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PROCEDURE SPECIFICATION |ONLY ON JOB # no. 2 OF 3
THIS WPS MUST BE USED IN CONJUNCTION WITH SUPPORTING POR NO.
THE GENERAL WELDING STANDARD (S). - 047A, 0478
ASE META Ow- 4

P uo.l__ GI.NO-M— TO0 P NO. 1 GR.NO. N/A

or
SPECIFICATION TYPE & GRADE N/A
TO SPECIFICATION TYPE & GRADE N/A
WELDING SEQUENCE
ROOT WELD INTERMED I ATE WELD BALANCE
PROCESS GTAW N/A GTAW
SFA/AWS SPEC. NO. 5.18 N/A 5.18
F-NO./A-NO. - F6/A1 N/A F6/A1
SHIELDING FLUX/GAS Argon N/A N Araon
GAS (OW-408) /
SHIELDING GAS(ES) Argon POSITION QUALIFIED A1l positions
PERCENT COMPOSITION (MIXTURES) N/A nicuess aner aansfio 187" - 8°

25 CFH Min.— ————— CONSUMABLE INSERT

remiae _SFA 5.18/1/16" X 3/16

e .|  ruowmam S
%g (""“‘ saxing __Argen_ (Ano@te L | runesten eLectsboe size & Tvee YTh-2
TJECHNIOQUE (Ow-410) STRINGER OR 8EAD Both
ORIFICE OR GAS CUP SIZE 4-10 WEAVE BEAD T See * Below
CONTACT TUBE To worx p1sTance _N/A

See * Below

OTHER

SINGLE OR TIPA S

sincLe or WnTieLe arc _Single
Multiple

PREHEAT & INTERFASS TEMPERATURE REQUIREMENTS:
See paragraph 5.0 of GWS-I for preheat; interpAss 600°F Max.

POST WELD HEAT TREATMENT REQU!REMENTS:

See paragraph 6.0 .of GWS-I ’ ,
Maximum time qualified in temp. range 1100-¥200°, 10 hr.

FOR GAS BACKING SEE." BACKING GAS PURGE c,‘mt." pAGE 9 of GWS-I

ADDITIONAL INSTRUCTIONS: *

Out Dwell .1 -.7 sec.
Excursion Time .1 - .6 sec.

In Dwell .1 - .7 sec.
Oscillation Amplitude 0 - .30"

/
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PROCEDURE SPECIFICATION JONLY ON JOB ¥ 7035 - NO. 3 OF 3
WELDING MATERIAL / BASE METAL CONTROL
BAYE METAL ELECTRODE BARE WIRE FLUX
A1l P1 Materials N/A E705-3 N/A
(OW-402) JOINT DESIGN(S) SHOWN HERE IS A TYPICAL ILLUSTRATION ONLY
See paragraph 9.0 of GWS-I for details and subparagraph.
The joint configurations of the following specific subparagraphs of GWS-1I are
acceptable.
9.1 ' 9.4
: )'—'\ /‘__1 @
1 wero FILLER METAL CURRENT YoLT TRAVEL
urvﬂs" FROSEER S i bNg. DIA, :ztf s RANGE :::gg
Root | GTAW E705-3 |K-Insert] DCSP [100- 7.5-10.0{2.0 IPM | Primary or
(Min.) 1st Level
50-90 6.0-8.5 Backaround

Fill | GTAW E70S-3 .03%;, DCSP [40-299 |7.5-10.5 %ho IgM :rimfry gr
in, st Leve

50-210 |[6.0-8.5 Ba-karound

Fill | GTAW E70S-3 .04%}/ DC’(' 200-299 |8.5-11.0 %ﬁ? IgM :rimfry ?r
n. st Leve
160-230 |7.0-9.5 Background
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