WELDING PROCEDURE SPECIFICATION (WPS)

[ Company Name __ Rapid Shoet Vet T | Ydentification #  NSH-D-GY-528
Welding process(es) AW MANIIN ] Revigion Date By

| Supporting POR No.(s) AWS I 544 ASS 0 | Autherized By ._..ﬁ.__._ Date Z«fm i

7 Type Manual B Semi-Automatic 33

[JOINTDESIGN | Meshenized (1 Autermatie [
Type: 04 Sastrs Boave Wokd 5
Single W Double Weld ] Position
Backing: Yes [} NoM .
Backing Material: N/A ELECTRICAL CHARACTERISTICS
Root Opesing MO0 +LI4T" Root Face Dimension WA _

' Groove Angle M Radius (J-L5) oM General Chamcteristics
Back Gouging Yes 3 No®  Method WA

o Curent ACH DCBPDO DCBEND  Pulsed (0
BASE METALS Qther
Material Spec. GROUR ¥ . Tangsten Electrode (GTAW/PAW)
Type or Grade OR G052 Ha Sizes Ui
Thickness:  Groove _0M0°  pittey Type: M
Diamater
TECHNIQUE
FILLER METALS Stringer or Weave Bead STRMOER
Specification ER B3GR AWS A510 Multi-pass or Single Pass (per side) SARE
Numbet of Elestrodes OKe
: Peening WA

. SHIELDING rter-pass Cleaning VA
Flux : Gas __ PRaoR ok Other

T Compasition . .
Electro-Fiix (Class) Flow Rate __%’i_iﬁﬁm___

Gas Cup Size B
PREHEAT POSTWELD HEAT
Preheat Temp., Min Temp
Inter-pass Temp,, Min Max Time
WELDRING PROCEDURE

Pass or Filler Metals Current
Weld Type & Arps oy Wire Travel
Layers | Process Class Diam Polatity Feed Speed* Volts* | Speed* | Joint Details

| BTAW AWS AS1D 118" A * 194 * Y | ¥ ASKEANAD o




QUALIFICATION TEST REGORD

Name; | ——— Id 183 5.8. No. o8
Joint welding procedire; RSM-C-OW-62341a Welder il  Welding operator T)
1
| TEST-WELD
|
i Base tnatal description: GR 5052 H32 Group No. Group
Welding process; GTAW MANUAL Singla weld M Double weid [
Current: AGCE DOENII DCERC) Racking: Yez[2 Nom
Vertical: Down D Up Ul Panetration: Complets & Partlal O
Position Dimengion, in [mm)
Sheet groove 1GM 260 360 4G[) T
Tubs groove G 26M G0 8O 0.0, T e -
Sheet filiot 1B a0 sFC 40 T
Comer Fillet, 1F U 2FD 4AFDO &FID 0.0, T
TEST RESULTS
. ViguAl Pees @ Fallln
Radiographic NAW Pess[1 Fal o
Metallographic NACT Passm  Fallld
Bend NA[1 Pass®  Fallll
QUALIFIED
Base Metal Group No. reup M Single weld W Doubie weld 'l
Gurrent; ACH DCENID DCEPL) Backing: With U Without |
Verttical: Down  Upll Penstration:Complete @ Partiail.)
T, in {rmin Q. 0., In [mm]
Position Min May Min
Sheet groove 1Gm 260 360 AGLS B.oar 0.380°
Tube groove 160 2600 6GL 861
Sheet fillet 1[0 2FO 3FD 4FM
Comar Fillet 1y 2FI0 4FM BRI

Restrictions: __ None

used for this tast weld.

{1ate of Test Weld:

September 23, 2011

' The above hamed individual is qualifiad in atcordance with AWS D17.1 within the above limits for the welding pracass

Signed by:__28 - - 5'4-" ’/f*‘
s ATy


msordillo
Untitled


WELDING PROCEDURE SPECIFICATION (WPS)

[ Company Name __ Rapid Seet Metal Inc. ] Identifieation #  RSM-D-CW-228M
Welding process(es) AW MAKUAL ‘ ] Revision Date, By
Supporting POR No.(s)_AWSI7 542 DUSS l Autherized By ___7E  pate _FLeles/
‘ : Type Manugl W Semi~-Automatic O
| JOINT DESIGN | Meshanized [T Automatic 1)
Type:  FLLET CORNER WELL OAN S——
Single ® Double Weld [C1 Position
Backing: Yes O) NoW
Backing Material: N/A ELECTRICAL CHARACTERISTICS
Root Opating _ 000+ B04G Root Face Dimension 30 g ofat
Groove Angle  *B0deg- (5 de Radiug (3-U) W Genersl Characteristics

Back Gouging Yes( NoW¥  Method L
Carrent ACH DCEFD DCEN] Pulsed (]
BASE METALS Othor
Matesial Spec. mROUP ¥ Tungsten Electrode (GTAW/PAW)
Type or Grade 1R 50572 182 Sive: 78"
Thickoess:  Groove PO Fillet Type: PURE
Diametey
TECHNIQUE
FILLER METALS Stringer or Weave Bead ___STNR
" Spreification ER 558 AWS A5.0 Multi-pass or Single Pass (per side) _SNILE
Number of Electrodes i
Peening m*
SHIELDING Inter-pags Cleaning WA
Flux CGias ARDORf00% Qther
Composition
Eleetro-Flux, (Clase) Flow Rate 2. 85 0
Gas Cup Size i
PREHEAT POSTWELD HEAT
Prebicat Temp., Min , Temp
Inter-pass Temp., Min Max Time
WELDING PROCEDURE
Pags ar Filler Metals Current
Weld Type & Amps or Wire Travel
Layers | Process Class Diuata Polarity Keed Speed* Volts* | Spoed¥ Joint Details
! ETAW WS A5 178" ' N * By * 28V [ ASNEEDED

B




N ECORD

Name: I Id 163 5.8. No, 2678
Joint welding procadure;__ REM-C-CW-a2511h Welderm  Walding operator 1)

Base metal description; BR 8052 H32 Goup No. Group v

Walding process:__ GTAW MANUAL Single weld®  Double wald [

Current: ACR DCENI1 DCEP Backing: Yes Nom

Vertlcal: Down (D) Up Penetration: Compiate B Partial O

Paosition Dimension, ity [mmm)

Sheet groove 160 260 360 460 - T
“Tube grovve 16 26N G 86D 0.D, : T

Sheet fillet IFB 2F @ 8F0 4FD T,

Cormier Flet {FL 2F B 4F0 BFO 0.0, T

TESL RESULTS

Viguial Pass  Faill i

Radiographie NAM Pass(1  Falld

Metallographic NALD Passm  Fail L)

Bend NALT Pass ™ Faill |

QUALIFIED

Base Matal Group No. graup V Single weld M Double wald Il
Currant; Atm DCEN DCEPLI Backing: with [0 Without m

Vertlcal: DowniM  UpO Penetration:Complate M Partlai L]

[, jmin] Q. D., In [mm]
Position Min Max Min

. Sheet groave 1611 260 3G} 4Gl

Tube groove 16T 260 BGO BGT e
Sheat fillet 1FO. 2F0O 8FO 4F(]

Comer Fillet 1F zE@ a0 5FD) L .3y

Hestrictions;___ None

The above named individual is qualifind In accordance with AWS D17.1 within the above limits for the welding process
used for this tast weld,

Date of Test Weld: ____ Septaibet 23, 2044 Signed by: & =
ugliffe; / *\\\

[ ‘(‘_N\“
Nk &qu X ,/;"

X

‘N usfft‘ "‘


msordillo
Untitled


WELDING PROCEDURE SPECIFICATION (WPS)

[ Company Name  Rapid Shaet Wetal Inc, |
Welding process(es) IMAW MANILAL ]
Suppotting POR No.(s) AWS 0171542 PSS |

Identification #  RSN-B-PW-228%
Rewvision Date By
Authorized By 7S Date S 27-2¢//

| JOTINT DESIGN ‘
Type;  {ILET T+ JOINT BAID
Singlc Double Weld O
Backing: Yes (] No ™
Backing Materjal: N/A
Root Qpening 00

Root Face Dimengiop Wigs

Type Manpal i Semi-Avtomatic O
MechanizedD  Automatic (1

N TulNT 2F
Position

ELECTRICAL CHARACTERISTICS

Groove Angle i/ Radivs oty WA Genersl Characteristics
Back Gouging Yes[1  No @l Method L
Current ACH DCEP(D DCENDO Pulsed O
BASE METALS Other
. Material Spee, PROVATY Tungsten Electrode {GTAWPAWY)
Type of Grade (R 5052 B2 Size: A
Thickness: Groove _ DUI" Fillet Type: PHRE
Diameter
TECHNIQUE
FILLER METALS Stringer or Weave Bead __ S0
Specification R 5855 AW 45,10 Mulﬁ~¥’ass or Single Pass (per side) SINBLE
Number of Electrodes ONe
———— Peening WA
SHIELDING Inter-pass Cleaning wA
Flux Gas . ARGON 0% Other
Composition ___
Rlectro-Flux (Clasg) Flow Rate. __’ﬂ__,
Gas Cup Size b
PREHEAT POSTWELD BEAT
Prebeat Temp., Min Temp
' Intet-pags Temp., Mit Max Tithe
WELDING PROCEDURE
Pass or Filler Metals Current
Weld Type & Amps ar Wire Travel
Layers | Process Class Diam Polarity Fesd Speed® Volts* Speed* Joint Detnils
] BTAW AWS 4510 v [l * 1 * IBY | ASNEDED




QUALIFICATION TEST RECORD

Nare; — id 183 8.8 No,__ 0T
Joint welding procedure: REM-C-FW-B23114¢ . Walderm Welding operator D
TEST-WELD
- Base matal description; BREVS2HAZ Group No, Group IV
Welding process:__ STAW MANUAL Single weld @ Double weld O
Current; ACHM DCENT DCEPD Backing: Yes [ Nom
Vartical: Down 1 UpM Pahetration: Complete () Partial
Poaltion Ditnengion, fn [mm]
Sheet groove 160 260 8GO 460 T,
Tube groove 16 26 56O 8GO oD, T
Sheed Allot 1E D0 2FM 2F0O 4F0 T,
Comer Fllet AR 2F 0 aF0 BF0 0.0, P
TEST RESULTS
Vsl Pasa BB Falll !
Radiographic NAM Passl]  FailO
Metallographic NAD Pagam  Faill)
Band NAIY PassM  Fafli]
QUALIFIED
Base Metal Group No. arovp Single weld M Doubla wald [
Curmeni: AGEm DCENO DCEPU Backing: with L Without o
Vertical! Downl1  UpO Petetration:Complete ] Partial @
T, in {miny Q. D..in [mm)
Position Min Max in
Shest groove 1611 260 2610 4AGL
Tube groove 16N 260 BGL 66 ;
Steet fillet IFM 2FE 3FQ 4FD) 0,067 0,300°
Corper Flllat 1F[J 2F 4FM 5F 1

I—R;smcuons: None

Tha above hamed individus! is qualifiad in accordanca with AWS D17.1 within the above limits for the walding process

used for this test weld.
Date of Test Weld: _____ September 23, 2011 Slaned by y o) £, "./"‘*;-jz:‘ '
ualh & N&S_\“\‘ﬁ.,\
g oW S
/ . L”,@HNRR ’ ‘

WAL 7
= it



msordillo
Untitled


