.70 / SA 105 Gr.2
	Material Specification & Grade
	SB-409; UNS No. 8800 (Inconel 800)

	Thickness Range

	Base metal
	Groove
	Fillet
	Pipe dia Range

	Do as above
	1mm to 2mm
	All sizes
	N.A


Filler Metals(QW-404)

	Spec no.
	Welding process
	AWS No.
	F. No.
	A .No.
	Size of Electrode
	Groove
	Fillet

	ER – NiFeCr-01/ ER – NiFeCr-03
	GTAW
	SFA 5.14
	45
	09
	0.8 to 1.6 mm dia
	Upto 1.6 mm
	All sizes

	Deposited weld metal
	Thickness Range
	Elctroduce flux
	Flux trade name
	Consumable insert
	Other
	Other
	Other

	---
	---
	---
	---
	---
	--
	--
	--


	Position (QW – 405)
	Pre-heat (QW-406)

	Position of groove
	Welding progression (Up/Down hill)
	Position of fillet
	Pre-heat temp.(min.)
	Inter pass temp.(Max.)
	Per heat Maint.

	All
	Down hill
	All
	---
	---
	--


	Postweld heat treatment (QW – 407)
	Gas (QW-408)

	Temp.range
	Time range
	Properties/Reqt.
	Gas(es)
	Maximum(%)
	Flow Rate(LPM)

	---
	---
	---
	Argon
	99.99 %
	7 – 9 LPM


	Electrical characteristics (QW – 409)

	Current A/c or DC
	Polarity
	Amps.
	Volts
	Size &Type of electrode
	Mode of metal transfer for GMAW
	Electrode wire speed range

	DC
	+Ve
	25 to 70 Amps.
	8 to 10 Volts
	Tungsten 2% Thoriated
	--
	---


	Technique (QW – 410)

	String OR wire bead
	String bead
	Contact tube to work distance
	1 to 2 mm

	Orifice of gas cup size
	6 mm O.D
	Multiple or single pass
	Multiple pass

	Initial & interpass cleaning
	By brushing
	Multiple or single Electrodes
	Single electrode

	Method of back gouging
	n.a
	Travel speed
	45 to 60 mm/minute

	Oscillation
	n.a
	Peening
	n.a

	Other
	WEP and around 1 Sq.inch  area to be cleaned prior to welding.


Welding

	Layers
	Process
	Filler Metal
	Current
	Volt
	Travel Speed

	
	
	Class
	Dia
	Polarity
	Amps.
	Range
	Min –Max.

	1st & Final
	GTAW
	ER – NiFeCr-01/

ER – NiFeCr-03
	0.8 mm
	+Ve
	40 to 50 Amps.
	7-8 Volts
	65mm/Min
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