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QW-200 Procedure Qualification details.
QW-300 Performance Qualifications (welder Approvals) details.
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-Material and consumable data
-Approval range for thickness, diameter, joint
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QwW-253

WELDING VARIABLES PROCEDURE SPECIFICATIONS (WPS)
Shielded Metal-Arc (SMAW)

Supplementary
Paragraph Brief of Variables Essential Essential MNonessential
1 & Groove design X
QW-a02 4 —  Backing X
Joints 10 & Root spacing %
11 + Retainers X
5 ¢ Group Number X
& I Limits impact X
QW-a02 7 T/ Limits > & in. {203 mm) X
Base 8 ¢ T Qualified X
Wetals 9 t Pass > 5 in. (13 mm) X
11 ¢ P-No. qualified X
13 & P-No. 5f/10 X
4 & F-Number X
5 & A-Number X
QW-404 & ¢ Diameter X
Filler 7 ¢ Diam. = ¥ in. {6 mm) X
Metals 12 ¢ AWS clas X
30 & t X
33 & AWS class X
_ 1 + Position X
gi}:g:s 2 & Position X
3 ¢ Tl Vertical welding X
1 Decrease = 100°F (56°C) X
QW-406 2 & Preheat maint X
Preheat
3 Increase = 100°F (5&°C) (IP) X
1 ¢ PWHT X
il 2 & PWHT (T &T range) X
4 T Limits X
QW-109 1 = Heat input
Electrical 4 ¢ Current or polarity x
Characteristics = & 1&E range X
1 ¢ Stringfweave X
5 & Method cleaning X
QW-410 & & Method back gouge X
Technique g ¢ Multi to single pass/side X X
25 ¢ Manual or automatic X
26 + Peening X
Legend:
+ Addition > Increasefgreater than T Uphill «— Farehand ¢ Change
— Deletion < Decreasefless than 4 Downhill — Backhand
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Visual inspection proceed no....... Date
Welding procedure specification no..
Welding process......... Type.......

Technique used
Method required for surface preparation

Item| Subject Acceptance valuetI Examine| References] Remark (s)
limi Defect] standard|
1) Crack Zero (no evident| Zero ASME B31.3 OK|
imperfection)
2] Lack of fusion| Zero (no evident] Zero | ASME Section IX | OK|
imperfection) ASME B31.3
3| Surface porosityj Zero (no evident| Zero ASME B31.3 OK|
imperfection)
4, Incomplete] Zero (no evident| Zero ASME Section OK
penetration| imperfection) 1X,B31.3
5 Weld Max 4mm)| 3mm)| ASME B 31.3 OK]
reinforcement
6, Concave rootf Total joint thickness H = Tw| ASME B31.3 OK]|
surface] Reinforcement > Twj
7] Distortion| Max 4mm)| 4mm| OK|
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Discard this pieca
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Reduced section tensile specimen
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Reduced section tensile specimen
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QW-463.1(h) PLATES — ¥ in. (19 mm) AND OVER
THICKNESS AND ALTERNATE FROM % in. (10 mm)
BUT LESS THAN % in. (19 mm) THICKNESS
PROCEDURE QUALIFICATION
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QW-461.9
FERFORMANCE QUALIFICATION — POSITION AND DIAMETER LIMITATIONS

(Within the Other Limitations of QW-303)

Position and Type Weld Qualified [Note (1)]

Groove
I Plate and Pipe Fillet
Qualification Test Over 24 in. Pipe = 24 in.
Weld Position (610 mm) 0.D. (610 mm) 0.D. Plate and Pipe
Flate — Groove 1G F F [Note 211 F
2G F.H F.H [Mote (21 F.H
3G F.W F[MNaote i2)] FHY
45 F.0 F [Note ©2)] F.H.O
3G and 4G F.W0 F [Note (23] All
263, 30, and 45 All F.H [Note (21 All
Special Positions (SP) SPF SRF SRF
Flate — Fillet 1F F [Hote (211
2F F.H [Mote (23]
aF F,H WV [Note 23]
4F F.H,0 CHete £2)]
3F and aF All [Note (23]
Special Positions (SP) SP.F [Hote (23]
Fipe — Groove [Note (311 1G F F F
2G F.H F.H F.H
=G F.W0 F0 All
&ia All All All
2G and =G All All All
Special Positions (SP) SPF SPF SPF
Fipe — Fillet CNote (3)] 1F F
2F F.H
2FR F.H
4aF F.H.O
sk All
Special Positions (5P} SPF
MNOTES:
(1) Pesitions of welding as shown in QW-4s1.1 and QW-4s1.2.
F = Flat
H = Haorizantal
Wo= Vertical
0 = Owverhead
(2} Pipe 2% in. 0.0. and over.
(3} See diameter restrictions in QW-452.3, QW-452.4, and QW-432.5.
References:

ASME sections: 11, V, VIII, IX, B31.3

En.Narges Ahmadi welding inspector
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