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0 ENGINEERME-YSE DAY~ S

IWELDING PROCESSIES) Gas Tungsten Arc L, B TN
2 K/A TYPE ____N/A /
V4
BASE METALS (QW-403) r’omew HEAT TREATMENT (Qw-<407T"
PNo_ 8 GrNo L _wPNo B __GrNo L
Thickness Range 062 thru 2.5 IN.
Ppe Dia. Range Unlizited IN
[Range for Filwt, TRk ALL _____Dia. Unlimited In.

GAS (Qw-408)

FILLER METALS (OW-404) Shieiding Gas 1, ATROD

F No. 1. 2. N/A Percant Como. 100 %

ANo. 1.8 2. N/A Shisiding Gas Flow Rate 135 CFH (mmn.)
SFA Spec. No. 1...3:9 2 __N/A Purge Gaz _Azzon (6) Flow Rate S __ CFH (min.)
AWS Class. Ne. 1. JRIXX W —— TMNQMNG-MJ/A

Size of Electrode V.. N/A 2 _K/A IN.
Size of Filler 1. 0/16-1/8 2 E/A ___ N |ELECTRICAL CHARACTERISTICS (QW-409)
Eiscrode~ Fiux Class _N/A Current 1, __DCSP 2. KR/A
[ Consumabia, insert oo bolow Amps Range 1. _20=150 2. _K/A
| Type K + 1/8" x 1/16" or 5/32" x 1/8" _ |voits Range 1. __8=16 2. _N/A

Type J ~ 1/8" x 3/64" o1 $/32" = 1[16" Tungstan Elec. Size/Type J,zu"-ue"[:-:h-;;;_" O

. -

DATE

POSITION (QW-405) TECHNIQUE (QW-410)

Welding Position ALl Stringer or Weave Beac 1. StTinger 2 _N/A

Welding Progression Upwvard Bead Wicth Soe Poge 2

Oritice or Gas Cup Size L[4 IN. (min.)
PREMEAT (QW-406) 60 Initisl and Interpass clesning. Weiding surfaces shal! be wire bruthec
Prehest Temp. €0-3%0 or ground s required to remove slag, xcale or Other contaminants.

Intarpass - Temp. Range N Method of back gouging K/A
Prehest Mant. A

__.(')/'7

/

</ j

Oscillation 1.__N/A SR T D)
JOINT DESIGN (QW-402) Contact Tube to work distance N/A IN
Groove Design __Single ¥V or I Multiple or Single Layer 1, _Multiple
Joint Type OB _N/A c1 . Yes gs _N/A (Per Sice) 2_N/A
Backing Mat! Type _N/A Multiole or tingle siectros-: Siogle
Travel Soesd (Range) 1. . _A/A 2 N/A
Popamine:* Nor alloweed

REMARKS *This PQR izcludes Supplemental Test Results.

9o o/
I”

Prior to the start of weidizng, the exiting gas shall be checked for oxygen

content. It must be 22 or lover before welding can commence. Maintais purge

for at leas: two layers ({.e., root snd cme fill). Westirghouse supplied
componeats require purge maintenance for et least three layers (root and two fills).
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COMPLIES TO 1974 EDITION, S74 & W74 ADDENDA. @
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WELDING TECHNICUE SHEET "‘w‘“";gfl‘“" .
pno.8_grour _1_Ttorno. €& grour L @ e |
| THK. RANGE D62 ghey 3.5 IN. acE 2 Of 2
TYPICAL JOINT DESIGNS PERMITTID N/A |
ROOT OPENING O 8 N
V-bevel, V-groove, J-bevel, Flare-V, Flare-bevel, os WA ____w|
Double~V or any combination of these and fillets.
» "o’ aaPsud "
WELDING PARAMETERS *SINGLE VALUES ARE MINIMUM
FILLER METAL GAS ELECTRICAL DATA maves | sosr
paven WELDING [ g12¢ s s ryre FLOWRATEICEM| TYPE/  ampimage  vouTs | PEEO L.
PROCESS (IND “"ﬂ? PURGE POLAR, RANGE RANGE (o) (N
1l | CTA N/A | losert (4) Ar 15 S DCS? 50-150 B8-14 N/A N/A
2-3| GTA 1/16| See Bote S Argonl 15 5 DCSP 50-150 8-14 R/A 3/8
GIA 3/32| See Note 5 Arg 15 5 DCSP 50-150 8-14 N/A 3/8
GTA 1/8 | See Rote 5 Argonl 15 5 DCSP 50-150 8-14 N/A 3/8
ALT| GTA 3/32| See Kote 5 ATg 15 N/A| DCSP 50~150 8-14 N/A 3/8
3éog GTIA 1/8 | See Note 5 Arg 15 N/A| DCS? 50-150 8-14 N/A 3/8
1113-: Weld |[Paraneters
- l1&|GIA .045 | See HNote 5 r;an 15 N/A | DCSP 40-100 8~-14 N/A 3/8
g Cn
PREMEAT TEMP 60 *r o) | BACK GOUGING METHOD . N/A
INTERPASS TEMP. 60-330 d CONTACT TUBE TO WORK DIST. N/A -
PRENEAT MAINT. N/A ORIFICE OR CUP SI2F IN. (min )
S| ruwasten euscr. sze a Tvee 1/16-1/8 w. | weLoinG prOGRESSION . UPwaTd
|° EWTH - lor2 !
N [ msTRUCTIONS
3| 1. Preheat and interpass temperature (above 150°F) shall be checked using
temperature indicating crayons or an approved equal.
: 2. Tack velds which are used at the root of joints may or may not be
Q‘ couplete penetratiom.
: 3. All wvelding shall utilize stringer beads.
;'1\\ 4. Grade ER3XX (same nominal composition as filler): Type K - 1/8" x 1/16" cr
M ¥ 5/32" = 1/8"
. 3 Type J - 1/8" x 3/64" or
3 5/32" x 1/16"
. ‘3 5. Bare vire selected for the base metal to be wvelded shall be as follows:
\. BASE METAL TYPE BARE WIRE TO BE USED
A Y 304 or 304L to 304 or 304L ER308 or ER30EL
316 or 316L to 316 or 316L ER316 or ER31€L
304 or 304L to 316 or 316L ER316 or ER31S6L
For Westinghouse supplied Reactor Coolant Piping, ERI08 will be used for
base metal type 304 or 304L to 316 or 31EL.
6. Purge requirement may be daleted by the Project Welding Engineer for fillet welds.
');-Y‘
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To: y J. T. "'.a,r"'i-.,t. .". DATE: "‘Ia\, 29' 1980.‘—-

FROM: R. E. Heim 308 KO:
SUBJECT: BZR lelding Procedurs REF. No: BRF-1061

Soecificatic

e

By copy of this letter we are advi:ing Brown & Root that the subject
Welding Procecure Specification is“approved for arrangsment only procsed
with fabrication subject to compliance with al’ contract requirements,
drawings and specifications.”
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WELD PROCEDURE SPECIFI

LATEST ICN No._.2
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MTERIM CHANGE NOTICE o

e — .
DATE

i
S —————

The following Interim Change Notice is being submitced at this ctime in orcer
to expedite the revision of a non-essential variadle in a Brown & Root, [nc.
Weld Procedure Specification. e

I No._ 1l

G&H DCA's 7135,7136 & 7137.

Changes/Additions:

1. Austenitic Stainless Steel type 316 to type 304 weldment
shall employ either type 316 or type 308 filler material per
Except for Westinghouse supplied

Reactor Coolant Piping.

2. The use of .045 filler metal is for Fillet Welds om all

{nstrumentaticn tube field welding.

8=10-230

s Date

ICN No._2

On page 2 of 2, orifice or cup size is stated as 1/4"
minimum. Change this to 1/4" minimum,

Changes/Additions:

1/2" maximum.

12-3-80 |
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