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How to create a PQR (page l)

_.. & gt b edoms Ui assigned_ASWE PaHOOGN 11

Start Weldspec by clicking on the Weldspec icon on
your desktop. The system displays a form giving you
various options. Click “close” to remove the form.

Click on the small drop-down arrow ™ a5 shown.
Select ASME IX PQR.

2
For the fastest possible data entry, always select the
desired data from the drop-down menus = or

databases = rather than typing the information o
manually. Notice how this form grows dynamically i
based on the information that you select. I#

3

Weldspec is equipped with an extensive database of
pre-drawn typical joint details. For more information
on these sketches refer to the help system by clicking
on Help/Contents. Then select topic 2.2.3.

&4
As you select a welding process, the form will grow,
supplying you with the required fields specific to the
process selected. Notice that Weldspec allows the
use of up to three processes on a single PQR.

5

When specifying the filler metal, select it from the
Filler Material Database instead of manually typing
the information. To do this, place the cursor in the
“SFA spec” field and click on the database icon =
Locate the same material listed in this example and
double-click on it. Notice that Weldspec enters the
proper SFA, AWS, F and A numbers automatically.

NOTE: Only a few filler metals and base metals
are visible in the materials database while in
demonstration mode.

6
In addition to three welding processes, Weldspec also
allows you to specify up to five different filler metal
sizes for each process. To do this, click inside the
filler metal size field and then locate the Add Column

£
icon —T1on the Tool Bar at the top of the screen. Click
this icon and watch how this field splits with each

click. This will also split any other applicable fields,
such as the electrical parameters.

7
Notice the missing “Gas” fields for SMAW. This is
another feature of the dynamic forms. Weldspec
prevents entry of non-relevant information and
minimises potential introduction errors. Helpful
features like this are included in many places.
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PQR q Q z To enter data into the second page of the PQR, click on the tab at the top
P g of the page entitled “PQR — Test Results (PWHT)".

PR F-D-5& @- THof 0= = 4-m- @ % As you enter data in the Tensile Test
T L T iy opm—— 7 section, notice how Weldspec

TWI YVZFabrications Ltd A automatical ly calculates “Area” and
[/ i podirs Gualibontion st PAR -Teat eail / “Ultimate Unit Stress”. Note: If the
ol e e calculated Ultimate stress is below the

| / / specified requirements for the base
S o Frnd '“""“"’“""I / 7‘ ‘ metals on page one, Weldspec will
i Tetre s e / prompt you with a C_ode Checking_
7 Reducad secien C Tuned € 10 10 ‘/ ’/ warning e}fter selecting “Type of failure
D S mesnass artn | Ummtenn | mte e e | Tpmo s and location”.
| mend I ) 1 i) 1 [} 1 e [ s
b s 1 a0 oo 0| Cam e 9
Bend test information is already
|_+—entered for you. Based on the
information entered on page one,
— e % Weldspec's Code Checking
A S TS TR T s automatically specifies the required
[ e T s | e B testing.
2 trangvér e 160e bends pér QWW1E1 2 60d W42 Xa) Y Accepiabie S6e - ASME B - QW-A51 1
b L N4 BB Acceptatie Sde - ASME B - ONVLA51 1 lo
= i |_L— When entering Toughness Test
rm;“w;mm information, enter ONLY the top line
S [ | e [ 3 e v T o vt of data. When the first line is
e emEY : = 2 B E e completed, click the cursor in the
D X o = = “Specimen Number” field on the
B0 | Gmemew | Vemn | f0xi0 | 0 = " 2 : second line. Weldspec automatically
o S I o e T . 5 ] : replicates the test information from the
e -t e previous line.
MK R URE n
oy st et Vancten 1010 = E-] i 25 A Printing this PQR
Vaios | ekt | veas | isil | “ i 5 To print this record, go to the top of
the screen and click on File. Select
the second print option which should
say Print Unassigned ASME
PQRO0OX.
12
o Instantly create a WPS from this
o beat crteria il 1 PQR
“,w,;:mwm_x;‘ W;T, l,::mI ,,,_Mm:“wmm Now that you are finished creating this
Rahogratss exnmnation per QY- 181 and Q- 3002 a2 Accepiatse | nee - ASME X - Q-TALT, PQR’ WeIdSpeC can automatica“y
i create a WPS using the data on this
oo || record. To do this, go to the top of the
R screen and click on File/Save As
b | Dokw | S s T New. Then select WPS. Weldspec will
dobe Sk L 1005052 et e ruaer s then take all applicable data from this
Tt conuctea by ponm e PQR and place it on the WPS.
oS CUTIN IYML 0 ST IR I T S QORS00 AN T A1L E RS N, W06 100 Je A0 I enagi i Additionally, notice how the Code
Wekding Engnoet A Manager Checking supplies you with even
= t — E"‘" more data straight out of the code
1’::”? J“‘-en k@ L',"— such as the Thickness and Diameter
posny ranges qualified.
edrpes 410331 [#] Copyrght J000Cspani Tl Endiine. Anghis reserved vorkhads
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PQR printoat sample (page 1)

TWI
/4

XYZ Fabrications Ltd

Granta Park, Great Abington, Cambridge, CB1 6AL, UK
ASME IX - Procedure Qualification Record (PQR)

Weldspec

POR record num
Date

[FOR101

BASE METALS (QW-403)

WPS raoord numbar
Compary name
Welding standard

X¥Z Fabrications [id

Product form

Specification (lype or arade)

P no.

Thick.

irm) Dia. (mm)

Pipe
Pipe

Welded fo;

1
1

X3 1097
X5 1097

168.28
168,28

and lested:
Notes

[With PYWHT, With impacts

POST WELD HEAT TREATMENT (QW-407)

Temperalure oy o
Heating ra oo fzon
Cooling ral romn oo

Time
Method
Method

hrsi|8
Furnaoe
Still air

Type Sess reliel

Noles

JOINTS (QW-402)

Retainers

(deg) 60
) 3
mm) 3

Groove angle
Root apening
Roat face

11mm

WELDING PROCESSES

SMAW
Wanual

Fi
Semkautomatic

FILLER METALS (QW-404)

SFA specification
AWS classification

Filler metal F-number

‘Weld metal A-number

Filler metal nominal composition
Filler metal rade name:

Filler metal size

Depesited thickness

aximum pess thickness

Weld deposit chermisiry
Supplemental filer metal
Supplemental filler metal vol

{mm)
{mm)

{mm)

(mm?)

325

61
E7018
4
1

w

520
EZIT-120
6
"

POSITION (QW-405)

Fosilion of groove
‘Weld progression

1G Rotated

PREHEAT (QW-406)

Preheal temperature (8]
Maximum interpass lemperature C)

120
28

GAS [QW-408]

Shielding gas:  Type
Flow rate
Trailing gas: Type

Flaw rate

(imin)

(limin}
Backing gas:

Flow rats (limin)

759 Argon, 25% COZ

ELECTRICAL {QW-409)

Filler metal size
Amperas

Volts

Travel speed
Maximum heat input
Gurrentipolarity
‘Wire feed speed
Are ransfer moda

imm}

{mmimin)

(ldfmm)

Spray

TECHNIQUE {QW-410)

String or weave
Orificelgas cup size
CTWwD

Muli'Single pass per side
Peening

Inifalfinterpass cleaning
Back gouging method

imm)

Multiple passs
Notused
Brushing

Not applicable

Shringer and Wes
19mm
12
Mulliple passes

Grinding

Waldspec 4.10.231

{c) Copyright 2003 C-spac/T il Softwara. Al ights resarvad worldwids.

Calalogm  POAL
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PQR printoat sample (page 2)

TWI
7

XYZ Fabrications Ltd

Granta Park, Great Abington, Cambridge, CB1 6AL, UK

Weldspec

ASME IX - Procedure Qualification Record (PQR) - Test results (PWHT)

POR101
07

POR record number
Date

WPS record number
Company name

TENSILE TESTS (QW-150)

Welding standard

ion X

XY 2 Fabrications Lid
ASME Si

Reduced section

s N Width Thicknass Area Ultimate fotal load Ultimate unit stress Type of failure and
Spedmen number z : i
L) ) tulois ] (MPa) location
ool 1@ " o 93000 M5 Ductile-Base
o.¢7] 19 1" 2 92000 40 Ductile-Base
Comments 2 reduced section tension tests per QW-151.2 and COW-462.1(c)
GUIDED BEND TESTS (QW-160)
Type of test Acceptance crilera Comments
2transverse far
2lransverse oo
Comments I
TOUGHNESS TESTS (QW-170)
Specimen TR e Specimen size Test lemperatre Impact values, Drop ir.‘\':\gh[
number (mm) x (mrm) ('C) (% Shaan o) break
BMOO1 Base Melal W-nolch 101 18 2 -
BwMOCZ Base Metal 10%10 5 2 i
BMOO3 Base Metal 10% 10 12 a -
Br004 Base Metal 10%10 16 2 i
BRIOCS Base Metal 10% 10 14 2 -
HZ0D1 HAZ 10%10 30 1" 3 "
HZo2 HAZ 10% 10 0 18 1.5 -
HZo03 HAZ W-nolch 1010 0 12 2 -
HZ0o4 W-notch 10% 10 -30 40 14 2 -
HZ005 W-notch 10%10 -30 kil 14 2 b
W-notch 10% 10 -30 35 16 -
nofch 1010 -30 ki 17 R
V-notch 10% 10 -30 39 16 -
Weld b W-nolch 10x 10 -30 M 20 &
Wweld 10x 10 -30 44 13 -
Comments |
OTHER TESTS
Type of fest Result Comments
Visual examination per (W-302 4 Acceplable see - ASME X -
Radicgraphic examination per 181 and € Accsplable ses - ASME X - QW-142/
Comments |
CERTIFICATION
Welders name 1D Number Stamp nurmber Iechanical testing by
John Smith 142 A002532-82 Laboratory test number
Test file numbsr
Tests conducted by Morman Srmith

'We cartity that the statements in this record are correct and that the test welds were prepared, welded and tested In accordance with the requirements of Section X of tha ASME Goda.

Welding Engineer QA Manager
Name Signalure Name: Signalure
\}\/{. Dale
\3’“"8‘1 52

Weldspec 4.10.231

() Copyright 2003 C-spacTVW| Softwara. All fights resarved worldwide.
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How to create a WPS (page 1)

For automatic creation of a WPS, refer
to item 9 on the next page.

1
From Weldspec's main menu bar, click ol

the small drop-down arrow ™ as shown.

Select ASME IX WPS.

2

Fill out your WPS with the same data that
appears in this example. For fast data
entry, always select the desired data from
the drop-down menus = or databases =
rather than typing the information
manually. See how this form grows
dynamically based on the data entered.

3

When specifying the filler metal,
remember to select it from the Filler
Material Database instead of manually
typing the information. To do this, place

the cursor in the “SFA” field and click on ~__ [

the database icon E. Locate and select
the same filler metals listed in this
example and then press the Accept
button. Notice that the proper SFA,
Classification, F and A numbers are
entered automatically. Note: Multiple filler
metal classifications may be specified.
However, in this example we will only use
one for demonstration purposes.

NOTE: Only a few filler metals and
base metals are visible in the materials
database while in demo mode.

&4
In addition to three welding processes,
Weldspec also allows you to specify up to
five different filler metal sizes for each
process. To do this, click inside the filler
metal size field and then locate the Add
Column icon %n the Tool Bar at the top of

the screen ~T1. Click this icon and watch
how this field splits with each click. This
will also split any other applicable fields
such as the electrical parameters.

5

Notice the missing “Gas” fields for SMA
This is another feature of the dynamic
forms. Weldspec prevents entry of non-
relevant information and minimises

juemuﬁl Vindowy - [WPSTOT - Hew 0 - [ASME WPSD00TT]]
o Imh Hh- Mirdow Hels

(= [T -m- g 7
1
T XYZFabrications Ltd
n . Mﬂn)l\ul Great Abeggn, Comeridge, O3 AL, L
/ 7 4 A3ME X POR ASME IX WIS - Page 1
ATME X POAD
A D01 WPS
[P —— m::: ::D R [T | cmmdio [T et
(" AW D1 PS Comparryrane  |PrZFamcamnia
Supporing PUfz) | [FORTE - 0
Fstoreece docs. | [Teraral Waking Slaindud G 1
Soepm [
FF Sweeve [ with P 0 St e
* e T HoPWHT fuawidad] [ brpusct tasad
/ 1oy T
Siection ol haWPs [ P o rE (L
; o = T |
=] [ems atomane i |
BASE METALS (O0W-23) FERCRNESS WANGE GUALEID Jrer)
Type [Camon stest 71 Pna. I_Wﬂﬂl_ e :Immn
Wekded b [Pl Boafl  Gmafl  |conpeepen [ | [ [n
by | —— I {
Fetsners pussipen [ [ [T [ne
Hates Fidmets | | | [ees
- _DAAMLTER RANGE OUALFIED vy
an BT
T~ fomimm | [ IWF%
SEA Oasshestion Fipo. Abh Ol snatys of Tris e
I A I R l_
raw  Fm A [ [ [ e [
Jo | i | |-
spmem | T € Regued  Opsonsl & Hone
WL DG PROCEIURL
Weiding process Suaw Fan
Type Mol e mbienats:
Wi prehetintersass teme. 01 [F4 2
10 o Pz
|2 P W
R
Joera focra [pra
e e [FT e
110135 | C3E (D
F] (£ =
150 [0 =
B [ [r=
/ ETER
o ——
—
| I
[Errger orweane
oo
C——
[Hpie parren [romeie pazser
i pase wickrass g[8 F
V\/ Weld depost chemistry [ [
C | e | f

Wipes 410291
Cotsogaen wrrmen1

potential introduction of errors. Helpful
features like this are included throughout
the software.




WPS aqge z To continue entering data into the second page of the WPS, click
P g on the tab at the top of the page entitled “WPS — Page Two”.
1 Weldspec for Windows - [WPS101 - Rev 0 - [ASME WPS00011]] HE B
File Edt Yiew Fomat Tools Addlns Window Help

[AAAL AR IR IR =

WS -Pageone | WS - Pags Jwo}
TWI Y72 Fabrications Lt :I / Weldspec is_equipped with a
7 4 Grarta pErklAi:ni’“l;”?‘ngai":r:;: o oo e compre_h_enswe Qatabase of
Weidsom: / typical joint details already
drawn for you. For more
WPS record number | WPS101 Revision 0 Qualified to ASWE Section ¥ / ‘ information on these sketches
pete 200000 refer to the help system by
JOINTS (QW-402) Typical joint(s). See actual production drawings and engineering specifications for details. / C||Ck|ng On Hel p/COntentS .
T Q Then select topic 2.2.3.
j i it N
.Fv?"mm . | _.#Hmm ‘[HE'“'“ | J L\ .Flmm ‘ H[‘um 1
e To specify the applicable
preheat for the materials
entered on page one, simply
PN | select up to four standards
T | from Weldspec's drop-down
lists and the Code Checking
PREHEAT TABLE will supply the appropriate
|iz::c:::s:mw [Tl for thickness over 26 (mm) and speciiied marimum carbon content over 0. 30%. data'
10[°C] for all ather materials.
— 8
|A5ME B33 10[:5] far thickness less than 25.4 (mm) and specified minimun tensile strength nat over 430 MPa). . . . .
20 (°C] for 254 (mm) and greater thickness, o if specified minimum tensile strength is over 430 [MPal Printin g this WPS:
When you are ready to print
JRSNE i D1 T 1) o o SPEeATATMD S16 Onert ve B3 this record, go to the top of the
screen and click on File. Then
I select the second print option
which should say Print
POST WELD HEAT TREATMENT (QW-407) Unassigned ASME WPSO000x.
Tempersture  (C) [450 Time (hes) |1hr/[25 mm) Type |Stiess refief
Heating rate (Cir) |200 Method Fumace 9
et [mmlm il Automatically create a WPS
™ Preheat maintenance after completion of welding prior to PWHT [GW-40B.2): Temperature [c]l— from a PQR:
TECHHIQUE (QW-410) another way to create a WPS
Peering [Notused is to have Weldspec
Sutecs preparetion [ automatically generate the
Intialinternass cleaning [Brushing WPS from a PQR To do this
Back gouging methos! [Mot appicable you will need to open a
= completed PQR. If you have
not yet made a PQR, please
follow the instructions on the
page entitled “How to create a
PQR”. With a PQR opened, go
to the top of the screen and
Propared by Teviewsd by click on File/Save As New.
N:y”: e INE'“ pe Then select WPS. Weldspec
Dete J e \v@ Dete will begin to take all applicable
3040742003 s data from the PQR and place it
— on _the WPS. Additionally, _
e S notice how the Code Checking
[ supplies you with even more
,‘”‘*7 data straight out of the code
such as the Thickness and
ey o SO0 Copeel T et A e wrtine Diameter ranges qualified.
Cataloguen’ WPS00011 d




WPS printout sample (page 1)

TWI XYZ Fabrications Ltd

Granta Park, Great Abington, Cambridge, CB1 6AL, UK
ASME IX - WPS - Page 1
Weldspec

WPS raoord number
Date

Ravision 0 Qualified to ASKE
Company names XYZFa

o X
ations Lid

Supparting POR(s! POR101 - Re
Reference docs. ( era Icling Statndard

Soope

Joint Joint details for this weldir
JOINTS section of this !
BASE METALS {QW-403} THICKNESS RANGE QUALIFIED {mm
1 Aswelded With FWHT

1 Hin. Moz, i, Max.
2194

[n]

Type
Welded to
Backing:

o

Grp-no. Complete pen -
Impact tested - 21.94
Fartial pen. - 21.94
Fillzt welds - - e min. no max.
IAMETER RANGE QUALIFIED (mm:
Ag-welded With PWHT
Hin N Win hax.

Retainers
Notes

Nominal pips size - - no min. No Max.
FILLER METALS (QW-404) THICKNESS RANGE QUALIFIED (mim
Aswelded With PWHT
Iilin, Iokaz. Iin, filax
E7012 4 1 - - no min. 8
E71T-12M 6 1" - - na min. 14

SFA Classfication F-no A-nc. Chemical analysis or Trade nams

SMAW

FCAW

Sup. filler - - - - -
WELDING PROCEDURE
Welding process SMAW
Type Ianual
Preheat temperature: G 64
Maximum interpass temperature e 306
Filler metal size fmm} 325 4 1.0 12
Lewer nurmber All All All All
Puasition of groove All All All All
Weld pregression Uphill Uphill Uphill Uphill
Currert/polarity C OC
Armperas
Valts
Travel speed {mmimin}
IMaxirmurm heat input {kdirnm;]
Wire feed spaed m/ming =
Arc transfer mods -
Shislding Gas e - TEY Argon, 25%
Flow rate (frrin} - 15 12
Trailing: Gas type - None
Flow rate {iminj N R
Backing. Gas bpe - None
Flow rate Wiminy - _
String or weave Stringer Stinger
Orifiesigas cup size - 19mm
CTWD imim; - 18
Multi’=ingle pass per side
Maximum pass thickness {mm
Weld deposit chemistry -
Motes 2

175

Multiple passes

VWeldspac 4.10.231 () Copyright 2003 C-spac/ TWI Software. All rights resanved worldwide
Catalog Page 1 of 2




WPS printout sample (page 2)

TWI

XYZ Fabrications Ltd

Granta Park, Greal Abinglon, Cambridge, CB1 6AL, UK
ASME IX - WPS - Page 2

Weldspec

(ASME Section X
X¥Z Fabrications Lid
Tt ) i
e =
#1mm b e W
B-Zhmi | romm mm £ Y famm o
Imn
I [SRLE
al s

PREHEAT TABLE

Apphcatie standar

AEME B31.1

o Maxmum Camon conbent over

ASME B2

EME Eaction VI Die 1

o ¥ thickness Cver 25 immi and £

10 T for all ofher matenals.

jed Maamum caiton

Tempenne
Haating mite
Coolrg rats

FOST WELD HEAT TREATMEN 1 {QW-407)

(! "Ll

hesi)|

Furne

Sl alr

Tipe

Motes

TECHNIQUE [QW-410)

Pasaing

Suetas pregation

Initalnterpass ciaaning
Bak geuging mehod

HNotugad

NOTES

Preparcd by

Ruvimwond by

ame

Skgnature

Mo Shnature

go)lﬁla"‘ \M{:-_gj

Dials

Slmalir

Date

Nebidepar 4 10

1) CapyTNt 7003 ¢ TTVR) Soltwars A (NG faserved workaila

Caldwgn
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How to create a preq
1

From Weldspec’s main menu, click on the

small drop-down arrow ™ as shown. Select
AWS D1.1 pWPS.

2

In one step most of the prequalified WPS
will be filled out automatically. Place the
cursor in the “Joint Type” field and click on ~<
the database E3 button. Locate the joint
entitled B-U2a-GF from the database of
prequalified joints and double-click on it.

3

For the fields that were not automatically
filled in, duplicate the SAME data that
appears in this example. Whenever
possible, select the desired data from the
drop-down menus = or databases 2 rather
than typing the information manually.

&4
When specifying the filler metal, select it
from the Filler Material Database instead of
manually typing the information. To do this,
place the cursor in the "AWS spec” field and_
click on the database icon E. Locate the
same material listed in this example and
double-click on it. Weldspec will enter the
proper AWS Specification and Classification
automatically.

NOTE: Only a few filler metals and base
metals are visible in the materials
database while in demo mode.

ualified WPS

EM2BE POA
TWI XYZ Fabrications Ltd
warar ASME LW it Prck, Gemal Abirgon, Carmbeicge, CBI BAL, LK
/// ASHE B4FOR Wolding (WPS)
ASME [+ PORD Wadspec
WS D11 WPS
AwS 011 PR P e
IEerfficnton § WP 101 Rev. (0
- AWG 011 FIRD - h
Company name L Crignated by [Frn it
| ek procass [emar Oute \Em
[  Manal o Autherized by e Tngtemre
Machioa T Aussmatc s [
o deshgn used ' Posftion
- (T ookt sy Guoowe |[FVOR
ot desin [FrgeV gee 121 et | [
[T & Y Mo ertem e g ™ D
Bsckrg o W B 1 T 31 Groep | Blockrical characloriaties o
Foot opermng (R () 5. +2. D 16, 2 Tranater mode (GMAA) | ™ Shotestling = Globuly
Foct face (17" imem) |frv's ™ Spany ™ N
Grocvs angle (a1 (deg) |45, +10. 0 410, % Current type ™ AL  DLEF
[ AT vy  DCER  Pudsed
Dack gousge e & Ho L
Lack gonapneg method I'\'a Cthes
frmme— T —
Spoc bpeorgends oW 011 Table 31 Giowe | Bhringer or wemwbead | [STrgt o Wekre
Trickness: Groave ()| [11 rdemied Mutifsingle pazs (per side) | [Frge o Mudgan
Filet (e I’\-'a Harvbew of slectriches [Srgle electiode.
Dhaneter (Foe) () [t Spacing Longtudine (m)
Fillermetts Y Lierl (o)
- B Ange  (deg)
S Classificabon [ERT0 5 1G o oz =
jreow Peering L
T resrpats cearg [Erheva o gmdra —
Pux
Finctrode. Nt (class) T

Frohostfern.  Min (0[S0 nctes

Gy compostion O Begon, WY L1
Gut nowrsn ey [1519
Gar oup stze ey [15

[ pra——

Laver | Poss | Process | Fiker metal clazs

< M. ()| [Ben rudes

Max. ()| |5e4 notes

Pl verhd baread fralenerd

)| [Fome

Temperatre
Timet

ot detaly

[

Based on the information entered, the Code
Checking in Weldspec automatically

supplies the proper Preheat/Interpass data.

With code intelligent features like this, \
Weldspec will greatly reduce (or eliminate) 9

the need to waste time looking for
information in the code.

6
Printing this WPS:

When you are ready to print this record, go
to the top of the screen and click on File.
Select the second print option which will
say: Print Unassigned ASME PWPQO00Xx.

et 410231

16} Coopyrrt T -l 11 Sofrwarw, 13 rv v wirivde

Cssgan PP
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pWPS printout sample

TWI XYZ Fabrications Ltd

Granta Park, Great Abington, Gambridge, CB1 6AL, UK
AWS - D1.1 Prequalified Welding Procedure Specification (pWPS)

Weldspec
idantification # Rav. 0
Gompany nama XYZ Fabrications Ltd Originated by Simen Ward
Welding process GRAW Date 2000712003
Process typs Semi-automatic Authorized by Andyt Brightmore
Data
Joint design used Position
Joint type B - Butt joirt Welding position: Groova | Fv.0H
Jdoint design single V groove {2) Fillat | rva
Backing Yes Vertical prograssicn
Backing material AWS D11 Table 3.1 Group | Electrical characteristics
Root opening (R)* mm|6, +2, 0 i+6, 2)
Rool face ()" tmm|wva Transfer mode (GMAW) Globular
Groova angle ia)* dagi4s, +10,0 (+10,-5 Curent typa DCEP
Radius {J - Uy* wegy|wa L
Back gouging Nov Technique
Back gouging method wa - "
Stringer or weave bead Stringer or Weave
Base metals * Datum, As Detailed (As Fit-Up) Multi/single pass (per side) single o Multipls
Spec., type ar grade WS D11 Table 2.1 Group | Murmber of lectrodes Single slectrode
Thickness Groove (mm| 71 unlimitad el Gl | e
Filet mm|nia Lilw‘a\ tmm |-
ngle (o
Diameter (Pipe} tmmy| unlimited 9 (deg |-
Contact tubs to work tmm |12 - 25
Filler metals Paaring Nt parmitiad
AWS Spacification 518 Interpass cleaning Brushing or grinding
AWS Classification ERT0S-5H16 Proheat
Shle“""g Prahaat tamp. Min. (°C) | See noles
Flux - Interpass tamp. Min.  ¢C)|see notes
Electrode-lux (class) - Max  (C)|ses notes
Gas compositi 75% Argan, 25% CO1
el % frgon, 25 Post weld heat treatment
Gas fow rate miny] 1512
L w18 Temperature 0y |None
Time s |-
Walding procedure
Filler Current Wire foed Travel
Layer | Pass Process Filler matal class melal typa Amps speed Volts speed Joint datails
diamater polarity
{om) (mimiri m/min)
1 All ER70S-5H1E DCEF 250-1000 250-
Designation B-UZa-GF
Notes
PREHEAT/INTERPASS
For thickness 3 to 1(mmj: 0°C]. Preheat to 200°C) f the bass metal temparaturs is below OFC)
©ver 19 Ihru 38.1(mimi: 86(°C).
Over 361 thru 63 5imm: 107(C)
Over 63.5(mm): 150(°C).
See additional information page for further limitations
Waelding Engineer Senior Welding Engineer
Name Signature Name Signatura
B V
Date Dato
I mor @j -
2003 »
Waldspec 4.10.231 1) Copyrighl 2003 C-speci TWI Soltware. Al fighs reserved worldwids.
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How to create a WPQ

Start Welderqual by clicking on the Welderqual

‘ﬂ'w‘n‘lll-llmul S Windows - [ASME DX WPGOO0ZT)
: " gl Tock e ke Hel

icon on your desktop. The system displays a form

giving you various options. Click “close” to remove il e ] ‘*‘_'l" IR Qe I G
the form. " ' -
TWI ANSOLINED | ou vleZ(iabricati?::’Ltdw‘w j
1 Wﬁ" ASHE Saclan 1. Gd;ldn:z':;l.l;ln::inaMrallnn WPQ)
Click on the small drop-down arrow ™ as shown. -
Select ASME IX WPQ. Wedssrana  |[Prrenimim [T E T
2 Dot o by :'-Ic\r;:: r:..uu.-qm:“ E— R
For the fastest possible data entry, always select m ‘:JHMW R N—— p— =
the desired data from the drop-down menus = or e W}i - -
= . . .
databases E rather than typing the information pEwms e e
manually. e [eiEe [ [ [=% = [p® [@s
™ T It |40 I& = &=
3 bl W )
Do not enter “Range Qualified” data manually. /] ACTUAL VALULS RANGE QUALIID
All you need to enter are the “Actual Values” of fae T e e — ‘
the welder qualification test and the Code e b Frofe i
Checking will fill in the Qualified Ranges based on P =T [ T T T
the Actual Values that you enter. Peshee piingss i[5 I I o e T
P dameter e D [ [ [F3mn freim F
4 e SR — e — o e —
As you select a welding process, the form will grow e [5vs [Fes [ [ ffow [
lyin ith the required fiel ific for B e e = (|
supplying you with the requi ed fields specific fo e [
the process selected. Notice that Welderqual g e
allows the use of up to three processes on one | EECI S Py P
g T —
5 |r-n|l5 16 120 mas Imlm-l

When specifying the filler metal, select it from the
Filler Material Database instead of manually typing
the information. To do this, place the cursor in the
“Filler metal spec” field and click on the database /

icon I%I. Locate the same material listed in this

Crccrer - PUle & P4 > § R M. FG iM
Cirisnms « Wi T3 s b 20 e ﬁ 1“
e -
e
e
¥l Fgw FIm. ﬁ 'M

N\

example and double-click on it. Welderqual enters Progsesicn F e 2 [
the proper Specification, Classification and F o e !—!“:“:’m
numbers automatically. —

Type of test Azceptance criberis Fena Comments
NOTE: Only a few filler metals and base metals i et e A DS i QP | L2 |:<emb-e¥=ef-ﬂ’a::):: e
are visible in the materials database while in = = : i s
demonstration mode.
6
Printing this WPQ: Wotes I
Tc_) print this record, go to the top (_)f the _screen_and s i [
click on File. Select the second print option which il st b FicTeimte | rettean e
will say: Print Un assigned ASME WPQOOOX. e a8 £oFac] AN Ml ET walds ware BIRparma, walded and 1EiRg I Accordance wit
1 [y e— | [ 0 Wanage
Instantly clone a WPQ: FE — o — =
One of the best time saving features in Welderqual P \jurlg“ “_“j —

is the ability to create duplicates of a completed
WPQ. To do this, go to the top of the screen and
click on File/Save As New, then select WPQ.

Vet 10781 (4] o 000 TVl Bt S 1ghis (vasssed wasisuide

[—————

Iderqual will create a duplicate of this current
record.




WPQ printout sample

TWI XYZ Fabrications Ltd
Granta Park, Great Abington, Cambridge, CB1 BAL
l ASME Section IX - Welder Performance Qualification (WPQ)

In accordance with Doc. No. CSWIP-PED-1-9%

Welder's name Stephen Jenkins Test date 3072002
10 Number 13 WPQ record numbsr WP2-101
Dats of birth T-10:1871 Standard test nurmier Rew.
Stamp number 100321581 WPS recomd nurrber Rew.
Company name X¥Z Fabrizations Ltd Qualfication code ASME Sadion X
Division Welding shop
BASE METALS [OW-403)
Product form Specification (typs or grade) Pno. Gremo. Size Sch. Thigk. (mm) Dia. {mm)
Pip= SA-106 (B) 1 1 15240 X 2195 168.28
Wekded to Pip= SA-106 (B) 1 1 15240 X 2195 168.28
Jaint typs Groowe
VARIABLES Actual values RANGE QUALIFIED
Type of wek joint Pip= - Groove Gmove and Fillst welds
Base metal P1taP1 P-nosE-na 1thru 11, 24, 4 thru 47
BASE METAL THICKNESS Groove Fill=t Cerlay Groove Fill=t Overlay
Plate thickness {rmmj - - - no limit o limit -
Pipaftuba thickness frmmj 2195 - - no limit o limit >
Pip= diametar {mm} 16828 - - 72 min o limit -
PROCESS VARIABLES Actual values RANGE QUALIFIED
Welding procsss SMaw FCAW SMAW FCAW
Typ= Manual Semi-automatic Marual Semi-automatic
Backing None With With, without With
Filler metal spacification 51 5.20 S oo
Fillar metal classification ETO18 ET1T-12M Any Ary
Filar matal F-number 4 B 4i1..4 wibacking) B
Number of kayers deposited 2 2 min
Wekd deposit thidkness {mm) 8 16 12.0 max na lim
Weld position {Actual position tested) [x] [x]
Groove - Plate & Pipe = 610mm All All
Groove - Fipe 73mm to 610mm All Al
Groove - Pipe 73mm All Al
Fillet - Plate & Pips = &10mm All All
Fillat - Pipe T3mm lo&10mm All Al
Fillat - Pips = f3mm All All
Progression Up Up Up Up
Backing gas - Withcut - With, without
GMAW transfer mode (QW-400) < Spray = Spray, pulse, globular
TESTS
Typeof test Anoceptance critaria Result Comments
4iramsverse side bends per QW-161.1, QW-463.2(s) and QW-4622 QW-163 Acceplable see- ASME IX - QW-452.1 {a) Mota (1)
Visual examination per GW-302.4 Civv-124 Acceplable see - ASME X - QW52 1 (a)
= [
CERTIFICATION
Tests conducted by John Black Laboratony test numbsr 001-2213-02
Machanical tasts by ABC Tasting Ltd Test file number

‘We certify that the statements in this record are comect and that the test welds were prepared, welded and tested in accordance with the requirements of Section 1X of the ASME Code.

Welding Engineer QA Manager
Mame Signature Mams Signatura
= | \v/v/d
Datz Dats
jl “.LOJ]*-L (=
372003 |
Welderqual 4.10. 281 (=) Copyright 2003 C-spec/TW Soltware. All rights reserved worldwide.
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How to create an NDE Report (RT shown)

Start NDTspec by clicking on the

NDTspec icon on your desktop. The PSR e Il ol
system displays a form giving you =
various options. Click “close” to remove SN0 oy Aoy N i
the form. i i rw“'m Repart (RT)
1
NUE procegure rramier lﬁ"

Click on the small drop-down arrow T P [T Purrt Govestin Carrpary !annm-. [
as shown. Select Radiographic proect [ECPmePon | poectimnimeer o
Report. Losczadion) Powsastion :Ji:h-uilldn !llﬂa‘

ot pecicaon [P | ekt T —
2 Aomtwesldads [FSMEONI | WEmmewenhbe ([TOT
For fast data entry, always select the ool : . § :

. Length of Lewngth o
desired data from the drop-down Fieipece | dsen | Aose | Discoosinaty Commerts wi)| e | deletis) | Process
menus™® or databases EI rather than L L T ) = z —cT
typing the information manually. 21 mw -- 3
3 ekl DU l;l:l lr.\’. A 12 ;:_; : “Maw

- ACC w5 -
When entering the Examination e 81 At L - e
results, specify the welder that — i3 e R
performed the welding, the length of the i T i i — - e
examined area, length of rejectable T = | ™ = —
welding and the process used. Tracking 12 Im_iow / 0 =
this data may enable the use of
Performance Reports, which determine o T T
reject rates and helps to monitor ey [0 | [ i i
production. ot [ e P [
4 sizar 5 pmm25 ( [= Fim Epoesd Ir

i g fmm) |10 Fimatre (e |75 5 200
You can enter as many lines of data s mF i per cosseme [T
into the Examination Results section as 1 sie [Leed Tolal i 16
you wish. NDTspec will automatically o :g/““ 'L"‘:”:"::"“’LM e —
print your report over multiple pages if L,(,é,lm.m..,m;,{‘ﬂmu,-..--
necessary. %' i [idun 132 ffomtotin (m[395 (Saeensze  [057000
5 \Otgort a0 e goem 125 Fim typn [i . .nu?_
Based on the number of techniques o sy F; o I'.W ' .
specified in the Examination results [Ticeness  (omiffT (R o | ¢l
section (A,B,C,D), NDTspec provides s Sk S e Fie o st |1 ( ram
the proper number of Equipment and / ; J?L’r = e |‘f/ L
Technique details sections. e, _|,meﬁm"f:eﬁ.“*wm
6
When filling out the Equipment and
Techniques details, Source and Film Y S e
data can be entered straight out of the / \—3‘"\‘3'_" \v’.-_-’.vﬁ
Source and Film Profile databases, —
preventing the need to ever enter the / St ,_ Shreses
same information twice. Additionally, i
Curies will be automatically calculated e[ [ sarmnce
based on the report date above. B
7 4
. N e —

Instead of drawing an NDE sketch, the e

Sketch Selection Manager includes a
database of typical pre-drawn images.

E|




RT Report printout sample

TWI The Power Generation Company
Granta Park, Great Abington, Cambridge, CB1 6AL, UK
I Radiographic Examination Report (RT)
NDTspec
MNDE procadure number RT 001
Client The Power Generation Company Exam date 21/07/2003
Project ABC Power Plant Project I number 2-14-001-03
Location Powertown Job/senal number 110221
Project specification ABC PPOD1 Drawing number Drawing 001
Acceplance standards ASME B21.3 MDE reference number RT 031771
Examination results
Weld pieca | Area Rasult Discontinuity Comments Tach. Welder 1D Wald Defact Process
10 Area length(s)
Weld 001 0-1 ACC A 101 280 - ShAW
1-2 ACC 280 -
23 ACC 250 -
Weld 002 0-1 ACC A 113 275 - SMAW
1-2 ACC 275 -
2-3 ACC 275 -
Weld 003 0-1 ACC B 151 250 - SMAW
1-2 ACC 250 -
2-3 ACC 250 -
Weld 004 0-1 AGGC A 101 250 - SMAW
1-2 ACC 250 -
2-3 REJ Porosity 250 15
Weld 005 0-1 ACC B 102 200 - FCAW
1-2 REJ Crack 200 25
2 ACC 00
Equipment and Technique details - Technigue "A"
Source/Equipment || Iidium 192 Source to film 295 Screen size 005/ .010
Typelky 91010 Ohbject to film 19 Film type 1
Curies/mA 62 Materal C-Fe Film make Kodak
Size/Focal size 2.5 Fipe dia./Flate 280 Film speead T
1Ql type Hola Thickness 10 Film size 75 x 200
10l size 15-2T Shim. 3 Film per cassette |1
121 side Film Screen type Lead Total film 16
Deyv. timeftemp 5 min / 20°C Unsharpness Ug |1
Density range 28-3.2 Exposure time 45 sec Diouble Wall ExposursiSings Wall View

Equipment and Technique details - Technique "B"

Sourca/Equipment (| Iidium 192 Source to film 295 Screan size 005 /010

Typalky 91010 Object to film 125 Film type 1

Curies/mA 62 Materal C-Fe Film make Kodak

Size/Focal size 2.5 Fipe dia./Plate 275 Film spead T

12l type Hole Thickness 10 Film size 25 x17

102l size 20-2T Shim. 3 Film per cassette |1

131 side Source Screen type Lead Total film 12

Dev. time/temp 5min /20°C Unsharpness Ug |1.5

Density range 24-29 Exposure time 32 sec Single Wall Exposurs/Single Wall View

We, the undersigned, certify that the statements in this record are correct and that the welds and/or pieces were examined in accordance with the requirements
of the above specified project specification and acceptance standard.

NDE Technician MName|l SYS Signature W/

Date (| 31/07/2003 \j oﬁ
(=183

Level|| 11 me

Client Name Signature
Date

ASNT Level 3 Mame Signature
Data

MOTspes 4.10137 {e) Copyright 2003 C-spec/T'W] Softwars. All rights reserved worldwide.
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