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Welding Procedure Specification
Jlata/Date 25.11.2021
Craugapr / Standard: ICTY EN ISO 15609-1
1.Bupo6uuk / Manufacturer: Jla6oparopis ssapiosanns Kabiuery «Welding technology»
2.3raproBanbHiit ocHoBHuit Matepian/ Welding base material
TTosuwuis / Position Mapxa / I'pyma s / Group of ISO 15608 TosmwuHa / Max. C, % C exB.
Brand mark Thickness
1 Crane BCr3me I'pyma 1.1. ACTY ISO 15608 10 MM 0,22 0,45
3. Tum 3'efHAHHA: CTAH/APT I03HAYEHHS / B- joint 4.Toux mea / Weld type P BW ss nb
Type of joint: Standard designation ISO 17659
5.TlonoxeH N 3BapIOBAHHA: CTAaH/APT MO3HAYEHHA / PA 6.Croci6 3BapIOBaHHA: CTAHAAPT IIO3HAYECHHS / 135 ISO 4063
Welding position standard designation 1SO 6947 Welding process(es) standard designation
7 Tom mi 3 C in /T Fiain O o 1SO 9692-1/ 1.3
-l 'OTOBKH OMOK 3BapIOBAaHHA: LTAHAAPT IMO3UILLA e Of joint: standaarc 0s1tion
B e s et SRR g TOCT 14771-76 C17
8.06po6xa xpomox mix seaprosanns / edge Preparation 9.Tlinxnanxa / Backing
Tepumiune
pizanHz / MexaniuyHa 06po6xa / 3aumcrka / Truri metozu / Hemae / Cras / Kepamika / Mizs / ®roc /
Thermal cutting Mechanical processing Grinding Other methods None Steel Ceramic Copper Flux
DLt e Enextpuana 3YHIEeHHS METAIEBOI0
nnasmose pi3aHHA . . . . . .
EX-TRAFIRE 100 muridysansHa IiTKOIO TIEpe, 3BapIOBAHIAM Rl 2 s su EL el
- MamusKa Bosch
10.3saproeansri MaTepiami / Filler material
Craugapr/ Standard Tum / Mapxa / BupoGuuk / Manufacturer:
Type Brand mark
FM1 ISO 14341-A: G424 SM-70C/F(N) Hyundai
OK Autrod 12.51 ESAB
11.I0puxsatky / Tacking
TIpouec mpuxBaTKy / Twun Ta po3mipu 3BapioBaIEHOTO Crpym / Jomxuna / ITizirpis mepes IpUXBaTKOIO /
Tacking process Matepiay / Current, A Length, mm Preheat before tacking
Type and size of Filler material
ISO 14341-A: G 42 4 M21 G3Si
135 21,0 80-110 15-20 =50 °C mpu TeMmepaTypi ,<+t5°C
ITpumirka / Remark
12. Temmeparypa mizirpiBy / =50 °C mpu Temneparypi ,<+t5°C 13.TeMneparypa Mk IIpoxozamy / Max.150 °C
Heating temperature Interpass Temperature
14.Ecxis s'eguarmma / Sketch of joint 15.ITocrizoBHicTs 38apioBarws /| Welding sequence
162 79
<l
a r.
3 ) 23
1 -
16.I1apamerpy Ta pexxumy ssaprosanus / Welding parameters
Kinpxicts Croci6 3BaproBanHs / Posmip Crpym / Hampyra Ha mysi / Pix ctpymy, [IBuaxicTs Temnoskmamenn | Burpara IMpumirka /
npoxozisNe / Welding process TIpUCAKY Current, Voltage, TIOJIAPHICTE / 3BapIOBaHH LS rasy 9u Remark
Run Ne BaJIBHOTO A B Polarity a/ IToronna dumrocy /
MaTepiary Welding enepris / Rate of
/ speed Heat input Gas
size M/rox, x/Jx/em Rate of
Welding fux
material
1 135 21,0 80-110 18-20 DC+ 8-10 4,1 10-15 Bes xonnsans
2 135 21,0 110-140 20-22 DC + 12-16 4,2 10-15 3 nonmBansMm
3 135 21,0 120-150 20-24 DC + 12-16 4,3 10-15 3 noMBARHIMH
17.Iumi napamerpu / Other parameters
ISO 14175 — M21 — ArC — 18 (82%Ar + 18%C02)
MakcumanbHa ITMPUHA BaluKa / ITpoxiz Ne/ Buit mposomok, IIpoxizNe / JliameTp coma / ITpoxiz /
Roller maximum width Run N° BiZicTaHBb / Run N° Nozzle diameter Run Ne
1-10 mm 1=10-15
2-14 MM 2-3=15-20 18 MM
3-16 Mm

18.Kearidikaria ssaproBansHuka / YMoBHe nosHavenns /| Welder qualificat designation

JHAOII -0.00-1.16-96 135 P BW W01 t8 PA ss nb
EN ISO 9606-1 135 P BW W01 t8 PA ss nb

19.BumMorn 10 AKOCTI 3BapIOBaHHA / METOAM Ta 06CATH, KpuTepii oniniosanns / Welding quality demans / methods and scopes criteria for evaluation

Pisens sxocri EN ISO 5817- B
Bisyansnuit konrporns VT - EN ISO 17637 — 100%

20.TepmooGpo6ka Mmic/ia 3BapIOBaHHA / IIBuaxicTs Harpisanusa / Temmeparypa BuTpUMKH / Yac Butpumxu / IIBuzKicTs OXOMOMKEHHA /
Post weld heat treatment Heating rate Soak temperature Soak time Cooling rate
~C/h -°C h °C/h
He motpi6HO He motpi6HO He motpi6Ho He motpi6HO

II.LB.: / Name

Pospobus: / Developed. Buxiazad TeXHOJIOTII 3BapIOBaIBHIX POGIT
Mixuaapopenii imkeHep 3paproeanss IWE
T'epeBerxo Anppiit Muxatimosug

TTepesipus: / Checked
II.LB.: / Name
ITigmuc: / Signature
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