EL WELD PROCEDURE REGISTER ISSUE No ; 7 OPS DOC 9
‘ - DATE ; 01.07.15
WPSNO _|REV WELDING MATERIAL |POS _[THICK COVER MIN| DIA COVER MIN- JOINT CODE CONS DATE | SIGNED COMMENTS
PROCESS TYPE - MAX MAX GEOMETARY .
I 0 GTAW 11,12 PA 10-40 150 DIA MIN BUTT BS EN ISO156141 | A5.18-93:ER70S2 | 3.04.06 W CARBON BUTTS
FCAW 2004 A5-29 E81 T1-G D s
2 0 GTAW 8929310 |PA,PB 212 ALL BUTT BS EN ISO156141 | A5.9-93 ER316L | 5.07.06 @ 316 BUTTS
2004 :
3 0 GTAW ALLNI PA 156 500 AND ABOVE FILLET BS ENISOI56141 | A5.14 ERNiCr-3 | 14.03.07 ALLOY 800 HT FILLETS
ALLOYS AND 2004 \& ‘
W11 ST/ST i
r 0 GTAW 1 PA | NO RESTRICTION |25 AND ABOVE FILLET BS EN ISO156141 | AWS A5.1893 21.03.07 Q ST52 SOCKET WELDS
2004 %3 i
5 0 | GTAWFCAW | 89293.10 |[PA,PB 520 500 AND ABOVE BUTT BS EN ISO156141 | AWS A5.9-93 ER2209 | 22.10.07 mQ 22 Cr DUPLEX BUTTS
2004 N
6 0 MAGS 25 PA 324 N/A FILLET | BS EN 9606-2 2004 | AWS A5. [0.92 ER | 24.01.08 \\K{ ALUMINIUM FILLETS
4043 .
7 0 GTAW 23231232 | PB 3-16 N/A FILLET | BS EN 9606-2 2004 | AWS A5. 1092 ER | 14.04.08 FILLET WELDS ON PIPE
4043 X.. | AND PLATE ALUMINIUM
8 0 MAGS g PA 512 500 AND ABOVE FILLET BS EN ISO156141 | AWS A5.9 ER316LSi | 8.09.08 316 ST/ST PLATE WELDS
AUSTENITIC 2004
ST/ST %
9 0 GTAW 1020R 102 |ALL 311 3" AND ABOVE BUTT BS ENISO156141 | BSEN2594NL | 28.01.09 SUPER DUPLEX BUTTS AND
WELDED TO 2004 Q FILLETS
10.2 OR 10.1 N
10 0 MAGS 3A3.1-12-  |ALL 12.5-50 500 AND ABOVE BUTT BS EN 1SO156141 | GmN3NilCrMo 4.09.09 Q RQT 701 ALL POSITIONS
1223A-13A-2 2004 XL EXCEPT PG
/12 0 MAGS  [12.11,12,14 |PB.PD| ABOVESMM 600 AND ABOVE FILLET EEMUA 158 | AWS : A5:20 E7ITIM| 6.10.09 m SINGLE RUN FILLETS
\. S35512G3
13 0 GTAW 10134 |ALL N/A N/A FILLET BS EN ISO156141 | AWS A5.14 ERNiCr-3 | 3.12.00 REPRESENTATIVE TEST
2004 PIECE DUPLEX TO CUPRO
N, NICKEL 90/10
15 0 MAGS 8929310 |PA PB| ABOVESMM _ [500 AND ABOVE BUTT BS EN 1SO156141 | AWS A5.9 ER316LSi | 6.04.10 Q}R 316 ST/ST PLATE BUTTS
2004 L
17 0 GTAW 8181  |ALL 38 "NB AND ABOVE| __ BUTT BS EN ISO156141 [AWS-SFA 5.0 ER 308 1] 19.08.11 W 304 ST/ST PIPE BUTTS
2004 N
18 0 MAGS 8181  |ALL 320 500 AND ABOVE BUTT BS EN 1SO156141 |AWS-SFA 5.0 ER 308 ] 19.08.11 m 304 ST/ST PLATE BUTTS
2004 X.s
20 0 GTAW 1-6 ALL N/A N/A P PEN BUTT AWS D1 AWS ASOER309L | 503.12 @ $355- 17-4 PH P PEN BUTTS
21 0 MAGS 11 ALL 325 730D AND ABOVE|  BUTT AWS D11 BS 2901 PT 1: 1983 | 5.03.12 QQ $355 BUTTS
Al8 .
20 0 GTAW | 434345454747 [ALL 317 250D AND ABOVE| _ BUTT BSEN 15614- | BS ENISO 18274-11 | 15.08.12 INCONEL 625 BUTTS
1:2004+A2:2012 SNi6625 .
23 0 GMAW 1-6 ALL | 3-UNLIMITED |73 OD AND ABOVE| __ BUTT AWS DI.I, ASME | AWS ER 705-6 20.07.12 %Q{ $355 12 BUTTS
1X X
25 0 GTAW 1-43 ALL EE] 250D AND ABOVE| _ BUTT BSEN 15614- | BS ENISO 1827411 | 15.08.12 INCONEL 625 - CARBON
1:2004+A2:2012 SNi6625 e




/% WELD PROCEDURE REGISTER ISSUE No ; 5 OPS DOC 9
(/S. LE.L. DATE ; 24.10.14
WPSNO | REV | WELDING MATERIAL | POS | THICK COVER | DIA COVER MIN- JOINT CODE CONS DATE | SIGNED COMMENTS
PROCESS TYPE MIN - MAX MAX GEOMETARY
26 0 | GTAW 1112 PAPB| 3MM-17.IMM | 57.150D AND BUTT BSEN 15614- BSEN 1668: 1997 | 05.12.12 CARBON PIPE BUTTS
ABOVE 1:2004+A2:2012 AlS, QQ
W 4623 sil N
27 0 | GTAWECAW | AISI4130 G 4.76MM- ALL DIAS BUTT ASME 1X AWS A5.28 ER80S- | 17.07.13 4130 PIPE BUTTS
30.48MM D2, AWS A5.29 %Q
E111TI-K3M JH4 O N
28 0 | GTAW,FCAW 35512 PA | 3MM_24MM | 500 AND ABOVE BUTT 15614-1 & AWS A5.18-01 ER | 04.09.14 S35512 PLATE BUTT
NORSOK M101 70S-6 & A5-20 W
E7ITI-M N
29 0 | GTAW, FCAW 35512 PA 3MM24MM | 500 AND ABOVE BUTT 156141 & AWS A5.1801 ER | 12.11.13 S35512 PLATE BUTT
CEV 0.44 NORSOK M101 70S-6 & A5-20 w
0.46 E7ITI-M N
30 0 GTAW HASTELLOY | 1G | 3MM-14.2MM 73MM AND BUTT ASME IX BSEN | AWS EfNiCrtMo 13 | 30.04.15 Q HASTELLOY PIPE BUTT
276 ABOVE 15614-1 F 43 \3 .
31 0 | GTAW.FCAW $35512 PA | 12.5MM —50MM | 500 AND ABOVE BUTT 15614-1 & AWS A5.1801 ER | 08.05.15 S35512 PLATE BUTT
NORSOK M101 [70S-6 & A5-20 E71TI- \3?
o '
32 0 GTAW 316STST— | 1G | 11.07MM-22.14 ALL DIAS BUTT ASME 1X AWS A5.9 ER 309L | -01.07.15 316~ A694 BUTT
ASTM A694 F65 MM

AR,




