
SUMMIT MEXICO TPI 
G),.,..;.__ (! .  

WELDING PROCEDURE SPECIFICATION (WPS) 

SUMMIT MEXICO TÍ By: JOSE JUAN JIMENEZ ALEJANDRO Compuny Namc 
\Velding Proccdurc Spccification 
Rcvision No. 

MDl-145-2008 Date 06-05-08 Supporting PQR No.(s) PQR-02 

Wc\ding Process(cs) 
1 Date 14-07-10 

GTAW/SMAW Typc(s) MANUAL 
(Automatic, Manual, Muchinc, ar Semi-Auto.) 

JOINTS (QW-402) 
Joint Dcsign GROOVE AND FILLET 
Root Spacing 1/8" ± 1/16" OR SEE FABRICATION DRAWlNGS 
Backing (Y es) X (SMA\V) (Nn) X (GTAW) 
Backing Material (Type) WELD AND/OR BASE METAL 

(Rcfcr to both bucking and retaincrs.) 
NO RETAINERS USED 
□Metal D Nonfusing Metal SEE FABRlCATlON DRA\VING 

D Nonmetallic D Other

Skctchcs, Produclion Drawings, Weld Symbols ar Wrillen Dcscription should 
show thc general arrnngcmcnt o f  thc parts to be weldcd. Whcre Applicnblc, 
thc root spucing and thc details ofwcld groove muy be spccified. 
(At thc option or thc MJ'gr., Skctches muy be nttached to illustratc joint 
dcsign, wcld luycrs and beud scqucnce, c.g. for notch toughncss procedurcs, 
for multip\c process procedures, etc.) 

• BASE METALS (QW-403)
P-No. 43 Group No. -- lo P-No. 43 Group No. --

OR 
Specilication and typc/grade or UNS Number -
lo Specificution and typc/grude or UNS Numbcr --

OR 
Chem. Analysis and Mech. Prop. --
To Chcm. Analysis and Mcch. Prop. --
Thickness Range: 

Base Metal: Groove 1/16" T O ¾ "  Fillet A L L  
Muximum Pass Thickncss � 1 /  "  (13 mm) (Yes) X (No) --
Othcr ·-

• FILLER METALS (QW-404) 1 (GTA\V) 2 (SMAW) 
Spec. No. (SFA) 5.14 5.11 
AWS No. (Class) ERNiCr-3 ENiCrFc-3 
F-No. 43 43 
A-No -- ·-
Size ofFiller Mctals 3/32" 1 /8" & 5/32" 
Filler Metal Product Form SOLIO ROD ELECTRO DE 
Supplcmenta! Filler Metal NONE NONE 
Wcld Metal 

Thickncss Rungc: 
Groovc ¼"MAX. ½"MAX. 
Filie! ALL ALL 

Electrode-Flux (Class) NONE NONE 
Flux Typc NA NA 
Flux Trude Namc NA NA 
Consumablc lnsert NONE NONE 
Othcr -- --

Euch buse metal-filler metal combinution should be recordcd 111d1v1duully. 



QW-482 (Back) 
WPSNo. 0 2  Rev. 1 

POSITIONS (QW-405) POSTWELD HEAT TREATMENT (QW-407) 
Position(s) ofGroovc ALL Tempcruturc Rangc NONE 
Wclding Progrcssion: Up X Down -- Time Runge --
Position(s) ofFillct ALL Othcr --
Othcr --

GAS (QW-408) 
PREHEAT (QW-406) Pcrccnt Composition 
Prchcat Tcmpcraturc, Minimum 60 ºF Gus(cs) Mixture Flow Ratc 
lntcrpí15s Tcmpcraturc, tvluximum Kcco tcnmcrature below 300 ºF Shielding Ar 99.9%1 35-40 CFH 
Prchcat Maintcnance -- Trailing -- -- --
Othcr Rcmovc humidity from thc surfocc whcn rcquin:d, scc tcchniquc. Backing Ar 99.9 1% 25-30 CFH 
(Continuous or spccial hcating whcrc applicablc should be rccordcd) Othcr - - -

ELECTRICAL CHARACTERISTICS (QW-409) 

Filler Metal Currcnt Volts Trnvel Other 
Wcld Proccss Classification Diamctcr Typc and Amps (Runge) (Rnngc) Spccd (c.g.1 Rcmurk, Com-

Pnss(cs) Polarity (Rnngc) mcnts, l-Iot Wirc 
Addition, Tcchnique, 
Torch An1,Jc, etc.) 

1 GTAW ERNiCr-3 3/32" DCEN 150-200 12-16 VARIABLE --
2 to 6 SMAW ENiCrFc-3 1/8'" DCEP 120-160 22-28 VARIABLE --

SMAW ENiCrFc-3 5/32"" DCEP 130-170 22-28 VARIABLE --

Amps and volts range should be rccorded far each elcctrodc sizt::, posilion, and thickness, etc. 

Pulsing Currcnt NA Hcut Input (mux.) NA 

Tungsten Elcctrode Size und Type 3/32" or 1/8'". 2% Thoriutcd (EWTh-2) 
(Purc Tungstcn, 21 %  Thoriated, etc.) 

Modc oJ"Mctul Trunsfcr for GMAW (FCAW) NA 
(Spray Are, Short Circuiting Are, cte.) 

Elcctrode \Vire fced speed range NA 

Other --

TECHNIQUE (QW-410) 
String ar Weave Beud String 
Orifice, Nozzle ar Gas Cup Sizc 5/8" ar as reauired 
Initial and Interpass Clcaning (Brushing, Grinding, etc.) Grindinº and brushinº as necessarv 

Method ofBack Gouging Grinding and brushing as necessan,. 
Oscillation None 
Contact Tubc to Work Distance NA 
Multiplc ar Single Pass (per sidc) Multiple 
Multiple or Single Electrodes Single 
Elcctrodt.: Spucing NA 
Pccning Not Allowcd 
Othcr Acetone clcaning can be use to rcmovc ali contmninunt traces from thc surface. 

Are air use is not allowcd. 
Al\ brushcs and wheels must be S.S. und are to be used cxclusively far P43 material. 



SUMMIT MEXICO TPI 
WELDING PROCEDURE QUALIFICATION (PQR) 

Compuny Namc 
Procedure Qualification Record No. 

SUMMIT MEXICO TPI 
Date 02-07-08 

\VPS No. WPS-02 
\Velding Proccss(cs) GTA\V/SMAW 
Typc (Manual, Automatic, Semi-Auto.) MANUAL 

JOINTS (QW-402) 

! 1 i GO'i li" 
. -- -. __ . ! 

1 

!, 
l T • l l ! " \.> é t  111rt1m• 1 - 1  1 -

t/1&".t11l2" 

Groovc Dcsign ofTcst Coupon 
(For combination quali!ications, thc dcpositcd wdd metal thickncss shall be rccordcd far cach lillcr metal of proccss usl!d.) 

BASE METALS (QW-403) POSTWELD HEAT TREATMENT (QW-407) 
Material Spcc. SB-168 Tcmpcraturc Nonc 
Type / Grade or UNS Numbcr UNS 06600 Time --
P-No. 43 Group No. - To P-No. 43 Group No. .. Othcr --- - - - -
Thickncss ofTcst Coupon 3/8" 
Diametcr ofTest Coupon --
rvlaximum Pass Thickncss ½" 
Othcr -- GAS (QW-408) 

Pcrccnt Composition 
Gas(es) Mixture Flow Rute 

Shielding Ar 99.9% 35-40 CFH 
Trniling -- -- --

Filler Mctnls (QW-404) GTA\V SMA\V Backing Ar 99.9% 25-30 CFH 
SFA Specification 5.14 5.11 Othcr -- -- --
A WS Classification ERNiCr-3 ENiCrFe-3 
Filler Metal F-No. 43 43 ELECTRICAL CHARACTERISTICS (QW-409) 
Wcld Metal Anulysis A-No. NA NA Current D.C. 
Size of Filler ivlctul 3/32" 1/8" Polurity GTAW: Struieht, SMAW: Reverse 
Filler Metal Product Fom1 Salid Rod Elcctrodc Amps Sce othcr Volts Scc other 
Supplemcntal Filler Metal None None Tungstcn Elcctrodc Sizc 3/32", 2% Thoriated 
Elcctrodc Flux Clussification None Nonc Mode of Metal Transfcr for GMA W (FCA \V) NA 
Flux Type NA NA Other GTAW: 175 A 14 V 
Flux Tradc Namc NA NA SMAW: 140 A 26 V 
Weld Metal Thickncss 1/8" 1/1" 
Othcr -- --

POSITION (QW-405) TECHNIQUE (QW-410) 
Position of Groo ve IG Truvcl Spccd Variable 
Wcld Progrcssion (Uphill, Downhill) -- String or Wcavc Bcud Strine 
Othcr -- Oscillation Nonc 

Multipuss ar Single Pass (pcr side) Multinlc 
Single ar !vtultiple Elcctrodcs Simdc 

PREHEAT (QW-406) Othcr --
Prcheat Tempcrature --
Intcrpuss Tempcraturc --
Othcr --



Specimen 
No. 

1 

Specimen 
No. 

N/A 

Comments 

IN 
Width 
0.7620 
0.7640 

IN 
Thickness 

0.3646 
0.3689 

QW-483 (Back) 

Tensile Test (QW-150) 

IN2 
Arca 

0.27783 
0.28184 

Ultimate 
Total Load 

LB. 
28.439 
28.101 

Guided-Bend Tests (QW-160) 

PQRNo. 

Ultimate 
Unit Stress 

psi 
102,364 
99.705 

Type and Figure No.QW-462.3(a) Result 
ROOTBEND SATISFACTORY 
FACE BEND SATISFACTORY 
ROOTBEND SATISFACTORY 
FACEBEND SATISFACTORY 

Toughness Tests (QW-170) 

Notch Specimen Test lmoact Values 
Mils (in) Location Size Temperature Ft-lb or J % Shear 
ormm 

Fillet-Weld Test (QW-180) 

No Penelration into Paren! Metal: Yes 

02 

Type of 
Failure & 
Location 

HAZ 

Drop Weight Break 
(YIN) 

No Result-Satisfüctory: Yes 
Macro-Results --

- - - - - - - - - - - - - - - - - - - - -
- - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - -

Stamp No. JM 

Other Tests 

Type ofTest: VISUAL INSPECTJON SATISFACTORY ACCORDING TO QIV-194 
Deposit Analysis 
Other 

Welder's Name JESUS MANUEL ALEJANDRO ROMERO Clock 
No. _ _ _ _ _ _ _ _  Tests conducted by: LABORATORIO 
Laboratory Test No. 

MT-0235467 
\Ve certify thut thc stutcmcnts in this record urc corrcct und thut thc test welds werc prcpurcd, wcldcd, und tcstcd in accordancc with thc 
rcquircmcnts ofScction IX ofthc ASivtE Codc. 

Manufacturer SUMMIT MEXICO TPI 

Date JULY, 02, 2010 Certified By JOSE JUAN JIMENEZ ALEJANDRO 
(Detail o f  record o f  tests are illustrutivc only and muy be modificd 10 conform to thc typc und numbcr oftcsts rcquircd by thc Codc) 




