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QW-484 SUGGESTED FORMAT FOR WELDERIWELDING OPERATOR
 
PERFORMANCE QUALIFICATIONS (WPO)
 

(See QW-301, Section IX, ASME Boiler and· Pressure Vessel Code)
 

Welder's name Jeff Harper Clock number Stl'lmp no. H1849 

Welding procesEl(es) used GTAW & SMAW Type Manual 
Identification of WPS followed by welder during weldIng cf lest coupon GT-SM-f301. Revision 1; Dated october 10, 2006 
Ba~& matArial(s) w...lded SA-312 Type 304 Thlck.ness 0.218 

Manuel or Somlautomatic Variables for Eaeh Proc;GSS (QW-350) ActulIl Vlllue: Rl!lI1ge QualUled
 

Backing (metal, weld metal, \Wlded fuJm boltt sides.lIux, c1l:.) (WQ-402) None Note 1
 
P1 thru P11. P34, F41 

ASME P-No. 8 to ASME P-No. (QW-403) 8 thru P49 
[ 1 Plate [ X ] Pipe (entenliameter.1f pipe) 2" Sch 60 Note 2 
Rnor metal specification (SFA): AS.9 and AS.4 Clasailicalion (QW-404) ER308L & E30a 
FIIl6l" rMtal F-No. F6 and F5 Rool FB, Filler Passes F5 

Filer metal variety for GTAW, PAW (QW-404) Bare (solid) Bare or Metal cored 

Consumable insert for GTAW OR PAW None None 
Weld depasit lfllckness foc each welding process No. of Laya",__Z_ GTAW 0.094 Note 3 

Illa. of Layers __3_ SMAW 0.124 Note 3 
Welding poeltion (1<3, 5G, &tc.) (QW-40S) 6G Unlimited Positions
 
Progression (uphnlldownhUI) Uphill
 
Bi!lClcJng gaG for GTAW. PAW. orGMAW; fuel gasfOl"OFW (QW-406) Argon With BacIOng Gas
 

GMAW transfer mode (QW-409) NlA NlA
 
GTAW wefdlog C\ltrent typoIpoIarity DCEN OCEN
 

"'lIChine Welding Varilllbies for the Process Used (QW.3&O) Adual ValUllS R_go Qualified 

Dll"8Cffrernote vi6Ual conlrol 
Automatic: voltage control (GTAW) 

Au10matic joint tracking 

WeldIng position (1G. 5G.l!lte.) 

Consumable insert 
Backing (metal. weld melal. welded from both sides, flux. e1l:.) 

Guided Bend T-t Results
 

Guided Band Test T OW-1622 e RestJIb X OW rans. R & F) Typo
 

Two Face Bends Passed PaR GT-SM-801 on
 
Two Rool Bends OCtober 10 2~ 1-----------+---------------1 

Note 1; GTAW - With or without baoking; SWlAW - With backing 
Note 2: Diameters Qualified: Groove welds 1.0· 0.0. and over. Unlimited diameters for fillet welds 
NQle 3: Thickness Qualified: Groove welds; Thru .188" Deposit Thlcf<ness with the GTAW Welding Process; Thru 0.249" Deposit 
Thickness with the SMAW Welding Pmcess. Fillet welds Unlimited Thickness Weld Deposit for both mAW and SMAW Welding 
processes. 

Vl$Ua( examination results (QW-302.4) .......::.Nxe.:==.l::pt=
Radiographic lestl'08UIts (QW-304 and QW-305) ..:NJ:~A.:..-

(for :lltAma~ve qualification of gll:lOVe weld$ by radiography) 
Fillet Weld • Fracture test 

Macro teat fusion FIllet leg Glze. 

=3=b.:;:le:..

in. x 

Lenglh and percent of defects 

in. Ccncavityfconvexny 

In-

in. 

_ 
_ 

Welding te~ col'lducted by-;-__~B·:.:.:III:..:G::..a=l..:;oO;:;:I:=e.Ly_;;____::-_:_------------------=--- _ 
Mechanlcallelils conduelod by __~ca=lu::.:me.:.::::.t:..T.:.;e::;;:st::.:.i:.:.n:l;lg....:S::e::.IVICe.:.·=s~~ L8bor8tory test no. __CT.;;.;..;;;S:..:J:;.:o:.::b:..;N:.::o::.:•....:9::..1:...:9:.:9~_ 

We certify that the slEltements In Ittl.. ~rd are c;orrect and that !he tQ8t COUPOIU were pl"llparnd, weide<!, and tested in B~rdBncewi1l1lt1e requlrlllmenls 

ofSacfiOn 1)1\ oflhe ASME Code, 

Organl2:alton Advantage Indus1I'ial Systems, LLC 

By _October 10,2005 
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.. 
QW-4M SUGGESTED FORMAT FOR WELDERIWELDING OPERATOR 

PERFORMANCE QUALIFICATIONS (WPQ) 
(See QWw301. Section IX, ASME Boller and Pressure Vessel Code)~== _ 

Note 1: F3 Electrodes - With or without backing; F1. F2 and F4 Electrodes - With backing 
Note 2: Diarooters Qualified: Groove welds 1.0· 0.0. and over. Unlimited diameters for fiDet welds 
Note 3 Weld Depostt Qualified: Groove welds ThnJ 0.436" Weld Deposit Thickness. Unlimited Weld Deposit thickness for fillet 
welds 

Visual sxamlnalion results (OW-302.4) Acceptable 
Radiographic test n!lsults (QW-304 and -:;:Q7.w:7-3=:OS)=-......:NI~A:-==;,;,,;::,.--'-----------------------

(for allemall"" qualificallol1 of groove welds by radiography)
 
AQ&IWeld - FraeturelelJt Length and pere.."t of defects In.
 
MacfQ lest fU$lon __:_-:_-:::.::::'FI:::'n-et:-::I&g--:&\-:te__-_-_-_-_-_-_-in-.-x-_-_-_-_-_-:..-_-:'_in. CDncsvitylconvexity I".
 

Welding test conducted by Bill Galooley 
Mec:hanlC31 fesw condueled7b-y__- ..;..:C=:..;:.::atIU:rne:;t:Tte:st;·;;.'-n:l;lg-"-.:"::se;:ntlCe;·;;s;~~::::::::::::::.:-La-b-or-21t.o-ry-\et;-t-n-o-.-~C~T~S-J~o~b-N~-o.9-1-9-9

We certlfy !hat Ihe Zl~terneril:s in this record lite correct and tMt lh.. tMl COlJporu> _re prepared. wel<led, aM taGlad in QCCOrdance with Ihe roqulrllman13 

Df Sec:tion IX of !ho ASME Code. 

Organlzalion Advantaqe Industrial Systems, LLC 

Oclober10,2006Date--==;:...:..:=::::::::...- By ~ _ 

Welder's name Jeff Harper Clock number 

Welding process(es) used SMAW 
Idenfiflcallon ofWPS followed by welder dUring welding of tam eoupOI'l 

Ba.se ma1erial(s) welded SA-106 Grade 8 

Manual or S9m1eu1omatic Vllriables for Each Process (QW-3501 

Bac:king (meta~ weld metal. welded from balh sides. flux. ell:.) (Wa-402) 
ASME P-No. 1 to ASME P-No. (QW-403) 

[ ] PIale [ X ] fTlpe (enlAr dlalTl&ter. If pipe) 

Filler metal spectrlCalion (SFA); 5.1 Cl6SSificllUon (QW-404) 

FIUer l1'IlltaI F-No. 
Filler metal variety for GTAW, PAW (QW-404) 

Consumable in68rt fer GTAW OR PAW 

Weld deposit lI'Ilckness for each welding process 

Welding pot;lUon (1G. 5G. elI:.) (QW-40S)
F'rogression (uphGlldownhill) 

Bacldng gas for GTAW, PAW, or GMAWj fuel gas for OFW (QW-408) 

GMAW 1rl!lnsfer mode (QW-409) 

GTAW welding e::u~nt ~/poIality 

Machine Welding Verlablos for the Process Used (QW~60) 

Diroctfl\'lmotc vlsual c;on1ro/ 
Automatic vOrtage contJQI (GTAW) 

Automallc joint tmelQng 

Welding position (1G, 5G, ete.) 

CoMumable insert 

Bacldng (metal, weld metal. welded ~m boltl sides. nux. ell::.) 

Guided Bend Test i 

Two Root Bends 
Two Face Bends 

Stamp no. H1849 

Type Manual 
SM-1 01. RevisIon 1: Dated october 10, 2006 

Thic\r..ne",~ 0.218 

Actual VllJuas 

None 

1 
Z"SCh.BO 
E601D & E7018 

RDngc Qwllllfled 
Note 1 

P1 lhfu P11 10 P1 thru P11 
Note 2 

3&4 F1, FZ, F3 and F4 

NfA NfA 
NlA NlA 
0.218 Note 3 

6G Unlimited Positions 
NlA NrA 
NJA N/A 

NlA NlA 
N/A NJA 

Actual Vakloc 
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QW-484 SUGGESTED FORMAT FOR WELDERIWELDING OPERATOR 
PERFORMANCE QUALIFICATIONS (WPQ) 

_____-(See QW-301 , Section IX, ASME Boiler and Pressure Vessel Code) 

Note 1: F3 Beclrodes· With or without backing; F1; F2 and F4 Bectrodes - With backing 
Note 2: Diameters Qualified: Groove welds 1.0· 0.0. and over. Unlimited diameters for fillet Welds 
Note 3 Weld Deposll Qualified: Groove welds Thru 0.436~ Weld DepoSil Thickness. Unlimited Weld DepoSit thickness for fillet 
welds 

Viwal e);:amitlillion results (QW-302..4l -=-=-:-:-::-~_..:f¥;t;e:-::;;::.I:p:..:;la=b:.:.le=-- ..,....-__ 
Radiographic: test results (OW-304 and QW-305) NlA 
(for alternative qualification of grQQVe weldli by radiog":ra';;p';"h:"y-)-------------------------

AletWeld - Fracture test ~~__----'------ Length snd pen;enl of defeclB in. 
MEl«O ~at fu5iOll flUet leg llize. ln. x In. Concavltyfconvexity In. 

Welcling test conducted by-:-__....::B:::i~lI.;;G;.;;a;;.;lo~o=le;;,jy7."'"__:::~-:-_---_-----------~=.....,....__~---
Mechanical tests conducted by __.::ca=lu::.:me=l..:~_=e=stI::.:ng.:oz.:Sent::::::::...:..:::Ices= ---.:. Labor-atDry test no. CTS Job No. 9199 

We eenlfy that the statements in this record are correct and lhallhe rest COLlJKXlS were preplIred, welded, and tested in accordance whtllhe rnquirernenb 

of Section IX of the ASME. Codo. 

OrganiZation Advantage Indusbial Systems, LLC 

DBle OC=I:.=O.:;:.ber=-1.:.;O::.l,•.:2:.:;006.::.::;.__ By ~ _ 

Welder's namo Jeff Hayer Clod< number 

Welding prooess(es) used SMAW 
Ideolification ofWPS-followed by welder during welding of teat coupon 
Base material(",) welded SA-100 Grade B 

Miltlual or SemillUlumlllic Variables for Elld1 PruCftti (QW-350) 

Backlng (rl1l!Ilat. weld metal. welded from both 6idB8. flux. etc.) (VV0-402) 
ASME P-No. 1 to ASME P-No. (QW-403) 

[ ] Plate [ X ] Pipe (enter diameter. if pipe) 

FiDe,- metal speclfialUon (SFA): 5.1 Classification (QW-404l 

Fin. metal F-Na, 
Filler metal vanety fOr GTAW. PAW (CW--404l 
Consumable insert for GTAW OR PAW 

Welcl depositlhickness for e~d1 welding prOCl!lss 

Welding posItion (1G, 5G, el&.) (QW-405) 
Progression (uphIUdownhlll) 

Backing gas for GTAW. PAW, or GMAWj fuel gas for OFW (QW408) 

GMAW transfer mode (OW-409l 

GTAW welding QJlTent lype/palsrity 

Mechlne Welding VeriCibles for the ProC8S$ Used (QW-3lSO) 

Dlreetfremo~ "bual ~n1rol
 

Automatic voltage ~1rOI (GTAW)
 

AutomaCic joint tracking
 
Welding posltlon (1G, 5G. etc.)
 

ConS\lmable insert
 
Bac;kjng (metal. w~ld metal. welded frotn both l>ides. flux. etc:.)
 

Guided Bend Tost 

Two Root Bends 
Two Face Sends 

StafT1l no. H1849 

Type Manual 
SM-1 01 , Revision 1: Dated October 10, 2006 

Thickness 

Aetu.V.r_ 

None 
1 
2"Sch,eO 
E6010 & E7018 
3&4 
N/A 
NlA 
0.218 
6G 
N/A
 
N/A
 
NlA 
NlA 

Actual Vlll_ 

0.218 

P1 lhru P11lo P1 ttw P11 
Nole 2 

F1. F2. F3 and F4 
N/A 
NJA 
Nole 3 
Unlimiled Positions 
N/A 
N/A 
N/A 
NlA 


