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QUALITY CONTROL DIVISION
WELDING PROCEDURE REVIEW

CLIENT Ccmmonwealth Edison Company STATION Braidwood UNIT 1ls2 :

CONTRACTOR L. K. Comstock & Co. PROJECT NO._4683-05

(X] NUCLEAR, CLASS -~ (X sAreTY (] swop  [] IMPACT
REQUIREMENTS

(X non-saFeTY (X FIELD

REVIEWED TO: ASME / ' / SeL SPEC._ L-2790
ANSI / AWS Dl.1 / OTHER
REVIEWED BY  E. V. Andruszkiewicz [ DATE  September 26, 1384
ITEM [STA |GUIDELINE PROCEDURE REV. | DATE WELDING |[P-NOS|THICKNESS RANGE
NO. |TUS IDENT. NO. PPOCESS QUALIFIED, INCHT
1. 2 -- 4.3.3 D 8/29/84 SMAW C.8. Qualified 5
b Prequalifiec
Comrents:
A) |On Attachmegnt 'A' state|"single", under "Singll or mpltiple pass.”

{ B) |1t appears |that Attachmgnt 'K' is for|the welding ofja partial
penetration groove weld If| this is $o, then delete| the lNote
referring backgouging of phe weld.

c) |on. Attachment 'F' the vplts fan only be from 19 to 2p volts since
the procedyre was only gualified at 2§ volts.

D) |on Attachment 'N' for the overhead pogition the volts shall De

"21-29 voLﬁs", "2 - 29 yolts|' is unacgeptable.

{,/

| =ik oo - e et
}. LTI "E SHATRLIYIY itk | |

l. Reviewed and accepted.

2. Revise as noted and resubmit, Contractor can proceed based on making
revisions noted. :

3. Revise as noted and resubmit. Hold fabrication.

4. Results do not meet specification requirements.

QC Form 1062 R2
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WELDING PROCEDURE ;
: FOR
) STRUCTURAL ATTACHMENTS
(7018)
1
I 1.0  REFERENCE

1.7 S & L Standard Form 1701
1.2 AWS Structural Welding Code, AWS D1.1-75

1.4 S &L Form 1895

2.0 PURPOSE/SCOPE

Welding Procedure Test Record.

3.0 PROCEDURE
3. Base Metal

Test Record.
3.2 Filler Metal

requirements:

Specifications AWS AS.1.

| ‘{
P - P i~

1.3 AWS Filler Material Specifications, AWS AS.1 and AWS AS.4

1.5 L. K. Comstock QA/QC Manual Section 1.0.1, Criteria 4.3

2.1 This procedure is proposed to meet and assure the requirements of AWS
D1.1-75, Structural Welding Code, and is applicable to the base metals
specified in AWS D1.1-75, Section 8.2 and 10.2, or as specified by a

2.2 To include appropriate quantitative or qualitative acceptance criteria i
for determining that important activities have been accomplished. {

2.3  The scope of this procedure applies to all structura)l steel welding
performed by L. K. Comstock utilizing 7018 Weld Rod.

3.1.1. Steel wil)l comply with the specifications of AWS 01.1-75,
Paragraph 8.2 and 10.2, or as specified by a Welding Procedure t

3.2.1 The filler meta) employed will conform to the following

2:8:14) Electrodes will conform to American Welding Society

3.2.1.2 Electrodes will be stored and handled in accordance
with L. K. Comstock "Storage and Control of Welding
Materials® procedure (Sect. 4.3.10).

"TREVISED TITLE

IFD PROCEDURE
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3.0 ,PROCEDURE - continued

Position

3.3.1 The welding will be performed in all positions as defined by
AWS Structura)l wWelding Code D1.1-75. The welder shall be
qualified to LKC Procedure 4.7.1.

3.3. .1  Flat position
3.3.7.2 MHorizontal position
3.3.1.3. vertical position
3.3.1.4 Qverhead position

Joint Design

3.4.1 Joint design will be as per AWS Structural Welding Code 01.1-75
for fillet welds and groove welds. Weld joint design other

than those prequalified by the code will be qualified per the
AWS code.

3.4.1.1  Joint designs will be qualified prior to utilization
on site and test results will be recorded on a

*welding Procedure Qualification Test Record" (Ref.
See Page 11).

3.4.1.2 Joint designs, tested and accepted, will then be
recorded on a Qualified Joint welding Procedure"
(WPS) and entered into the weld procedure.

3.4.2 The LKC Engineer shall obtain the appropriate Weld Procedure
Specification(s) (WPS) from the Cross Reference Tables, (Tadle
I of Table II) and 1ist them on the Welding Installation Record
(Attachment 'J').

5.4.2. The completed WIR wiil be signed and dated by the
engineer and forwarded to the applicable foreman.

NOTE: Welding Installation Records will be given
a sequential number and logged to assure
timely completion.

Joint Preparation and Cleaning

3:5:1 Joints may be prepared dy machining, oxygen gouging, air carden
arc gouging, chipping or grinding. Cut surfaces and edges
shall be free of slag.

3.5.2 Prior to fitting, the surfaces of joint are to be cleaned free
of rust, scale, paint or other foreign matter. The metal shal!l
be cleaned back from the joint edge to insure that the welded
joint will not become contaminated. The cleaning may be done
by wire brushing, grinding, grit-blasting or other suitacie
means. y

HAP
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L. X.CIMSTOCK & COMPANY, INC.

3.5.3

fhc members to be welded will be brought into correct alignment

QA secT

3.0 * PRBCEDURE - continued .

and held in position by bolts, clamps, wedges, guy lines,
struts, other suitable devices or by tack welds unti] welding

has been completed.

shall be brought into as close contact as practicable.
between parts shall normally not exceed 3/16 in.
are normally to be incorporated into final welds.

3.5.3.1

The parts to be joined by fillet welds

The gap
Tack welds

when the fillet weld leg length is increased due to
the fit-up gap, up to 3/16*, it shall be noted on the
welding Installation Record by the journeyman

welder. Quality Control must be notified to inspect
the fit-up 1f the joint that is to be welded will be
completely hidden by the required weldment.

3.6 Joint Welding Details

|
|

3.6.1 Single and multiple pass of fillet welds and groove welds will
be as specified below:
3.6.1.1 The minimum size of a root pass shall be sufficient
to prevent cracking. s
Firien 4 3.6.1.2 The maximum size of fillet welds which may be made in
.3 one pass will be:
Cd
Ay A. 3/8" in the flat position.
At B. 5/16" in the horizontal or overhead.
" . C. 1/2" in the vertical position.
e 3.6.1.3 The maximum size of root passes for groove welds will
.f be 1/4°. The maximum thickness of layers subsequent
{ to the root pass of fillet and groove welds will be:
A A. 1/8* in flat position.
s B
" : 8. 3/16 in vertical, overhead, and horizonta)
: ¢ positions.
v
; p 3.6.1.4 The minimum effective throat for partial joint
2 A penetration groove welds shall be as in the following
& .0 table:
Al BASE METAL THICKNESS OF MINIMUM EFFECTIVE
. M8 THICKER PART JQINTED THROAT
s IN. N
rla"
- to 1/8 inel. 1/8
over 1/4 to 1/2 inc). 3/16
over 1/2 to 3/4 incl. 1/4
over 3/4 to 1-1/2 inc). §/16
over 1-1/2 to 2-1/4 inc!. 3/8
over 2-1/4 to 6 incl.. 1/2
over b 5/8
PREPARED APPROVED REVISED TiTee OWS. DAYS WP ey
HAP RAB TS PROCEDURE 7/8/80 |8/29/84 | 3 of 11 |
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: 3.0 . PROCEDURE - continued

3.6.1.5 The minimum fillet weld size, except for fillet welds

. used to reinforce groove welds, shall be as shown in
i the following table:

: BASE METAL THICKNESS MINIMUM SIZE OF
| OF THICKER PART FILLET SIZE
JOINED (T)

T less than or equa! to 1/4

*1/8" single pass

1/4 less than T less than or

3/16 single pass welds
than or equal to 1/2

only will be used.

BASE METAL THICKNESS MINIMUM SIZE OF
OF THICKER PART FILLET WELD
JOINED (T)

In. In.

1/2 Yess than T less 1/74*
than or equal to 3/4

ni

=
: 18

3/4 less than T 5/16*

*Single Pass Welds Must Be Used.

3.6.1.6 Weld undercut is a groove melted into the base metal

adjacent to the toe or root of a weld and left
unfilled by weld metal. This groove shall not be
considered as undercut if it 1s not greater than
3/16* in length and not greater than 1/16" in depth

provided spacing between two adjacent grooves is at |
lease 3 inches. !

- sl‘!

3.6.1.6.1 wWeld undercut greater than 1/32° depth

and greater than 3/16" length shall be
repaired.

3.6.1.6.2 For weld quality of undercut for welds to !

the building support system and welds for
component supports, AWS 01.1-75 shall be
g% followed with the exception of weld
undercut limitation of 0.01* depth when
the weld direction is transverse to
primary tensile stress in the part that
is undercut. However, the maximum depth

of weld undercut shal)l be limited to 1/32
inch.

/~e e gane®
ol

-

M
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3.6.3

" LK. COMSTOCK & COMPANY, INC.

3.0 . PROCEDURE - continued

Plug and slot welds will be as specified below:

3.6.2.)

3.6.2.2

3.6.2.3

3.6.2.4

For welds to be made in the flat position, the arc is
carried around the root of the joint and then carried
along a spiral path to the center of the hole, fusing
the depositioning a layer of weld metal in the root
and bottom of the joint. The arc is then carried to
the periphery of the hole, and the procedure
repeated, fusing and depositing successive layers to
111 the hole to the depth required. The slag
covering the weld metal should be kept molten, or
nearly so, unti] the weld is finished. If the arc is
broken, except briefly for changing electrodes, the
slag must be allowed to cool and be completely
removed before re-starting the weld.

For welds to be made in the vertical position, the
arc is started at the root of the joint, at the lower
side of the hole, and carried upward fusing into the
face of the inner plate and the side of the hele.
Stop at the top of the hole, clean off the slag and
repeat on the opposite side. After cleaning the slag
from the weld, other layers should be similarly
deposited to fi11 the holes to the required depth.

For welds to be made in the overhead position the
procedure is the same for flat paosition welding
except that the slag should be allowed to cool and
should be completely removed after depositing each
successive layer unti]l the hole is filled to the
required length.

Slot welds may be made with a technique similar to
that specified above for plug welds, except if the
length of the slot exceeds three times the diameter,
or {f the slot extends to the edge of the part, the
technique specified in 3.6.2.3 should be followed for
welds made in the flat position,

The maximum diameter of electrodes shall be as follows:

3.6.3.1

3.6.3.2
3.86.3.3

5/16 in. (8.0 mm) for all welds made in the flat
position, except root passes.

178 in. (6.4 nm) for horizontal fillet welds.

174 in. (6.4 mm) for root passes of fillet welds made
in the flat position and groove welds made in the
flat position with backing and with a root opening of
1/4 in. or more,.

PREPARED

HAP

APPROVED

RAB

REVISED

IFD

TiTLe ORIG DATE REVISION pact

PROCEDURE 7/8/80 |1/17784 5 of 11
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3.6.4

L, K. COMSTOCK & COMPANY, INC.

3.0 " PROCEDURE - continued

3.6.3.4 5/32 in. for welds made with low-hydrogen electrode
in the vertical and overhead positions.

3.6.3.5 3/16 in. for root passes of groove welds and for 2l
other welds not included above.

Electrodes will be of the class as shown below:

GROUP AWS
_DESIGNATION  ELECTRODE CLASSIFICATION

Fa £7018

Weld Detail and Technique

.10

3.7.2

3.7.3

Preheat

3.8

Cracked or otherwise defective tack welds are to be removed
before deposition of first pass.

Weld passes are to be cleaned of all slag or other foreign
matter before deposition of additional passes.

Slag and spatter are to be removed from finished welds prior to
application of protective coating when applicable.

Welds shal)l be free from overlap, cracks, craters, undercut.*
There shall be no porosity visible on the surface of the weld,
except as noted in AWS-D)1.1 Paragraph 8.15.1.8.

*REFERENCE: Paragraph 3.6.1.6

Base meta)l that is below the specified minimum temperature will
be preheated so the that the parts on which weld metal is
deposited is at or above the minimum temperatures specified
below. The minimum temperature will be effective for a radius
equal to the thickness of the part of be welded; however, not
Jess than 3 inches radius in al) directions from the point of
the weld.

Joints of more than one thickness of base metal will be
preheated to the preheat temperature of the thicker base meta!
to be welded. Preheat shall be recorded on the Welding

[nssallation Record, Attachment *J*. LXC QC shall witness

prenheat other than ambient temperature of S50°F.

Preneating 1s not required for base metal up to and including
3/4 inch thickness, except when the base metal temperature 15
below 32°F. The base metal shall be heated to at least 70°F
and sha))l be maintained at this minimum temperature during
welding.

HAP

APPROVED

RAB

REvISED TiTLE ORIG. DATE REVISION | PAGE

C
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3.0 * PROCEDURE - continued

3;0.3.1 Exceptions to the above as follows:

3.8.3.1.1 The minimum preheat and interpass
temperature requirement s 50°F, 10°C
(Ref. AWS 01.1-75, Table 4.2) for
thickness of up to and including 3/4 inch.

3.8.3,1.1.1 when shielded metal arc
welding with low hydrogen
electrodes, submerged are
welding, gas metal arc
welding, flux cored arc
welding with ASTM AS72
Grades 55, 60, 65 or ASTM
A633 Grade £ base metals.

3.8.3.1.1.2 when shielded meta) arc
welding with low hydrogen
electrodes, submerged arc
welding with carbon or alloy
steel wire, neutral flux,
gas meta) arc welding with
ASTM AS514 gver 2-1/2 in.,
ASTM AS17 or ASTM A709
Grades 100 & 100w base
metals.

3.8.3.1.1.3 when submerged arc welding
with carbon steel wire or
alloy flux with ASTM AS14
2-1/2 in. and under or ASTM
A709 2-1/2 in. and under
Grades 100 & 100w base
metals.

preheating of metal in excess of 3/4 inch thickness will be
performed as per the following requirement:

3.8.4.1 Shielded metal arc welding with low hydrogen
electrodes (£7018).

3/4 thru 1-1/2 SO°F
Over 1-1/2 thry 2-1/2 150°F
Qver 2-1/2 225°F

The welder will use localized heating to obtain the
preheat temperatures. QC will verify preheat by use
of a temp. stick.

3.9 Weld Repairing and Corrections
3.9 Any weld requiring repair of undercut or for being undersize

shal) be welded in accordance with the genera) provisions of
this specification.

PREPARED APPROVED REVISED LA™ 1 ORIG DATE REYISION
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3.9.2

3.9.3

« LK. COMSTOCK & COMPANY, INC.

3.0 - PROCEDURE - continued

Welds requiring repair of unsoundness are to be excavated to
clean sound metal, after which they are to be cleaned and
repair welded in accordance with the foregoing provisions of
this specification.

Cracks extending into the base meta) shall require written
approval of the CECO Site Electrical Field Engineer prior to
repair.

3.10 Weld Inspection

3.10.7 wWeld inspection shall be porforugd per Section 4.8.3.

3.117 Precautions for Welding
3.11.1 Project adjacent materials from the effects of welding heat, to
prevent damage to installation. Use asbestos blankets, etc.,
to protect cables, panels, equipment, and personnel from
falling slag, meta) and sparks.
3.11.2 0o not weld where fire hazard exists, such as gasoline or fue!
storage areas, areas with heavy dust concentrations, or where
large quantities of combustible material may be ignited. If
welding may be done in an area, be sure sufficient loaded fire
extinguishers are present within easy reach to prevent start of
a large fire.
3.11.3 Be sure that the current path of welding s adequate to prevent
other components from being overheated by external currents.
4 3.12 Safety :
. |
% ’ 31.12.1 wWear proper apparel, including helmet, goggles, leathers, |
A gloves, etc., to prevent burns to skin and hair. l
s 3.12.2 Avoid looking at arc stricks and welding directly, in order to |
o prevent damage to eyes by ultraviolet or intense light. ,
. Protect eyes of others where practicable, by draping or
¢ ) shielding area being welded.
. 3.12.3 Be sure ventilation is adequate - avold breathing fumes
‘: b produced by welding, as they may be hazardous to health.
;: 3.12.4 Prevent fires from starting, but {f fires starts, have the
‘--' proper means available to extinguish 1t quickly,
: 3.12.5 Be sure welding or cutting operations will not cause collapse
of structures bearing load.
3.12.6 Beware electrical shock hazards, such as wet area/exposed meta)
ground.
3.12.7 Use caution when handling high-pressure containers for oxygen,
etc., to prevent them from becoming missiles.
PRELPARED APPROVED REVISED TITLE ORIG DATE llweh)N AL ’
o RAB IFD PROCEDUAE 7/8/80 | 1/17/84| 8 of 11
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4.0 ' EQUIPMENT |
4.1 Calibrated Weld Machines ;

5.0 FORMS/RECORDS

5.1 wWelding Installation Record (WIR) (Attachment 'J')

§.2 Weld Inspection Checklist (Form 19) Ref. B.P. 4.8.3

5.3 Weekly In-Process wWelding Inspection Checklist (Form 194)

Ref. B.P. 4.8.3 .
6.0 SPECIAL INSTRUCTIONS

6.1 Upon completing weld, the welder must stamp his symbol adjacent to the
weld.

6.2 Welds shall not be painted unti) Quality Control has inspected and
accepted the welds.

6.3 wWeld Installation Records are not required for welds performed in
non-safety related/non-seismic areas such as turbine and outlying
buildings.

6.4 For control room pane) butt welds (Ref: Attachment L) the LKC welder

contact QC to perform a fina) visua) inspection prior to the
grinding of that weld.

6.5 If the fleld installation warrants the use of an "alternate” support
detail, it will be so noted in the "Remarks® section of the Welding
Installation Report by the foreman.

|

nr ‘5 |

U.‘ .": \.0;0'.1.. ;V '

¢

!

|

|

PREPARED APPROVED REVISED TiTLe ORIG. DATE REVISION PAGE .
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S&L CONNECTION

A
Al & A2
AA
AA
AA
AA
AA
AB
AP
AP

APl
AP2
AP2

AT

0019b

» APl, AP2 (Alt.)

REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER

WELD PROCEDURE SPECIFICATION (WPS)

CROSS REFERENCE TABLE
PROCEDURE 4.3.3

Page 1 of 10

REV. D (08/29/84)

|
DWG. NO.  ____WPS ATTACHMMENT _ WELD ROD
0-3393M Bl £7018
0-3393P A, B, O £7018
0-33937 B E7018
0-3393V A, B E7018
0-3393N El E7018
0-3393k A, B (On Beams) g7018
0-3393k D (Por 1/2" T.8.) E7018 :
0-3393K B (Por 5/16" T.S. k7018
0-3393K P (Por 3/8" T.8.) £7018
0-3393K G (Por 1/4" T.8. g7018
0-3393D A, B £7018
0-3393D A, 8,0 E7018 |
0-3393D A, B B7018
0-33938 A, B.O g7018 l
0-3393s A, B, For Plates g7018
0-3393S A, B, O £7018 |
0-3393D A, B £7018
0-33938 B, O £7018 :
0-3393M - g7018 !
0-3393N 4 g7018 '



REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

SMe. N0, SRS ATTACHMENT 0 _MELD ROD .
0-3393T 8

0-3393V A,

0-3393s A,

0-3393s8 B,

0-3393M B
c 0-3393N B E7018
c 0-3393pP A, B, 0, K E7018
c 0-3393T A, B E7018
; cl 0-3393E A, B, O E7018
c2 0-3393E A, B, O E7018
CCB (vertical) 0-3393w A, B, (For PL) E7018
CCB (vertical) 0-3393w D (Por 1/2" T.8.) B7018
CCB (vertical) 0-3393w B (For 5/16™ T.5.) E7018
CCB (vertical) 0-3393w P (FPor 3/8" T.8.) E7018
CCB (vertical) 0-3393w G (Por 174" T.8.) E7018
CCB/Horiz. Conduit Run 0-3393w A, B, (For PL) E7018
CCB/Horiz. Condult Run 0-3393W D (Por 1/2" T.8.) B7018
CCB/Horiz. Conduit Run  0-3393W B (For 5/16" T.8.) E7018
CCB/Horiz. Conduit Run 0-3393W P (Por 3/8" T.5.) B7018
CCB/Horiz. Conduit Run 0-3393W G (For 1/4" T.85.) E7018
Ccrp 0-3393R A, B B7018
CcL 0-3393K A, B E7018



REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

DETAILNO. DWG. NO.  ___ WS ATTACIOGONT  _WELD ROD
cp 0-33938 El . £7018 i
cs 0-3393F A, B : g7018 3
csLl 0-3393K A, B £7018
csL2 0-3393K A, B £7018
D 0-3393M 8 £7018
D 0-33937 ] E7018
£ 0-3293M B, O £7018
; E& KL 0-3393T 8 £7018
i B, P, G, J, K, (Alt.)  0-3393N A, B g7018
£8 0-33930 A, B 87018
; o &
BC2 P 0-3393K 8, D £7018
gc3 oted 0-3393R 8, G £7018
gp y "”: 0-3393D A, B, O 27018
P ‘2 0-3393L A, B, 0O 87018
ET a 0-3393D A, B £7018
r - 0-3393 B £7018
¥ ‘2; 0-33937 8, D, 0 £7018
PP ' 3 0-3393U A, B 87018
G --_:f 0-33938 B, D (Por 1/2" T.8.) £7018 f
G p— 0-33938 B, K (Por 5/16" T.5.) £7018
G :"? 0-33938 B, P (For 3/8" 1.5.) g7018

-
G weld 0-3393E B, G (Por 1/4" T.8.) g7018




S&L CONNECTION

DETAIL NO. -

G

G

G

G (Alt. A)

G (Alt. B)

G (Alt. ©)

H
-

H1 | e
-y~

J iz
-

J o

J .
L

J J

J

J P

JA \ gl
- L |

:. b, deat
. are
L -

IB BP (Alt.) [erems

L

JBW —

Jc

Jcs

REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER
WELD PROCEDURE SPECIFICATION (WPS)

CROSS REFERENCE TABLE
PROCEDURE 4.3.3

WG, NO.
0-3393M
0-3393P
0-3393T
0-3293P
0-3393P
0-3393P
0-3393M
0-3393T
0-3393F
0-3393F
0-3393F
0-3393F
0-3393F
0-32393M
0-3393J
0-3393J
0-3393w
0-3393W
0-3393W
0-3393J

0-3393w

Page 4 of 10

— WPS ATTACHMENT ______ __WELD ROD

B,
A,
B,
A,
A,
A,
B,
B,

A,

0

0

B, O

D (For

E (For

P (For

G (For

B,

o
0
0o
0
B, O
0

B, O

/2" T1.8.)
5/16" T.8.)
3/8" T.8.)

1/4" T.8.)

E7018
B7018
E7018
B7018
E7018
g7018
B7018
E7018
B7018
E7018
B7018
g7018
B7018
E7018
E7018
B7018
E7018
B7018
B7018
87018

E7018




S&L CONNECTION

Jcc

JEA

BEES

LE2

N

Ls1

Ls2

ot 1 g

Ls3

.

&

Lsé

LTS1

LTS1

LTSl

LTSl

i 1 A "‘ e |
“"«';’ . st

LTSl

i\

LTS2

LTS2

LTS?

LTS2

REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER
WELD PROCEDURE SPECIFICATION (WPS)

CROSS REFERENCE TABLE
PROCEDURE 4.3.3

WG, NO.
0-3393w
0-3393J
0-3393J
0-3393F
0-3393rF
0-3393F
0-3393F
0-3393F
0~3393F
0-3393F
0-3393F
0-3393F
0-3393F
0-3393F
0-3393F
0-3393F
0-3393F
0-3392F
0-3393F
0-3393F
0-33913F

0-3393F

Page 5 of 10

DS ATTACHMENT _____  _WELD ROD

B, O
A, B
B, O
A, B
A, B
A, B
A, B
A, B
A, B
A, B

A, B

A, B
A, B
D (For
B (For
F (Por
¢ (For
A, B
D (Por
B (For

F (For

/2" 2.8.)
$/16" T.8.)
3/8" 1.8.)

1/4" T.8.)

1/2" 1.8.)

S/16" T.8.)

3/8" 1.8.)

E7018
g7018
7018
E7018
7018
g7018
g7018
87018
g7018
g7018
E7018
E7018
g7018
E7018
g7018
E7018
B7018
7018
E7018
E7018
g7018

B7018
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REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

DWG. NO.
0-3393F
0-33937T
0-3393K
0-3393K
0-3393K
0-3393K
0-3393H
0-3393H
0-3393H
0-3393H
0-3393H
0-3393H
0-3393H
0-3393H
0-3393H
0-3393H
0-3393H
0-3393H
0-33934
0-3393¢C
0-3393¢C

0-3393C

Page 6 of 10

— VP8 ATTACHMENT _____ _VWELD ROD

G (Por 1/4" T.8.)
C A,
D (For 1/2" T.8.)
B (Por $/16" T.8.)
P (For 3/8" T.8.)

G (Por 1/4" T.8.)

A,
A,
A,
A,
A,
A,
A,

A,

D (Por 1/2" T.5.)

B (Por 5/16" T.8.)

P (Por 3/8" T.8.)

G (Por 174" T.8.)

A,
A,
A,

A,

8
8, 0
B, O

B, O

E7018
B7018
B7018
87018
B7018
E7018
E7018
E7018
g7018
§7018
E7018
7018
g7018
3701‘
R7018
g7018
B7018
7018
E7018
g7018
g7018

B7018
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Page 7 of 10

REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFEREINCE TABLE
PROCRDURE 4.3.3

S&L CONNECTION

DETAIL MO. DVG. MO, WPS ATTACHNENT _WELD ROD
$s24 0-3393C A, B, 0 7018
$528 0-3393C A, B, 0 £7018
gs2¢ 0-3393¢C A, B, 0 7018
8532 0-3393C A, 8, 0 7018
$538 0-3393¢ A, B, 0 © m7018
ssac 0-3393C A, B, 0 r7018
ssAA - 0-33938 A, B, 0 7018
sS4 <::;> 0-33938 A, 8, 0 £7018
$858 mains  0-33938 A, B, O £7018
ST S5 0398 A D g7018
131 e 0-3393R D (Por 1/2" T.5.) £7018
131 0-33938 B (For 5/16" 1.5.) g7018
51 . 0-33938 P (For 3/8" T.5.) £7018
TSl = .. 0-3393R G (Por 1/4" T.8.) £7018
152 ' €. i 0-3393R D (Por 1/2" T.5.) £7018
182 - 0-33938 B (For /16" 1.5.) g7018
52 by 0-33938 P (Por 3/8" 1.5, 7018
152 s 0-33938 G (For 1/4" 1.5.) £7018
Ts3 - 0-3393R A, B gr018
153 0-33938 D (Por 1/2° 1.8.) 7018
183 0-3393R B (For $/16" 1.5.) £7018

83 0-3393R F (For 3/8" T. 8.) B7018
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REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

RETAIL NO. DWC. NO. ___WPS ATTACHMENT = __WELD ROD
153 0-33938 G (Por 1/4" T.8.) 87018
14 0-33938 D (Por 1/2" T.5.) 87018
54 0-3393R g (Por 5/16" T.5.) 87018
54 0-33938 P (Por 3/8" T.5.) 87018
T84 0-3393R G (Por 1/4" T.5.) 87018
S8 0-3393R A, B £7018
187 0-3393R G 87018
TSA 0-3393V A, B, (For PL) 87018
TSA 0-3393V G £7018
TSA (unistrut only) 09-3393v B, O g7018
TSEP 0-3393V A, B, (Por PL) £7018
TSEP go-ns:u D (For 1/2" T.S.) 87018
TSEF =2 0-33930 B (For 5/16" T.5.) 87018
TsEP .:3,-'.;' 0-3393U P (Por 3/8" T.5.) 7018
TSEP r 0-3393U G (Por 1/4" 1.5.) g7018
TSEP (Alt.) © v 0-3393U A, B, (Por PL) 87018
TSEP (Alt.) S & 0-3393U D (Por 1/2" T.8.) £7018
TSEP (Alt.) fTL e3N g (Por $/16" T.5.) 87018
TSEP (Alt.) “: 0-3323U P (Por 3/8" T.5.) 87018
TSEP (Alt.) . 'f 0-3393U G (Por 1/4" T.8.) £7018
us1 ) 0-3393v 8, 0 £7018
us2 '__‘ 0-3393V B, 0 g7018
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REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

REIAIL NO. = DWG. NO. _ WPS ATTACMMENT  _ WELD ROD
us3 0-3393v B, O 87018
Usa O-JJOJG B, 6 .3701.
uTl 0-3393H A, B g7018
uT2 0-3393H D (Por 1/2" T.8.) B7018
uT? 0-3393H E (For 5/16" T.8.) g7018
uT2 0-3393H F (Por 3/8" T.8.) B7018
uT? 0-3393H G (For 1/4" T.8.) g7018
Tl 0-3393H D (Por 1/2" T.8.) E7018
uT3 0-3393H B (For 5/16" T.5.) B7018
uT3 0-3393H F (Por 3/8" T.8.) g7018
uT3 0-3393H G (Por 1/4" T.8.) g7018
UTa 0-3393H A, B B7018
UTA 0-3393V B, G (For T.S.) g7018
UTA 0-3393v B, O (For Unistrut) B7018
UWA 0-3393v B, O (For Unistrut) g7018
UWA 0-3393V A, B, (Por PL) g7018
Unistrut Splice Det. 0-3393K B, O B7018
-t 0-3393A A, B, C g7018
WA (Alt.) 0-3393V A, B, G g7018
wCPl 0-3393A A, B g7018
wep2 0-3393A A, B B7018

wCP3 0-3393k A, B B7018

}"m." TTARASSEHIEI | 89-‘
s b . . 3 3 8 —
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REFERENCE TABLE NO. 1

CONDUIT & JUNCTION BOX HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

DETAIL NO. DWG. NO.  _____ _WPS ATTACHMENT = _WELD ROD

WCPa 0-3393K A, B R7018
WwCPS 0-3393A A, B E7018
WD 0-3393K B, 0 B7018
WPl 0-33938 B, O B7018
WP2 0-33938 B, O B7018
WWC 0-3393N A, B, O B7018

~ 3

AiiA

- .é '\~j e
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Alt. weld det. for all
long brace con.

Typ. Conn. of Aux.'
Stl. to strut. or

Aux. Steel

Typ. Conn. of Aux.

TABLE II
CABLE PAN & HANGER

CROSS REFERENCE TABLE

PROCEDURE 4.3.3

e I o N

" WELD PROCEDURE SPECIFICATION (WPS)

RETAIL WO. SNG. MO, _____WPS ATTACHMMENT _ _WELD ROD
0-3268 A, B £7018
0-3268 A, B £7018
0-3263 A, B £7018

Stl. to emb. plate

0020b

: \(\«\

‘ \]“. ‘.(

REV. D (08/29/84)
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TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

- N— LWG. N0, WPS ATTACHMENT = _WELD ROD
0002 0-3250 ARS £7018
0003 0-3250 8, 0 £7018
0008 0-3250 A, B, O E7018
0009A 0-3251 D (Por 1/2" 1.8.) E7018
00094 0-3251 £ (Por $/16" 1.5.) £7018
00094 0-3251 P (Por 3/8" 1.5.) £7018
0009A 0-3251 G (Por 174" 1.8.) £7018
0009¢ 0-3252 8, 0 £7018
0009D 0-3252 8, 0 £7018
00090 0-3252 D (Por 1/2" T.8.) B7018
00090 0-3252 B (Por 5/16" T.8.) B7018
0009D 0-3252 P (Por 3/8" T.5.) E7018
0009D 0-32%2 G (Por 1/4" T.8.) E7018
0016 0-3255 A, B B7018
0031KV 0-3278 & B, © g7018
0034HV 0-3249 A, B g7018
Q034aHV 0-3295 As B g7018
003SHV 0-3249 A, B B7018
O0036HYV 0-3254 A, B E7018
003 7HV 0-3254 B, 0 B7018
0038HV 0-3254 A, B B7018
0039KV 0-3254 B, O E7018
v (A TR
0\,'(’. ’:e . : ﬁ’ \ ’(!‘\d ’Ui
B e }\.].UJ .31"3,3_':1_: P .. W .



. TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
' PROCEDURE 4.3.3

S&L CONNECTIOM

DETAIL NO. BWG. NO.  ___WPS ATTACHMENT = _WELD ROD

' 0097 0-3249 A, B 87018
0097A 0-3249 A, B gr018
0121 0-3258 A, 8,0 g7018
0SAaH 0-3299 A B £7018
0399V 0-3243D A, 8,0 87018
0600HV 0-32430 A, B, 0 £7018
0601HV 0-32430 A, B £7018
0605HV 0-32430 A, 8,0 87018 |
0608KHV 0-32430 A B £7018
0662HV 0-3243F A, B, 0O 87018 |
0665HYV 0-3243F A, B 87018
0665HV 0-3243F D (Por 1/2" T.5.) 87018
0665HV 0-3243°F g (Por 5/16" T.5.) g7018
0665HV 0-3243¢ P (Por 3/8" T.5.) 87018
0665HV 0-3283F G (Por 1/4" T.8.) £7018
06660V 0-3243P A, B, 0 87018
0891 0-3248 A, B £7018
08914 0-3248 A, B 87018
1006 0-3250 8, 0 g1018 ‘
1007 0-3237 A, B8, 0 87018 g
1008 0-3237 A, B £7018
A 0-1284 A, B £7018

\
. seey %4
-ggs P/ ‘-\:i
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TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

REIAIL NO. NG MO, WPS ATTACHMENT = _WELD ROD
Alt, Stiff, DET. 0-3263 A, B g7018
D-18 (Alt.) 0-3268 A, B (For Plate & T.8.) 7018
DV-001 0-3263 A, 3,0 g7018
DV-002 0-3263 A, B, 0O g7018
oV-002 0-3263 D (Por 1/2" T.8.) 7018
DV-002 0-3263 B (Por 5/16" T.S8.) 7018
DV-002 0-3263 F (Por 3/8" T.8.) E7018
DV-002 0-3263 G (For 1/4" T.8.) g7018
DV-003 0-3263 A, B g7018
DV-004 0-3263 A, B, H 7018
DV-005 0-3264 A, B, H R7018
DV-005 0-3264 D (Por 1/2" T.85.) £7018
DV-005% 0-3264 B (Por 5/16" T.8.) g7018
DV-005 0-3264 P (Por 3/8" T.8.) g7018
DV-005 0-3264 G (Por 1/4" T.8.) B7018
DV-006 0-3264 A, B g7018
DV-006 (Alt.) 0-3264 A, B B7018
pV-007 0-3264 A, B (Por Plates) g7018
DvV-00?7 0-3264 QO (Por Unlistrut) 87018
DV-008 0-3264 B, O g7018
DV-008 (Alt.) 0-3264 B, 0 E7018
DV-008 Optional 0-3265 B, 0 g7018

-~
'
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TABLE II
y CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
. PROCEDURE 4.3.3

RETAIL NO. WG NO.  ___WPS ATTACHMENT MELD ROD
DV-008A 0-3264 A, B, O B7018
DV-008A (Alt.) 0-3264 B, 0 g7018
DV-0088 0-3265 B, O g7018
DV-008C 0-3265 A, B, O g7018
DV-009 0-3264 A, B, O (Por Unistrut) g7018
DV-009 0-3264 D (For 1/2" T.8.) 7018
DV-009 0-3264 B (Por 5/16" T.8.) 7018
DV-009 0-3264 P (Por 3/8" T.8.) 7018
DvV-009% 0-3264 G (Por 1/4" T.8.) B7018
DV-01a 0-3265 A, B 7018
DV-015 0-3265 A, B (For Plates) K7018
DV-015 0-3265 O (For Unistrut) g7018
DV-016 0-3265 A, B g7018
pv-017 0-3265 A, B 87018
pV-018 0-326% A, B 7018
Dv-019 0-3265% A, B g7018
DV-020 0-3265 A, B £7018
DvV-021 0-3265 A, B g7018
DV-022 0-3265 A, B, O (For Plate to Unlist.) 7018
DV-022 0-3265 A, B (Por Plate to T.85.) g7018
DvV-023 0-3265 A, B g7018
DvV-024 0-3265 A, B (Por Plate Q Diag.) g7018
\




N & 2 N
TABLE II
' CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

RETAIL NO. DWC. NO.  ______WPS ATTACHMENT = _WELD ROD
DV-024 0-3265 B, O (FPor Unistrut & T.5.) 7018
DV-024A 0-3265 A, B (For Plate & Diag.) B7018
DV-024A 0-3265 B, 0 (Por Uulu.rut & T.8.) g7018
DV-024B 0-3265 A, B R7018
pvV-027 0-3266 A, B g7018
Dv-028 0-3266 A, B B7018
DvV-029 0-3266 A, B B7018
DV-029A 0-3266 A, B 87018
DV-030 0-3266 A, B g7018
DvV-030 0-3266 D (Por 1/2" T.8.) R7018
DvV-030 0-3266 B (For 5/16" T.8.) E7018
DV-030 0-3266 F (Por 3/8" T.8.) g7018
DV-030 0-3266 G (Por 1/4™ T.8.) R7018
DV-0131 0-3266 A, B, O E7018
DV-032 0-3266 A, B, O R7018
DV-033 0-3267 A, B L7018
DV-034 0-3267 A, B E7018
DV-0139 0-3267 A, B R7018
DV-0136 0-3267 A, B B7018
DV-037 0-3267 A, B (Por Beam & Plate) E7018
ovV-0137 0-3267 B, O (FPor Unistrut & PL) B7018
pv-038 0-3267 A, B 27018

RS

5
-
-
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TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION
REIAIL NO. RMG. NO. ____WPS ATTACHMENT ~  _WELD ROD

DV-039 0-3267 A, B, O (For Unistrut) £7018
tv-039 0-3267 G (Por T.8.) X g7018
DV-04C 0-3268 B, O (Por P1004A) . £7018
DV-04l 0-3268 A, B (Por Plate & Channel) B7018
DV-042 0-3268 A, B 87018
DV-043 0-3268 A, B £7018
DV-043 0-3258 D (¥or 1/2" T.S.) £7018
DV-043 0-3268 E (For $/16" T.S5.) 87018
DV-043 0-3268 P (For 3/8" T.8.) £7018
DV-043 0-3268 G (FPor 1/4" T.5.) 87018
DV-044 0-3268 A, B £7018
DV-04S 0-3269 A, B, 0 87018
DV-045 0-3269 D (For 1/2" T.5.) £7018
DV-045 0-1269 B (Por 5/16" T.S.) £7018
DV-04$ 0-3269 P (For 3/8" 1.5.) £7018
DV-04$ 0-3269 G (Por 1/4" T.8.) £7018
DV-045 (Alt.) 0-1269 A, 8,0 £7018
DV-046 0-3269 A, B 87018
DV-04a? 0-3769 A, 8,0 87018
DV-048 0-3269 A, B £7018
DV-049 0-3269 A, B £7018

DV-050 0-3270 A, B (For Plates) 87018
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TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLL
PROCEDURE 4.3.3

S&L CONNECTION

RETAIL NO. WG, Mo  _____WPS ATTACHMENT = _WELD ROD
DV-050 0-3270 B, O (For Unistrut) g7018
DV-051 0-3270 A, B (Por PLS) g7018
DV-051 0-3270 B, O (For Unistrut) g7018
DV-052 0-3270 A, B g7018
DV-053 0-3270 A, B E7018
DV-054 0-3270 A, B £7018
DV-055 0-3270 A, B g7018
DV-056 0-3270 B, 0 E7018
DV-057 0-3269 A, B 7018
DV-057 0-3269 B, O (For Unistrut) E7018
Dv-058 0-3269 A, B (For PLS) B7018
DV-058 0-3269 B, O (For Unistrut) B7018
DV-058 (Alt.) 0-3269 A, B (For PL) B7018
DV-058 (Alt.) 0-3269 B, O (For Unistrut) E7018
DV-0588 0-3269 A, 8, 0 E7018
DV-058B 0-3269 D (Por 1/2" T.S5.) g7018
DV-0588 0-3269 B (Por S/16" T.8.) E7018
DV-0588 0-3269 F (For 3/8" T.S5.) g7018
DvV-0588 0-3269 G (For 1/4™ T.8.) g7018
DV-059 0-3271 A, B E7018
DV-060 0-3271 A, B g7018
DV-061 0-3249 A, B E7018
: Wt Vé{‘\d
;f\': 4
- -
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DV-062
DV-063
DV-063
DV-064
DV-064
DV-065
DV-065
DV-066
DV-066
DV-0467
DV-068
DV-068
DV-068
DV-068
DV-068
DV-069
DvV-070
DV-070

DV-071

DV-071

WELD PROCEDURE SPECIFICATION (WPS)

TABLE II
CABLE PAN & HANGER

CROSS REFERENCE TABLE
PROCEDURE 4.3.3

0-3271
0-3249
0-3271
0-3249
0-3271
0-3249
0-3271
0-3249
0-3271
0-3249
0-3271
0-3249
0-3272
0-3249
0-3249
0-3249
0-3249
0-3272
0-3249
0-3272
0-3249

0-3272

e 55w

4 ol

G (For

‘..

l/4" T.8.)

A, B (For Plates)

A, B
A, B
A, B
A, B
A, B
A, B
A, B
A, B
D (for
B (For
® (Por
G (Por
A, B
A, B
A, B
A, B

A, B

=

/2" T.8.)

5/716" T.8.)

3/8" T1.8.)

1/4™ T.8.)

Page
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E7018
g7018
E7018
E7018
g7018
B7018
E7018
B7018
£7018
B7018
g7018
B7018
g7018
B7018
B7018
E7018

E7018

21
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TABLE II
CABLE PAN -& HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

DETAIL NO. WG, NO. ______WPS ATTACHMENT = _WELD ROD
DV-072 0-3249 A, B E7018
DvV-072 0-3272 A, B : B7018
DV-073 0-3249 A, B B7018
DvV-073 0-3272 A, B E7018
DV-074 0-3249 A, B E7018
DV-074 g 0-3272 A, B E7018
DV-075 0-3249 A, B g7018
DV-075 0-3272 A, B E7018
DV-075 (Alt.) 0-3272 A, B E7018
pV-076 0-3249 A, B E7018
DV-076 0-3279 A, B E7018
DV-078 0-3254 A, B ; B70i8
DV-078 0-3279 A, B g7018
DV-079 0-3254 A, B B7018
DV-079 0-3279 A, B E7018
DV-080 0-3254 A, B E7018
DV-080 0-3279 A, B E7018
DV-081 0-3254 As B B7018
DV-081 0-3279 A, B B7018
DV-082 0-3249 A, B B7018
DV-082 0-3279 A, B E7018
DV-082 0-3254 A, B B7018
\t_{“,\‘
3 2 ¥ ]

S".' " . ; ol

a1 10
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S&L CONNECTION
REIAIL NO.

DV~083
DV-08a
DV-084 (Alt.)
DV-0835
DV-085
DvV-086
DV-086
DV-086
DV-086A
DV-087
DV-087
DV-C87A
DV-088
DvV-088
Dv-088
DV-088
DV-088H
DV-088H
DV-088H
DV "88H
DV-089

DV-089

l"'
Al

TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

Page

DWG. NO. WPS ATTACHMENT

0-3279 B, O

0-3280 A, B

0-3280 A, B

0-3254 A, B

0-3280 A, B

0-3249 A, B

0-3254 A, B

0-3280 A, B

0-3243G A, B, O

0-3254 A, B

0-3280 A, B

0-3280 A, B

0-3281 D (Por 1/2" 2.8.)

0-3281 B (For 5/16" T.S.)

0-3281 P (For 3/8" T.S.)

0-3281 G (For 174" T.S.)

0-3243C D (Por 1/2" T.S.)

0-3243G B (Por 5/16™ T.S5.)

0-3243GC P (Por 3/8" T.8.)

0-3243C G (For 1/4™ T.8.)

0-3281 D (Por 1/2" 2.8.)

0-3281 B (For 5/16" T.S.)
peome gy J3827 g ]‘§ ‘E&{):i

11 of 21

WELD ROD
g7018
E7018
E7018
g7018
E7018
B7018
E7018
87018
E7018
E7018
E7018
g7018
B7018
E7018
E7018
B7018
7018
g7018
87018
B7018
7018

7018
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TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

DETAIL NO. DWG. NO.  ______WPS ATTACHMENT _  _WELD ROD
DV-089 0-3281 F (For 3/8" T.5.) £7018
DV-089 0-3281 G (For 1/4" T.5.) E7018
DV-089R 0-3243C D (For 1/2" T.S.) £7018
DV-089R 0-3243G E (For 5/16" T.S.) 7018
DV-089R 0-3243G P (For 3/8" T.5.) £7018
DV-N89R 0-3243G G (Por 1/4" T.5.) g7018
DV-089S 0-3243G D (Por 1/2" T.S.) E7018
DV-089S 0-3243G E (Por 5/16" T.S.) E7018
DV-089S 0-3243C P (Por 3/8" T.5.) £7018
DV-089S 0-3243G G (For 1/4™ T.S8.) E7018
DV-089T 0-3243G D (For 1/2" T.S.) £7018
DV-089T 0-3243G £ (Por 5/16" T.S.) £7018
DV-089T 0-3243G P (Por 3/8" T.5.) £7018
DV-089T 0-3243G G (Por 1/4" T.8.) - gr018
DV-090 0-3281 A, B E7018
DV-090R 0-3243G A, B E7018
DV-09%1 0-3281 A, B (For Angles) E7018
DV-091 0-3281 D (Por 1/2" T.S.) g7018
DV-091 0-3281 B (Por $/16™ T.S.) 87018
DV-091 0-3281 P (Por 3/8" T.5.) £7018
DV-091 - 0-3281 G (Por 1/4” T.S.) E7018
DV-092 0-3254 A, B E7018

1~ ‘!tﬂ £ -\ Jror Gy i .'
AL o 404

:
“‘ x.-.~-~.8“-‘ % 9 <
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TABLE II
R CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

AR RN, ARG
DV-092 0-3281 A, B

DV-093 0-3254 A, B

DV-093 0-3281 A, B

DV-094 0-3254 A, B

DV-094 0-3281 A, B (For Beam & Plate)
DV-094 0-3281 B, O (For Unistrut)
DV-085 0-3249 A, B

DV-095 (Alt.) 0-3249 A, B

DV-095 (Alt.) 0-3249 A, B

DV-096 0-3249 A, B

DV-096 0-3282 A, B (For Plates)
DV-0%7 0-3282 A, B

DV-098 0-3282 A, B (For Plates)
DV-098 0-3282 B, O (For Unistrut)
DV-098 0-3282 D (For 1/2" T.8.)
DV-098 0-3282 B (For 5/16™ T.S.)
DV-098 0-3282 F (Por 3/8" T.S.)
DV-098 0-3282 G (Por 174" T.8.)
DV-099 0-3282 A, B

DV-100 0-3282 A, B

DV-101 0-3282 A, B

DV-102 0-3282 A, B

l:
ol
:. -
'. V’ld‘
ot
T
-
e
s
% .

g7018
B7018
g7018
g7018
E7018
E7018
g7018
87018
E7018
B7018
E7018
E7018
B7018
E7018
B7018
B7018
g7018
E7018
827018
E7018
87018

B7018

ROD

21



CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)

TABLE I

CROSS REFERENCE TABLE
PROCEDURE 4.3.3

Page

DETAIL NO DWG. NO. WPS ATTACHMENT

pV-103 0-3282 A, B

DV-105 0-3283 A, B

DV-106 0-3283 A, B

pV-107 0-3283 A, B

DV-108 0-3283 A, B

DV-109 0-3283 A, B

DV-110 0-3283 A, B

DV-111 0-3283 A, B

DV-112 0-3283 D (Por 1/2" T.S.)

DV-112 0-3283 B (For 5/16" T.S.)

DV-112 0-3283 F (For 3/8" T.8.)

DV-112 0-3283 G (Por 1/4™ T.S5.)

DV-113 0-3283 A, B

pv-118 0-3284 A, B

DV-119 0-328a A, B

DV-120 0-3284 A, B (Por Plates)

DV-120 0-3284 D (Por 1/2" T.S5.)

DV-120 0-3284 B (Por 5/16" T.S.)

DV-120 0-328a P (Por 3/8" T.5.)

DV-120 0-3284 G (For 1/4™ T.5.)

Dv-122 0-3284 A, B

DV-122 0-3284a D (Por 1/2" T.S.)
sogzemnzey WAL 1)
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7018
E7018
£7018
E7018
g7018
B7018
E7018
E7018
B7018
g7018
g7018
E7018
E7018
g7018
27018
g7018

E7018
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TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION
AIL NO. _DWG. NO. WPS ATTACHMENT WELD ROD

DV-122 0-328a B (For 5/16™ T.S.) B7018

DV-122 0-3284 ¥ (Por 3/8" T.S.) £7018
DV-122 ' 0-3284 G (Por 1/4" T.5.) g7018
DV-124 0-3289 A, B g7018
DV-125 0-3289 A, B (For Plate) £7018
DV-125 0-3289 D (Por 1/2" T.S.) £7018
DV-125 0-3289 B (For 5/16" T.S.) 87018
DV-125 0-3289 P (For 3/8" T.S.) g7018
DV-125 0-3289 G (Por 1/4" T.S.) 27018
DV-126 0-3289 D (Por 1/2" T.S.) £7018
DV-126 0-3289 B (Por 5/16" T.S.) g7018
DV-126 0-3289 P (Por 3/8" T.S.) E7018
DV-126 0-3289 G (Por 174" T.5.) E7018
DV-127 0-3289 B, 0, G (Por Unistrut) E7018
DV-128 0-3289 B 7018
DV-129 B g7018
DV-130 g7018
DV-131 ) =32 B7018

DV-133 2701

-

2
-

DV-13a /2" 7.8.)

DV-134 /36" T.8.)

DV-13a 3/8" T.8.)

B~




S&L CONNECTION
PEIAIL MO,

DV-134

DV-135

DV-136

DV-137

DV-138

DV-139

DV-140

DV-1al

DV-142

DV-143

DV-14a

DV-145

DV-146

DV-147

DV-150

DV-151

DV-152

DV-155

DV-156

DV-156

DV-156

DV-156

TABLE II
CABLE PAN & HANGER

' WELD PROCEDURE SPECIFICATION (WPS)

CROSS REFERENCE TABLE
PROCEDURE 4.3.3

DWG. NO.

0-3290 G (Por 1/4" T.8.)
0-3290 A, B

0-3290 A, B

0-3290 A, B

0-3290 A, B, O

0-3290 A, B

0-3290 A, B

0-3290 A, B

0-3291 A, B

0-3291 A, B

0-3291 A, B

0-3291 A, B

0-3291 A, B

0-3291 A, B

0-3291 A, B

0-3291 A, B (For Plate)
0-3291 & B

0-3292 A, B

0-3292 A, B (For Angle)
0-3292 D (Por 1/2" 2.8.)
0-3292 B (Por 5/16" T.S.)
0-3292 F (For 3/8" T.S.)

o 3 L I ] P RE" 3
By 5N *\“
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B7018
E7018
g7018
g7018
£7018
E7018
87018
E7018
E7018
g7018
E7018
g7018
B7018
E7018
g£7018
g7018
B7018
g7018
7018
g7018
g7018

g7018

21
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DV-156 (Alt.)

DV-156 (Alt.

DV-156 (Alt.

y

)

DV-156 (Alt.)

DV-156 (Alt.)

DV-157
DV-157
DV-157
DV-157
DV-157
DV-158
DV-160
DV-161
DV-161A
DV-1618

DV-162

DV-162 (Alt.

DV-162 (Alt.

DV-162 (Alt.

DV-162 (Alt.

DV-162 (Alt.

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

0-3292

TABLE II
; CABLE PAN & HANGER

WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

G (FPor 1/4" T.5.)

A, B (Por Plate)

D (Por 172" T.S5.)

B (Por 5/16"™ T.S.)

F (For 3/8" T.8.)

G (Por 1/4™ T.5.)

A, B (For Angle)

D (Por 1/2" 2.8.)

B (For 5/16™ T.8.)

P (Por 3/8" T.8.)

G (For 174" T.8.)

A,

A,

A,

D (Poe 1/2" Por T.8.)

B, O

B (For Plates)

B (Por 5/16" T.5.)

P (Por 3/8" T.8.)

G (For 1/4™ T.5.)

-

I S

Page 17 f

B7018
B7018
E7018
B7018
E7018
E7018
87018
g7018
87018
B7018
B7018
E7018
B7018
E7018
g7018
g£7018
B7018

B7018

21
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TABLE II
CABLE PAN & HANGEER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

DETAIL NO. DWG. NO. ____ WPS ATTACHMENT = _WELD ROD
DV-163 0-3292 A, B E7018
DV-164 0-3292 A, B R7012
DV-165 0-3292 A, B g7018
DV-166 0-3292 A, B B7018
DV-167 0-3292 A, B E7018
DV-168 0-3292 A, B : E7018
DV-169 0-3293 A, B B7018
DV-169 0-3293 D (Por 1/2" T.S.) E7018
DV-169 0-3293 B (Por $/16™ T.S.) E7018
DV-169 0-3293 F (For 3/8" T.S5.) B7018
DV-169 0-3293 G (Por 1/4™ T.8.) E7018
DvV-170 0-3293 A, B B7018
DV-171 0-3293 A, B B7018
DV-172 0-3293 A, B g7018
DV-173 0-3293 A, B B7018
DV-174 0-3293 A, B B7018
DV-175 0-3293 A, B g7018
DV-175 0-3293 D (FPor 1/2" T.S.) E7018
DV-175 0-3293 B (Por 5/16™ T.S.) B7018
DV-175 0-3293 P (Por 3/8" T.S5.) £7018
DV-175 0-3293 G (Por 1/4" T.S.) E7018
DV-176 : 0-3293 A, B E7018
n o wun
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TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

DETIAIL NO. LMC. NO. _____WPS ATTACHMENT = _WELD ROD
DvV-177 0-3293 A, B 7018
ov-178 0-3293 D (Por 1/2" T.8.) E7018
DV-178 0-3293 B (Por 5/16™ T.S.) g7018
DV-178 0-3293 P (Por 3/8" T.S.) 87018
DV-178 0-3293 G (For 1/4" T.5.) E7018
DV-179 0-3293 A, B £7018
DV-180 0-3271 A, B g7018
DV-182 0-3291 A, B (For Plate) E7018
DV-182 0-3291 D (Por 1/2" T.S.) E7018
DV-182 0-3291 B (Por 5/16" T.S.) E7018
DV-182 0-3291 P (Por 3/8” T.8.) E7018
DV-182 0-3291 G (For 1/4" T.S.) E7018
DV-182A 0-3291 A, B (For Plate) E7018
DV-182A 0-3291 D (Por 1/2" T.8.) E7018
DV-182A 0-3291 B (Por 5/16" T.S.) E7018
DV-182A 0-3291 P (Por 3/8" T.S5.) E7018
DV-182A 0-3291 G (Por 1/4" T.S8.) E7018
DV-18S 0-3294 A, B £7018
DV-186 0-325a A, B g7018
DV-187 0-3294 & B E7018
DV-188 0-3294 A, B g7018
DV-189 0-3294 A, B E7018

- &
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2 Page 20 >f 21
TABLE II
; CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

S&L CONNECTION

DETAIL NO. DWG. NO.  ___ WPS ATTACHMENT = _WELD ROD
DV-190 0-3294 A, B B7018
DV-191 0-3294 A, B, O E7018
DV-191 0-3294 D (Por 1/2" T.S.) E7018
DV-191 0-3294 B (Por 5/16"™ T.S.) E7018
DV-191 0-3294 P (Por 3/8" T.S5.) B7018
DV-191 0-3294 G (For 1/4™ T.8.) E7018
DV-192 0-3294 A, B g7018
DV-192 0-3294 D (Por 1/2" T.8.) g7018
DV-192 0-3294 B (For 5/16" T.S.) E7018
DV-192 0-3294 F (For 3/8" T.S.) E7018
DV-192 0-3294 G (For 1/4™ T.S.) E7018
DV-193 0-3294 A, B (For Beanm) E7018
DV-193 0-3292 D (Por 1/2" T.S.) B7018
DV-193 0-3294 B (Por $/16" T.8.) E7018
DV-193 0-329%94 P (Por 3/8" T.8.) E7018
DV-193 0-3294 G (For 1/4" T.S.) B7018
DV-194 0-3243D A, B E7018
DV-202 0-3279% A, B R7018
DV-204a 0-3242C s B B7018
DV-205 0-3243G A, B B7018
DV-206 0-3243C A, B B7018
DvV-207 0-3243G A, B B7018

A
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DETAIL NO. DWG. NO. WPS_ATTACHMENT
DOv-208 0-3243G A, 8,0
rig. 10 0-3274 A, B
rig. 11 0-3274 A, B
rPig. 12 0-3274 A, B
rig. 15 0-3275 A, B
rig. 16 0-3275 A, B
rig. 17 0-327% A, B
Fig. 18 0-3275% B, O (For Unistrut)
Fig. 18- 0-327% D (For 1/2" T.5.)
rig. 18 0-3275% E (Por 5/16" T.S.)
rig. 18 0-3275 P (For 3/8" T.5.)
Fig. 18 0-3275 G (For 1/4" T.5.)
rig. 19 0-3275 B, 0
Fig. 19 (Alt.) 0-3275 A, B
rig. 22 0-3273 8
rig. 8 0-3274 A, B
Fig. 9 0-3274 A, B
= it U0
f pe | TR LA
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TABLE II
CABLE PAN & HANGER
WELD PROCEDURE SPECIFICATION (WPS)
CROSS REFERENCE TABLE
PROCEDURE 4.3.3

g7018

g7018

E7018

E7018

E7018

E7018

g7018

B7018

7018

E7018

£7018

B7018

E7018

E7018

B7018
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SARGENT & LUNDY
ENGINEERS

83 EAST MONROE STRERT

CHICAGO. ILLINDCIS 80802
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September 27, 1984
‘Project No. 4683-05

Commonwealth Edison Company
Braidwod - Units l&2

Blectrical Installation Work -,
S&L Specification L=-2790 B T
Swh

Mr. T. E. Quaka

Braidwood QA Superintendent
Commonwealth Edison Company
Braidwood Station

Dear Mr., Quaka:

Bnclosed is a copy of the following procedure from L. K. Comstock
& Company. Please revise as noted and resubmit, contractor may
proceed based on making revisions noted.

Procedure: 4.3.3 Rev. D 8-29-84

Plezse respond with a disposition/resolution of these comments by
October 26, 1984,

Yours very truly,

FRANK A. Kos.K/ANlTA M. REDDING

P. A. Kosik
Senior Quality Control Coordinator

PAK: AMR:mn

In duplicata

BEnclosure ey

Copies:

D. Elias (1/1)
D. L. Shamblin (1/1)
C. W, Fruehe (1/0)
D. L. Lecne/ti. C. Cleff (1/0)
B. G. Treece/T. B. Thorsell (1/1)
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