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Section 2 REFERENCE DOCUMENTS
Section 3 DEFINITIONS

Section 4 WELDED CONNECTION DETAILS
Section 5 WELDER QUALIFICATION
Section 6 FABRICATION

PART A FILLER METAL AND WELD METAL
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PART D: DETAILS
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Anmnex A WPS HEAT INPUT ENVELOPE TESTING OF FILLER METALS
FOR DEMAND CRITICAL WELDS.
Annex B INTERMIX CVN TESTING OF FILLER METAL COMBINATIONS

(WHERE ONE OF THE FILLER METALS IS FCAW-S ).

Annex D SUPPLEMENTAL WELDER QUALIFICATION FOR RESTRICTED
ACCESS WELDING.

Annex E SUPPLEMENTAL TESTING FOR EXTENDED EXPOSURE LIMITS
FOR FCAW FILLER METALS.

Annex F SUPPLEMENTAL ULTRASONIC TECHNICIAN QUALIFICATION

Annex G SUPPLEMENTAL MAGNETIC PARTICLE TESTING PROCEDURES

Annex H FLAW SIZING BY ULTRASONIC TESTING
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Heat Input (H) = (60 x E x 1)/ 1000 S
H = Heat input in KJ/in (KJ/mm)
E = Arc voltage in volts
| = Current in amps
S = Travel speed in inches per minute (mm per minute)
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Table A.1
Heat Input Envelope Testing—Heat Input, Preheat, and Interpass Temperatures
Suggested Heat Input Maximum Preheat Temperature Maximum Interpass Temperature
Low Heat Input Test 30 kJin [ 1.2 Klmm| 120°F [40°C) 250°F [1207C)
Suggested Heat Input Minimum Preheat Temperature? Minimum Interpass Temperature?
High Heat Input Test 80 kJ/in [3.1 kJ/mm| 250°F [120°C) 450°F | 240°C]

*For the high heat input test, the test plate shall be heated to the minimum preheat, and then welding shall begin. Welding shall continue without
substantial, dehiberate interruption until the mimmum interpass temperature 1s ohlamed. After the test plate has been healed Lo the mimmum interpass
temperature, all subsequent weld passes shall be made at a temperature not less than the minimum interpass temperature. Should the test plate
temperature fall below the minimum interpass temperature for any reason, the test plate shall be heated to a teraperature not less than the minimum
interpass temperature before welding resumes. If the required interpass temperature is nol achieved prior to interruption of the welding cperations,
welding shall not resume until the test assembly has heen heated to the prescnbed minimum interpass temperature.
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