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Table 4.2

WPS Qualification—CJP Groove Welds: Number and Type of Test Specimens and Range
of Thickness and Diameter Qualified (see 4.4) (Dimensions in Millimeters)

1. Tests om Plate! *
Nominaal Plate,
Pipe or Tube Thickness* *
Number of Specimens Chialified, mm
Reduced
Nominal Plate | Section Root Bend | Face Bend | Side Bend
Thickness (T) | Tension (sce | {see Fig. (seelig | {seeFig
Tesied, mm | Fig, 4,14) 417 4.12) 4.13) Min Max
3<T<10 Z 2 7 (Nate 9 E] T
W=T<25 2 —_ —_— 4 2 T
25 and over 2 P = 4 3 Unlimited
2. Tests on Pipe or Tubing! 7
Mominal Plae,
Pipe o Tubs Wall
Thickness®*
Mymber of Specimens Nominal Qualified, mm
Reduced Dhameter®
Mominal  [Nominal Wall]  Section Hoot Bend | Face Bend | Side Bend | of Pipe or
Pipe Sizeor | Thickness, |Tension (4ee| (weeFig. | (seeFig. | (seeFig. | Tube Size
Diam_, mm T, mm Fig 4.14) 4.12) 4.12) 4.13)  |[Qualified, mimi | Min Mux
Test diam.
I4T=10 2 2 2 {Mote ¥ ndave 3 m
Test diam.
< 600 < T<N 2 = == 4 e T i
Joh Size Test diam. o
Tost Fiogs T=20 b — e 4 S 10 | Unlimited
JeT<0 2 2 2 (Note 9) TH"‘:“H’”M'L 3 )
=60 SEeT=m| 3 = — 3 | tMumdove | 10 T
T=20 2 = — & [ 600andover | 10| Unlimited
50 s O0 = 6 mm WT 2 5 3 = 20 through 3 20
Standard | or 75 mm OD « & mm WT 100
Test Pipes) 150 mm OD < 14 mm WT 1
o 00mmOD % 12ZmmWT| > = = g e § I |
3, Tems on ESW and EGW' ¥
Momindl Plate Thickness
Mumber of Specimens Qualified
Reduced | All-Wield-
Mommal Mlate Secoan Metal Side Bend
Thickness | Tension (see | Tension (iee| (see Fig, CWN
Tested Fig.4.14) | Fg 4.18) 4.13) Tests Min Max
T s i 4 (Note 6) | O5T 1T

A
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Table 4.3
Number and Type of Test Specimens and Range of Thickness Qualified—
WPS Qualification; PJP Groove Welds (see 4.10)

Mumber of Specimens’-*

Macroctch for  Reduced- Qualification Ranges™*

s MNominal Plate, Pipe or Tubing
Test Groove 4.10.2 Tension  Rool Bend Foce Bend  Side Bend Phace Thickness, in. fmm)
Depits, T 4.10.3 isee Fig. (seeFig  (seeFig.  (seeFig. | Groove
in. [mm] 4,104 4,14} 4,12) 4,12) 4,13 Diepth Min Miax
I=T<E
B<T<10] - 2 2 -5 — T 178 [3] et
WM=T=l -
[10<T<25] 3 2 = - 3 T 13 Unlintited

2GS Joadly s A6 3 4558 led s (gl Do A 0350 5 i sad sl 550 s e DS 25

AWSD\ Y 5 lilead ol

Table 4.4
Number and Type of Test Specimens and Range of Thickness Qualified—
WPS Qualification; Fillet Welds (see 4.11.1)

Test Specimens Required” Sizes Qualified
MNumber Macroetch  All-Weld-Metal  Side Bend
Ten of Welds 41011 Tension (see  (see Figure Flate/Pipe
Specimen Fillel Sipe per WS 484 Figure 4,18) 4.13) Thickriess! Fillel Size
Single pass, max 1 in each 3 faces — - Unlimited M tested
size (o be used position fo single pass

Plate T-test in construction be used and smaller

(Figure 4.19)  Multiple pass, min 1 in each 3 faces - - Unlimited ~ Min tested
size o be used position 1o miliiple pass
in construction b used and larger

Single pass, max Pineach 3 faces (except - — Unlimited Max rested
size o be used position i fior AF & SF, single pass
in construction:  be used (see 4 faces reg'd) and smaller

Pipe T-test! Table 4.1)

(Figure 20)  Multiple pass, min -~ | ineach 3 faces {except — — Linlimited Min tested
size 1o be used position 1o for 4F & 5F, miniliiple pass
in construction  beused (sse 4 faces req'd) and larger

Table 4.1)
Groove test* == 1in IG == 1 2 Qualifies welding consumables
(Figure 4.23) position to be used in T-1est above




Table 4.1

WPS Qualification—Production Welding Positions Qualified by Plate, Pipe, and Box Tube Tests (see 4.3)

Production Plaie Weldmg
Cuaslification Teat Ot Prodoction Pige Welding Qualified Production Bos Tiibe Wilding Quslified
i T . Bui-Groove | T- Ys, K-Groove BurGrove | T, Y=, K-Groowe
Type | Possions | c¢ | e cr | me | or [ er e | o | me | or | me | R
G B F ¥ o F"'" P F F ¥
P | 20 KR | BHO| B % ;: g | FR | RN EH
Croowe! G L) L'g ¥ o an ¥ Y L' W
46 o | on | om o o | o am
E - ote )| ibdons 31
A IF F P P
T ¥ EH EH EH
g 3 v v v
4F oil o B
i ol /it Weliang for Only s Posions Teseed
GRomed | F 3 F P 3 T 0 I T ¥ T
0 FH| BEM | ER | | RE FH| BH | R | RE FH | RH
op | 6 [Ev.oH|F v, oM | Ev,08 i\ v, 060 F v, 00 F. Y, OH |, V,0H |(F. v, 0P |F, V. OH F, ¥, 0H |F. V. 0H
EI Groave | mosse | Al Al All A All at | oal | au Al AN L L Y
B ] an | An | oAb T am | A Al AR A |l
E ] Al All Al Al Al Al AN All Al All Al Al Al
. TF Rotated F P F
B F FLH PH FH
Fils | 2 Roesed FH 1 FH
aF E L OH E O F, H,OH
5§ All Al Al

\Agt2
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Figure 4.10—Location of Test Specimens on Welded Test Plate
Over 3/8 in. [10 mm] Thick—WPS Qualification (see 4.8)
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° # Metallurgy of welding lancaster, tohn Fredrik-6th ed. - 1999

° # Welding Inspection Technology-American Welding Society-4th ed.- 2000.

° # Aws welding Handbook 7th ed-Vol.2

° # Aws D1.1-structural welding code-steel-2000

° # Aws B1.11-Guide for the Visual Inspection of welds-1988.

. # |so 5817-welding-fusion-welded Toints in steel-nickel, titanium & thair alloys-

Quiality level for imperfections-2003 (E).

° # Welded Toim design-Hicks, Jogn Groffrey.

° # Welding metallurgy-sindo kou

° # |so 2553-welded, brazed and soldered loints-symbolic representaion on drauings.
° # Aws A2.4 standard symbols for welding, Brazing, and Nondestructive Examineation.
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