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BASE METALS o Specification Numbee | mambier Size Sch. Thick. Dia.
Product Form Plate ASTM B209 22 Y% - -- 1.5 mm --
Welded to Plate ASTM B209 22 IV - -- 1.5 mm -
VARIABLES Actual Values Qualification Limits
Type of Weld Joint Fillet Weld Fillet
Base Metal Group IV Group IV
Groove Fillet Groove Fillet
Plate/Sheet Thickness NA 1.5 mm 1.5-8.0mm
Pipe/Tube Thickness NA NA
Pipe/Tube Diameter NA NA
Welding Process GTAW GTAW
Type Manual Manual
Backing None Not Required
AWS Filler Specification A5.10 A5.10
AWS Classification ER 5356 ER 5356
F-Number 22 22
Consumable Insert No No
Weld Deposit Thickness -- --
Position
Groove-Sheet and Tubez25 mm -- --
Groove-Tube < 25 mm - =
Fillet-Sheet & Tube Horizontal Flat, Horizontal
Vertical Progression NA --
Backing Gas None None
GMAW Transfer Mode - --
GTAW Welding Current/Polarity AC AC
TEST RESULTS
Type of Test Acceptance Criteria Result Remarks
Visual Table 7.1 Class A Acc.
Fracture 5.4.8.3 (2) Acc.
Welding test conducted by [INT D"N ’ |nanN P Nponn oY
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We the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of AWS D17.1 2017 (Specification for Fusion Welding

for Aerospace Applications).
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0 | mmn | ARDGTAL2 | WPS| av no | GTAW | mnnnynn |l
n'n 2.0 ’ (n"n) 2y Aluminum 5052 Tie nonn
Product ; . M Group g ) .
BASE METALS Form Specification Nuriber | Nuirber Size Sch. Thick. Dia.
Product Form Plate ASTM B209 22 Y -- -- 2 mm -
Welded to Plate ASTM B209 22 [\ - -- 2 mm --
VARIABLES Actual Values Qualification Limits
Type of Weld Joint Square Groove Groove, Fillet
Base Metal Group IV Group IV
Groove Fillet Groove Fillet
Plate/Sheet Thickness 2.0 mm NA 1.34 - 8.0 mm 1.6 -8.0mm
Pipe/Tube Thickness NA NA
Pipe/Tube Diameter NA NA
Welding Process GTAW GTAW
Type Manual Manual
Backing None Not Required
AWS Filler Specification A5.10 A5.10
AWS Classification ER 5356 ER 5356
F-Number 22 22
Consumable Insert No No
Weld Deposit Thickness 2 mm Up to 8 mm
Position
Groove-Sheet and Tube225 mm == =B
Groove-Tube < 25 mm Flat Flat
Fillet-Sheet & Tube - Flat, Horizontal
Vertical Progression NA -
Backing Gas None None
GMAW Transfer Mode - --
GTAW Welding Current/Polarity AC AC
TEST RESULTS
Type of Test Acceptance Criteria Result Remarks
Visual Table 7.1 Class A Acc.
Radiography Table 7.1 Class A Acc.
Welding test conducted by INT D"N [ |N2anN AT NPonn oW
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We the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of AWS D17.1 2017 (Specification for Fusion Welding
for Aerospace Applications). [
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BASE METALS | Product Form Specification M Groxp Size Sch. Thick. Dia.
Number | Number
Product Form Plate 304L 8 1A -- -- 2 mm -
Welded to Plate 304L 8 1A -- - 2 mm -
VARIABLES Actual Values Qualification Limits
Type of Weld Joint Single V Groove Groove, Fillet
Base Metal Group 1A Group 1A
Groove Fillet Groove Fillet
Plate/Sheet Thickness 2 mm NA 1.34 — 8.0 mm 1.6-8.0
Pipe/Tube Thickness NA NA
Pipe/Tube Diameter NA NA
Welding Process GTAW GTAW
Type Manual Manual
Backing None Not Required
AWS Filler Specification A59 A5.98
AWS Classification ER 308L ER 308L
F-Number 6 6
Consumable Insert No No
Weld Deposit Thickness 2 mm Up to § mm
Position
Groove-Sheet and Tube > 25 mm -- --
Groove-Tube < 25 mm Flat Flat
Fillet-Sheet & Tube -- Flat, Horizontal
Vertical Progression NA --
Backing Gas None None
GMAW Transfer Mode -- -
GTAW Welding Current/Polarity DCEN DCEN
TEST RESULTS
Type of Test Acceptance Criteria Result Remarks
Visual Table 7.1 Class A Acc.
Radiography Table 7.1 Class A Acc.
Welding test conducted by JINT D"N ’ [NANDN AT NFONN oW
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We the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of AWS D17.1 2017 (Specification for Fusion Welding
for Aerospace Applications).
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WELDING PROCEDURE SPECIFICATION (WPS)

According to AWS D17.1-2017
PS022000 Class C

WPSNo. ARD GTSS2 | Rev. 0 Supporting PQR Not Required’/
Prepared: C.Daon | Title: CWI | Date: 27.02.2023 | Sign. (jG/wkn
7
Authorized: Title: Date: Sign.
Welding Process GTAW Type Manual
Thickness Range (mm)
BASEMETALS Specification | Type/Grade | M Group As-Welded w/PWHT
Base Metal 1 ASTM S304L 1 IA Groove 1.0-4.0
Base Metal 2 ASTM S304L 1 1A Groove w/FTT 1.0-4.0
Backing NA PJP Groove 1.0-4.0
Other Fillet 1.6 and over
Pipe Dia.Range
FILLER METALS Thickness Range (mm)
Process Spec. Classification F-no. A-no. | Trade Name As-Welded w/PWHT
GTAW AWS A5.9 ER 308L 6 8 NR 1.0-4.0
Cons. Insert NA ReguiredOptionat Nonc
Flux NA Regquired/Optienal/None
Sup. Filler NA Regquired/Optional/None
JOINT DETAILS JOINT DETAILS (Sketch)
Groove Type Single V
Groove Angle Square-60°
Root Opening 0-2.5 mm
Root Face 0-1 mm
Backgouging No
Method NA —~
POST WELD HEAT TREATMENT L U l
Temperature NA
Time at Temperature
PROCEDURE
Weld Layers/Pass(es) All
Process GTAW
Type Manual
Preheat Temperature Ambient
Interpass Temperature (max) 150°C
Filler Metal Size 2.4 mm
Position Flat
Vertical Progression NA
Shielding Gas Composition Ar 99.996&
Flow Rare 8-12 Ipm
Nozzle Size 4-6
Electrical Characterisitics A5.12 EWTh2
Electrode Diameter (GTAW) 2.4 mm
Current Type and Polarity DCEN
Amps 85-100
Volts 12-14
Cold or Hot Wire Feed (GTAW) Cold
Travel Speed (cm/min) 10-14
Maximum Heat Input NR
Technique
Stringer or Weave String
Multi or Single Pass (per side) Single
Oscillation NA
Peening No
Interpass Cleaning NA
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Product e M Group ; ; S
BASE METALS Earm Specification Kiirabiar | Humber Size Sch. Thick. Dia.
Product Form Plate EN 10025 5235 1 1A -- -- 2 mm -
Welded to Plate EN 10025 5235 1 1A -- - 2 mm --
VARIABLES Actual Values Qualification Limits
Type of Weld Joint Single V Groove Groove, Fillet
Base Metal Group IA Group |1A
Groove Fillet Groove Fillet
Plate/Sheet Thickness 2 mm NA 1.34 —8.0 mm 1.6 -8.0mm
Pipe/Tube Thickness NA NA
Pipe/Tube Diameter NA NA
Welding Process GTAW GTAW
Type Manual Manual
Backing None Not Required
AWS Filler Specification A5.18 A5.18
AWS Classification ER 70S-6 ER 70S-6
F-Number 6 6
Consumable Insert No No
Weld Deposit Thickness 2 mm Up to 8 mm
Position
Groove-Sheet and Tubez25 mm -- -
Groove-Tube < 25 mm Flat Flat
Fillet-Sheet & Tube -- Flat, Horizontal
Vertical Progression NA =
Backing Gas None None
GMAW Transfer Mode -= e
GTAW Welding Current/Polarity DCEN DCEN
TEST RESULTS
Type of Test Acceptance Criteria Result Remarks
Visual Table 7.1 Class A Acc.
Radiography Table 7.1 Class A Acc.
Welding test conducted by [IXT D'"N | [NANN ¥ NEonn ow
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We the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of AWS D17.1 2017 (Specification for Fusion Welding

for Aerospace Applications).
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