NMONEPEOQHA TEXHONOIN4YHA IHCTPYKUIA 31 3BBAPHOBAHHA
Pleliminary Welding Procedure Specification

CraHpgaprt (Standard): pWPS Ne 135 P FW FM1 S t8+20 PA bs sl Dara/Date: 04.01.2020p.
EN ISO 15609-1 WPQOR Ne 135-1.3-PF
Bupo6Huk/Manufacturer
3akasHuk/Customer
1. 3BaproBaHi MaTepianu/Parent Materials
R . LiameTtp Tpyou/ .
Mo3uuis/ Mapka/Trade Mark Kareropis/Grade The diameter of ToswunalThickness, max.C, % max.CE, %
Item (ISO/TR 15608) - mm
the pipe, mm
o9rac-rc
<
A [OCT 19281-2014 1.2 20.0 0.12 0,382<0,45
o9rac-rc
B FOCT 19281-2014 1.2 8.0 0.12 0,382<0,45
2. NiproToBka KPOMOK nifa 3BaptoBaHHA/Edge Preparation 3. Nigknapka /Backing
TepmiyHa MexaHiuHa o6pobka/ | 3aunctka | [Opyre/Others Hi/ None | Cranb/ | Kepamika/ Miab/ ®dnroc/
piska/Thermal Machining /Grinding Steel Ceramic Copper Flux
Cutting
- + + - + - - - -
4. NpuxsaTtku/Tacking
Metoa Twvn n po3mip 3BaproBanbHOro
npuxeatku/ iana/ Tok/C t A HoexuHa/Length, Preheat before tacking/
Tacking Process T & SMaTe?'Fa.ﬂa ial ol/Lurrent, MM MigirpiB nepea npuxsaTkoto
(EN ISO 4063) ype ize of Filler material
1ISO 14341-A-G46 4 M21 4Si1
135 1.2 90 58 oM. MyHkT Bisee item 6

5. MNonoxeHHs 3BaproBaHHA/Welding Position

ISO 6947

CropoHa 1/Side 1 PA

6.TemnepaTtypa nigirpisy/ 150-180 °C
Preheat Temperature

7. TemnepaTypa

Mixk npoxogamu/

Interpass Temperature

8. Bup 3’eanannsa/Sketch of Joint (ISO 9692-1 n\n 2.12)

9. NMocnigoBHicTb 3BaproBaHHsA/Welding Sequence

B

——

s

-]

~

2.

10. Pexxumu 3BaproBaHHA/Welding Parameters

Po3mip
3BaproBa- . LBuAakicTb
MNpoxin ;\g:ro.q NbHOro Pip ctpymy, I'UB"AK'c.Tb 3BaplOBaH- Tenno- Butpatu TexHika
o pto- . Tok/ Hanpyra/ i nopadi
Ne/ matepiany/ MonspHicTe/ Pola- Ha/ BKnageHHs/ rasy/ 3BaploBaHHs/
BaHHs/ ) Current, Voltage, ; apoty/ ; ; i i
Run No Size rity X Welding Heat input, Flow rate Welding technique
Weld - A B Wire speed,
Welding speed, Kox/mMm gas,
Proc. ; m/rop
Material, Mm/cek n/xs
MM
Mpux-
BaTKM 135 g12 90 18 DC + 2.4 10 Bes konuBaHb
1 135 1.2 145 20 DC + 2.9 3.3 1.392 10 3 KONMBaHHAMM
2 135 g1.2 145 20 DC + 2.9 3.3 1.392 10 3 KONMBaHHAMMU

Mpumitkn/Remarks:

11. IHwi napameTpu/Other Parameters

MakcumanbHa wupuHa Banukal
Max width of run

Bunit enekTtpopgalStich-out/stand off

OiameTp conna/
Nozzle diameter, mm

LiameTp BonbdpamoBoro
enekTtpoaa/ The diameter of
the tungsten electrode, Mm

Mpoxip / Run Ne1-10 mm
Mpoxig / Run Ne2-10 mm

10-12

12

12. 3BaproBanbHi matepianu/Filler Materials

Tun/Type Knacudikauis/Clasifikeichen Mapka/Trade Mark Bupo6Huk/
Manufacturer
3B. Apit ISO 14341-A-G46 4 M21 4Sil CgB-08I'2C Ykpaina/Ukraine
3BaploBanbHa cymilu EN ISO 14175 M21 YkpaiHa/Ukraine

13. Ksanidikauis 3BapHukiB/Welders Qualification

ACTY ISO 9606-1 135 P FW FM1 S t8 PA bs sl

HMNAOIMM 0.00-1.16 135 P BW W01 wm S8 PA bs sl




14. NMpoxaploBaHHA 3BaploBalfibHUX MaTepianiB Ta iHwe/

Drying etc. Of filler materials

15. Bumoru go sikocTi 3BaproBaHHsA/ Welds quality demands

VT-100% EN ISO 17637 (EN ISO 5817 — piBeHb «B», guB. nnaH
3BaptoBaHHs/see Welding plan), PT —100% EN ISO 3452-1
(Hopma ouiHku sikocTi EN ISO 23277 piBeHb 2x)

16. Tepmoo6poGka/ LLBnakicTe HarpiBy/ TemnepaTtypa Yac BuTpumMku/ LLiBnakicTe oxonomxeHHs/
PWHT: Heating rate BUTPUMKW/ SoakTime Cooling Rate
Soak Temperature
°C/h °C h °Cl/h

Po3po6us/Developed:

MepeBipus/ Approved:




