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NmnsgIunlaarsaslunisiaau WPS
AWS D 1.1 Structural Welding Code-Steel

AWS D1.1/D1.1M:2020

An American National Standard AASHTO/AWS D1.5M/D1.5:2020

An American National Standard

R

[ .
Structura
Welding Code —
Steel

Bridge elding
Code

TRANSPORTATION OFFICIALS

@ American Welding Society®




EN 288 Specification and approval of welding procedures for metallic materials

BRITISH STANDARD

Specification and
approval of welding
procedures for metallic
materials —

Part 7: Approval by a standard welding
procedure for arc welding

The European Standard EN 288.7:1995 has the statusof a
British Standard

NO COPYING WITHOUT BSI PERMISSION EXCEPT AS PERMITTED BY COPYRIGHT LAW

BS EN
288-7:1995

BS EN IS0
BRITISH STANDARD 16807:2003

Specification and
qualification of welding
procedures for metallic
materials — General
rules
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ASME Boiler and Pressure Vessel Code : Section IX —Welding and Brazing Qualification

ASME BPVC.IX-2023 ASME BPVC.V-2023

e
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INSPECTION AND TEST PLAN (ITP)

Revision: ¢
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(WPS)

st Cost B Co. 1.

WELDING PROCEDURE SPECIFICATION

G gy O

Campany Mame WEST COAST ENGINEERING Go. Lid

By Mr Kasemscn Sukkasem

WPS Mo, WWPS-SM001

WELDING PROCEDURE SPECIFICATION
(WPS)

Welding Procadure Specification No WPS-SM-001 Date 25-Feb-20

Fendision No. o Dute 25-Fab-20

Walding Process {6s) B

Typels) Manual

Supporting POR Mo 5] POR-BNAW-DI R

[Ausormatic. Manual, Mactine or Semi-Aul

JOINTS {QW-202)
Join Design Butt, Filel, Cormer & Tea Joinl

Backing (Yes) - Na)

Backing Mataral [Typs) Wald Matal

(Rfar to both backing &nd retainers)
el [0 Mondusing Matst

[ monmetaic [0 other
Shetehes, Production Drawings, Waid symbals or Writlen Dascription

shoukd show the genaral arangement of the parts lo be wedded. Whers
applizable, the datalls of wald groove may be specifind.

Sketches may be altached {0 iBusirate |oivt design, weld layes and
boad saquence {8.g. for nalch toughness procedures, for mulbipls
process procodures, oto |

DETAIL(S)

Sae Detall In Supplamenlary
iSheet 3 of 3}

POSITIONS {QW - 405)
Position|s) of Groowe:

Tampeenturn Fangs

\Weking Prograssion | Up

Tire Range

FOSTWELD HEAT TREATMENT (W - 407}

Nona
Hang

ihar

Mane

Qe

GAS (T - 408)

Prahaal Temparature, Mnimum
Intorpass Temperaturn, Masimus
Prehaal Mantanance: Nonz

Ganlea)
Shisidig i

Percant Compesiton

{Medure) Fiow Aaln
[ [

Traiing Nomm

= Hana

{Eentinumus or special heating, whers npgicabia, should be Spached)

[ Hane

Backing

Hene Hana

Ciiar HNone

Hone Non

ELECTRICAL CHARACTERISTICS {QIW-20%)

Fikial Mats

Eneigy

Vel Drameter
Larpar {5 {mm.}

or Powar Wolis
(Ranga] | {Range}

Hher (a5 Remoris,
Commentn, Hot Wira
Adddion, Techriqua, Terch
Aoghu, we)

BASE METALS (GW-403)
P-Na | Graug Me. ta P-Ma.

Group Mo

oR
Specilication Type and Grade

£A515 Or 70, BA-108 GrAC, BA-J4 WS, BAJ0 OrAd, BAAISN, EA-S o Equivadnt

to Specfication Type and Grade

ELA-5 10 Gr 70, SA-106 GrELC | SA-20 WD, S0 G0 AT, S4-106N, $4:30 o Equvalen

oR
Chem. Analysis and Mech. Prap.

KA

to Cham. Analysis and Mach. Prop

WA

Thicknass Rangs :
Base Metal Grooe

Maimum Pass Thickness <4 in. (12 mm)
Other

FILLER METALS: [QW-40:)

Spec. No. (SFA}

AWS No_ (Class)

F-No 4

Ao 1

Sira of Filler Matals & 3.2 mm

Fillar Motal Product Farm Fluz Costed [Sofid)

Supplemental Fitar Metsl None

Weid Matal
Deposiad Thickness:
Groowe 500 mon {max)

Fiat All

Elacirade - Flux [Class) MR

Flux Traca Namo LG

Consumable |nser WA

Othes

Al fidmm

Varohle | 1530

Hore

Amps ard VikS, of EOWEE OF Grergy rnga, shiukd bo specfiad for sseh slckods slos, pos

Fuising Cumsnt Pone:

Tungsisn Ekctiods Suw and Typs

iefede: of Metal Transter for GRMAW (FCAW)

s Turgaien, 70 T hemmbed, w2

aihar

Tepray fer, Gt g Are W]
Hone

TECHNIGUE {2W-£13)
Siring o Waaus Basd

Orifce, Nocde, o Gas Cup Bire

[

Inital and Interpass Clenning |{Brishing, Grinding, sz )

Biushng andior Grivang

Method of Back Geuging

Grindng

Qsciliation

o

Contnct Tuba 1o Work Disarce

L

Myl of Single Pass (par sida)

Bt

Muitiple o Single Eleciredis

Singln Backodn

Electrode Spacing

i

g

ore.

Ot

Hone

Catified By

¥ et

WELDWNG ENGINEER
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West Coast Engineeing Co, 44

WELD MAP

EXHIBITNo: 83
REVISIONNo: 0
DATE: 10/November/2019

PAGE ] ]

WELD MAP

PROJECT : COMPRESSED AIR TANK 0.304

MFG. §IN: WCE-20-U-001

JOB CODE:  62CSFO0010028F0

DWG.NO.: WCE-G2SFO-CAT-U-001

DOCUMENTNO. :

WM-AS-001

REVISION NO. : 0

DATE : $-Mar-2020

SHELL TO HEAD SHELL TO SHELL

NOZZLE TO SHELL

FLANGE TO NOZZLE 1
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BT b L B
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[T T )
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I
JOINT No, T T 5
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JOINT No,
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T | TW2
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]

SW1- []

CW-02 § [] §

FEEED

HWid | 23] 802
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NW31 | 508

W22 | 23] 6m
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]

NW4&T | 554

HW2S [ 23] 602

SW24

Wil

NWE1 | 508

HW11 | 602
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Doc No : WCE/EX/SE-8-4
Exhibit No. 3-4

WELDING & NDE SCHEDULE it

Page: 1 of 2

Welding & NDE Schedule

Praject : COMPRESSED AIR TANK 0304 m> Repart No.: WN-AS-00]

MFG, 8/ ; WCE-20-U-001 Date.: 5 March 2020

Job Code : 62CSFOO010025F0 Drawing No. : WCE-6ISFO-CAT-U-001 Rev.0

Base Material Welding Process Filler metal Preheat PWHT Additional

Mo, Joint NO. Parts Name - .
A B A Root Cover X Root Cover  [Temp (C IMinimum{ Temp (C')| Time

LWw-01 Shell SAS16GrT0 | SASIEGr.70]| 6 mm GTAW | SMAW | WPS-GTSM-001| ERTOS-G | ET0I6 0 None None

W01 Shell to Head 0 [ SAS TH| i mm G MR- FPS- T E g Mone
i é'\’-"‘ﬂj 91!'-‘.” 4-0 F-{!.=-‘l.d- SA516 Gr.70 S:\SIG Gr. .'-'ﬂ & mm & mm _(.IT.-\W SMAW WPS:TJ’SM-M1 ERT0S-G _E-0[6 2 ‘Jonc
MW I-1 H-1 to Shell ;.-\'E& Lo ] ;A_'ylﬁ_ﬁrjlil- 2 ;:m.xn fmm GTAW | GTAW | WPS-GT-001 | ERT05-G ER‘.’DS{; I j ¥ i Mone
NW 1-2 Flange to N-1 84108 SAI06 GrB | 278150 | 2" SchiD - GTAW \VPS{}T—DO.I .— ERTOS-G Nong
NW1-3 Flange ta N-1 SA10% SAIOEGrE | 272150 | 2" Schi0 - GTAW | WPS-GT-001 = ERT05-G Mone
NW 2-1 N-2to Shell | SA104 GeB | SASLS Gr.70[15%" Sch Bt & mm GTAW WPé-GT-E;OI ERT05-G | ERT0S-G None
NW 2-2 Flange ta N-2 SAL08 SAL06GrB | 14" #1350 [ 19" Schoa) = GTAW | WPS-GT-001 = ERT08-G None

NW 23 Flange to N-2 BA10% SA106 Gr.B | 144" #150 | 15" SchoRl) - GTAW | WPS-GT-001 - ERT08-G None
NW 3-1 N-3 to Shell | SANDE GrB | SASIS Gr.70[1%" Sch80] & mm

WPS-GT-001 | ER7058-G | ERTOS-G Mone

NW 3-2 Flange to N-3 SA105 SAID6 Gr.B [h’ #150 I'A'-' Sﬁ : ; _‘;.’l’S-ﬁT—UOI = ERT0S-G Mong
o N_w 1-3 Flange to N-3 SA105 SAL06GrB | 194" #1580 | 1%" SehoAd) - WPS-GT-001 = ERTOS-G None
MWW 4-1 W-4 to Shell BAIMGGrB | SAS16Ge 70| 2* Sch80 | & mm WPS-GT-001 | ER708-G | ERT0S-G Maone

W a2 Flange to N-4 SA103 SAI06Gr.B | 2"#150 | 2* Sch.50 - WPS-GT-001 - ERT0S-G Mone

NW 4-3 Flange to N-4 SAI0F SAI06GrB | 2"#I50 | 27 Sch.D = i WPS-GT-001 ] ERT05-G Mone

W 5= W=5 to Shell | SA106GrB | SASI6Gr70|1%" Scho 80| 6 mm WPS-GT-001 | ER705-G | ERT05-G Maong

NW 5-2 Flange to N=3 SA105 SAI06GRE | 1%" w150 | 1%" SchoRo) - WPS-GT-001 - ERT08-G MNone
NW 5-3 Flangs to N-5 SA103 SAI06GrE | 1" #1350 |1%" Schgo) - f | WPS-GT-001 = ERT05-G Maong

Prepared By : re

/ h 7
_j".'.'f:_r iy )
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