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REFERENCE PROCEDLIRE QUALIFICATION RECOR.D SPECIFIC CONTRACT

NO. POSITION QUALIFIEI}
(QW-40s)

THICIC\ESS QUALIFIED
{ow-403)

POSTTION
(QW-105)

THICIC.TESS RT\GE
(OW-:10!l

4  8 5 8 A77 s ize  f  i77eE
welds

3 F 7 / 8 "  t o  3 / 8 n

SPECTFIC CONTRACT WPS REQUIREMENTS

EDrrIoN AND ADDENDA A.9ME Section VIII & IX, 7992 Edition' 92 Add.

JOINTS {QW.,IO,) SEE GENERAL WELDING
TECHNIQUEPACE 3

ASS TEMPERATT'RE IQW..{06)
SEEATTACHEDPAGE 2

BACKINC I\IATERL{L (Qwro!)

None Required

POST WELD HEAT TREATMENT (QW-107)

PWHTReQUIRED No

IFPWI IS REQUIRTD, SEE A}PROVED

CONTRACT PWHT PROCEDURE FOR DETAIIJ

AND EXTEM OF PWHT.
BASE MATERIAL (AW.43)

I
I

I  A24o  rp -  3o4L  (AqME P-8 ,  cp .  1 )

Any ASME P-8, GP. 7 nateriai naY be

wefded xogether ar to each othet in any

cornbinatiotr.

GAS (Qw-.ros) COMPOSITIONI

SHIELDINC: 98t Ar - 2* 02

FLOWRATE: 20-45 cf,h

BACKUP 700+ Nittogen

FLOWRATET See page 2

ELECTRICAL CIIAR{CTERTSTICS (QWTO9)

CURRENT: DiTECt CUT|EN:

POI,ARITY: EJecttode Posi t-!ve

OTHER: .Revefse PoTatity
AMPERAGE AND VOLTAGE RANCE. SEE PAGE

VOLUME OF WELD METAL REQUIRED No

SEE ATTACHED PACE

MODEOFTRA\SFER Clobular ot
N/A

Spray

FILLER MATERIAL (QW-1O')

ASME SPECIFICATION NO: SF'A 5.9

ASME ChSSIFICATIONT ER308L +

ASME AJIALYSIS NO:. A-8

ASMEGROUPNO: F-5

CONSUIIABLSINSERT: Ir/A

SUPP. POIVDER FILLER: N/A

NIQUE (QW..{IO) / SPECIAL LIMITATIONS
sEE ATTACHET) PACE(S) 2,3

ICER OR WEAVE Tf,CHNIQUE SEE P.ACE 3
OF \YELDING

MANUAL IITACHINE

sEMr-auro]rATtc--------- euronlrtct--l

FLIJX tQwro4)
N/A

CUSTOMER APPROVAL t ER308L in accatdance with

wvs -ER3 08L.

l
E

OB DIST WELDIN

SERVICE
HOUSTOh

CORI

QA

REG
CONST

QA

MFG

QA

BY DATE

PREPARED
CHECKXD

RWP
BGG

07 /70 /94
02/28/9s

i\ 
'l :-::) ri-T in \ r' il-l ;, 

"r wh.oREvJULsT'rc'
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@
WELDL!'{G ER3O8L/STIFFENEflPROCEDT'R5 SPECIFICATION

A G E 2 O F 3LIGO BEAM TTIBE MODWES

CA'TECH

LIMITATIONS:

1 - Maintain a contacx tiP td wark distance of 3/8' to l '" '

I lEe a gas cup nozzfe sizes betweet i,/8" to 7fl diameter.

The gras cup nozz).e shaff caver the contact t ip L/8"

mininum.

3. Use a singLe pass per side teciaique-

4. No si!9.1e pass sha.l] exceed 7/2" in thickness.

5. The wPs js l jrnited to the welditg of the stiffener to the

tu.be nodufes onlY.

6. olly stain]ess stee.l brushes shall be used or] stainless

7. A pnrge eL'sing 700+ nitrogen musx be in place before any

tacki1g or weLding. The d<ygen cantetx sia-ll bd fess

t h a n  2 . 0 * .

8. No wel-ding over the spiraf xube e.ld sha.lf exist'

g. The Teng.th nox welded over the sFiral we.ld sha-l-l be

minimized.

10 .  Mi f le r  4 - ro7 l  w i re  feeder  shaf l  be  used '

.11.. straight machine Eorch (approx - 3 teeE in lengtl)

be  used.

72. Use Procedure FPSTfFFEMER for f itting/Purging.

T.A,TERPA.SS IEMP ERATI'RE :

The intezpass temperature shal -l not exceed j50oF'

shal..l

PREHEAT REQUIREI4ENTS /ASI,E P.8' GP. 7):

.1./o preheat is required except as an aid to remove moisture

un.less the aftbjent cemperatute falTs befow 0"F' whea the

atnbient tenpetatuxe fa77s beLow o"F, a Preheat of warrn to the

hand (approx. J,oooF) is required within 3n of where the weTdjng

is started a',d maintained 3u ahead of tITe arc'



GL wELDrNc pRocEDuRE spf,cIFIcArIoN

IDENTIFICATION

ER3 O8I'/STIFFENER,

GENERAL lVELDING TECHNIQUE

Jt '

(vertical domhill)

(

(

.\GE 3 OF 3
.NO.  5

DMF DA"IE 06 /26 /95

LIGO BEAM TWE MADULES
CALTECH

Op€ration

D.scription

B.ad! Wrld

Proc.

Elcctrodc Currant

temps)

Voltsgc
(volk)

Pe3k

(amp3)
L.yer Siz. Typ.

Beads
Reqd

TraveT spe
Wire feed

GMA

ea :  - ! :

ER3 O 8L*

490 to  520

I
I

tpn .

1 9 0 - 2 3 0

wMs

2 2  - 2 4

8Ir 7n ac

ER3 A8L.

cordance vt i th

JOINT OETAIL - Se€ contr.cl drrwings for appllcablaFint delails and dimensions'

lin-roo P Re! FEB 39<PC>



Con l ra c l
PROCEDURE OUALIF ICATION RECORD

T O  A .  S ,  M .  E .  S E C T I O N  I X
ESS ENTIAL VARIABLES

4858
P Q R  N o .

Process

AWS speci i icat ion no.

Consuh  WELDING VARIABLES i c r  j o i n t  d imens ions  and  we i i i ng  cu r ren r  se t i i ngs -

TEST RESU LTS
Feduced Secrion Tensi le Resui.rs

GTAl.l GTAI.,I

soc,ar  secu, ; ry  " "  403 -  36 -40 37
\  /e lder 's  Synrbol

F L U X  O R  A T M O S P H E R E
None Requ i  red

Ftow rate Gi'lAW-40CFH, 6TAI.I-zOCFH
Preheat temperature raoce7 0 ' F  t o  3 5 0 ' F  I P T
Post\aeld heat  t reatmen! None

Po  s i l i on

l  ) r ra  t  gn t  Po ta r '1 ty . )
G i .1A l . l -D i  rec t  Cur ren t ,  E lec .  Pos .

(Reverse  Po l  a r i  t y )

G,YAW/GTAt^r

Mareriat speci i icarion

A-8
5FA-5 .  9

M,, . r  . r . i  ̂1  ̂  
WELDING PROCEDURE

Srngls 61 rngl1;p|. r.rs l lu I t l  p I e singre or multipte arc S j ngl g

Mode of rranster for 6N4AW: Spr"v f , GloUutar I P r l ( , r i n .  |  |  c h ^ - . 1 - - . . . -  |  |

Fi l le r  Mera l  to r  GTAW or  pAW _NOt  BeoUi  red  F i t le f  mera l  6 ; " , . " , " ,  Not  Requ i  fed

Type ol backing Non g**
61"s1'66" s'"-s1", Gi'1AIrl- . 035 " 

, GI AW-3/ 32" I
GTAIJ- Di rocf a;' " """ f-FJ:-G;---T;"we,d.no curre. i r

cc
who by virrue of these tesl:

Work Order lor ig. WpS) No.

r e q ! i r e m e n t s -

:  F e v .  0

we cedi ly  lhal  the s iatements in th is record are cortec!  and ther rhe tesi  weld was orepe.ed,  vJerced anc tesied in 6ccofdance wr i i t  the re.q u r r e m e n t s  o i  S e c t i o n  l X  o f  l h e  A S M E  c o d e .

H6I OR

S i a n e d  C B t

t) < /*- ,r. s. leeo ,  
i t . J -  /  o " r "

*GTA1,, /  -  100% Argon

10 /1s  /  80

A S M E p .  n o . 8 ,  G P .  I  r o A s M E p ,  n o . 9 ,  G p .  1  F r u x  r a d e n a m e
Th ickness  l ; f  p i pe ,  d ;a  anc  wa j t  t h i ck j  I  / 4 " tnerl  gas composit ion
Fil ler metal group no. F-

Weld melal anElysis no.

ASME spec i t i ca r i on  no .

S p e c i m e n  N o .
O;rnensions in Ukimate

Total Load
K  iDs

Ulr imeie Unir
S ress C h a f a c i e f  o l  F E i l u r e

a n d  L o c a t i o nTh ickness

H6t 0R-1 r . + y d 0 . 2 2 2 0 . 3 3 2 29.5 I

8 8 . 9 1 6 1 2 . 9D u c t i  l e  i n HH
H 6 l 0 R - 2 1 .502 0 . 2 2 0 0 . 3 3 0 ? 9 . 1 - ^  ^  |  - ^ ^  'o o . 4  I  o u u .  I Duct i  I  e in Wi. l

G\.r ided SenC Test

2 Transverse  Face Ben ds 2 Transverse  Roo i  Bends

t h e s e  t e s l s  r n e e r s  w e l d e r  p e r l o r m a n c e

tjr' lAl^/ _ 9gi; Arqon/Z% ]xvqen

ra c o p p e r  c h j l l  b a r u s e d .
U ed to new fo rm,  8 /28 7 .  J S L



Contract
Fl ev

t .<o

PROCEDUHE OUALI  F ICATJON RECORD

To A .S .M.E .  Sec r ion  tX

P A R T  I I I W E L D I N G  V A F  I A B L E S

3/32" Gap

HOR IZONTAL

il
n

3 8 .

S i d e  I

Amps I  Vo l ts speed 
I  

" ' " - ' -

in.,hin. | (Gas Ftow etc)

ER308 i  .035

. 0 3 5  i  t  5 0 Beads S ide  I
E t IH-z i  1 /8" GTAII rv i th out f i  i  l  er

m e t a  l  S i d e  2 .

Gi4All-Stri n

'"i'oi!l,aL
I Y

Al  an  E .  Huds  on .
,/1 t ,// n

. U!z^- 1. 4ft4h.e--,

w L  l 5 c  F E V  M A \ /  ) !


