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MR A BRI ZHE WPS)

(ZERHE)

WELDING PROCEDURE SPECIFICATION (WPS) 1T 2 31f%

WPS No. % T 250 55

Rev. filg A5 0 Date | |14]

Support PQR No. JZf##5uf

Type KA

Welding Process #4% Jj 7

Code Frift

B JOINT DETAILS &SEQUENCE £k MR 5HEEHAE

Joint Type 7 &A=

B WELDING POSITION H#A 8

Welding Position &% {7 &

Backing Material % #4471 ¥}

Direction(Up/Down) J; [i1]

Root Treatment & &1 4L

B PREHEAT&INTERPASS TEMP Tl 2[5 B

B BASE METAL 8 &8

Material Spec. #4541

material range i 1 #4 Jiit

Thickness Range J5£ 2 i1 i

Others JLfth £k

B FILLER METAL E#%&E

AWS Spec. AWS #i 1

Brand Name W' %%

Class Grade fiigh #1212 %

B SHIELDING GAS & FLUX F4#5 R &7

Flux Tradename #4751 # %1

Flux(class) #7124

Shielding Gas f#4"“{ {4

Gas Composition = (&A% 4

tein

Gas Flow S &

Preheat Temp. iR FE

Interpass Temp. J2:[ii] i 1

Preheat Method. Tii#t /5 i,

B POSTWELD HEAT TREATMENT 25 #Ab

Holding Temperature {#i8 i &

Holding Time {5} 7]

Others HLAth %k

B TECHNIQUE &R

String or Weave [ 5 /442

Max. Width of weave {£ )it KR

Single or Multipass #Liiink % iit

Electrode Extension 15 £ H! K &F

Electrode Angle 1§%% fif&

Interpass Cleaning 2 [8]i& 7

10
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WELDING PROCEDURE SPECIFICATION (WPS) {84 T Z 32

ELDING PARAMETERS B&SH
Travel
Weld Fillter Metal Dia. Welding Welding Heat Input
Process Type&Polarity Speed
Layer Brand RS Current Voltage FE PN
SRR FERRIRL 1 MR
ES HR&RES | (mm) | EEEFA) 1REEHE (V) (KJ/mm)
(mm/min)
Joint Details 7 &5 1 & Welding Sequence & #/fi 7
NOTE ##:
Prepared By Approved By
Date Date
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