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Fi3% B

HEFNIEE T ZEERN

R T ZME (PWPS)
Preliminary Welding Procedure Specification

BEI LK RS

Name and serial number

X F T AT E BWWPQR(S)

Qualified supporting WPQR(S):

3 A AR Rk

Manufacture’s name and address

BB R B T

Friction stir welding method WO R (EE)

BLAA: Test joint details (sketch with dimensions)

Joint type

b O

One side Y& 1 A7 A B F ()

XOH O Bead sequence details (sketch)

Double side

B S/ B RA

Parent metal temper/Specification

HMEE: GEYEE

Thickness Backing material

B M B 3677 B AL E

Preweld cleaning Post weld heat treatment

YR BT oy ik

Preheating Preheat method

BERENE ST RET: wH TANS/ES

Weling equipment: Weld tool drawing number

wREs TR LEES O EAER O
Position control Force control

EEHRRHRE R

Other information*

RS H

Welding parameters

WEEAENE LR

Axial force ([kn])/Plunge depth (mm): Spindle speed (r/min):

B LR T 1 A

Direction of tool rotation: Tilt angle (degrees)

MR A R

Side tilt angle (degrees) Travel speed (mm/min)

A E A ] Bk A R

Dwell time (s)

Joint gap ( mm):

RIG T H K 4t B Test items and results

1. 3EAIF M 3R 38 Non-destructive examination

Bt O sawty O
Visual Radiography

BEREE O

Ultrasonic

pEEE O
Liquid penetrate

2. B R I8 Destructive examination

47 #9836 Tensile tests [
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Z diA JBend tests ‘ iE Z Face O | K ZERoot O | M Side

3. % W, 448 # % Macro examination O

LB R (X100 ) O
Metallograph of the joint (x100)

4.t fmik % Additional test(s) ﬁ%%ﬁ%\ -
Corrosion test
H A O
Others

E: AL ERE *If required

iﬁﬁﬁ Applicable Exiﬁ)ﬂ Not applicable

%

Signature

filig ) Rk H 3

Manufacturer Date

PLR B30I -

The following is to be filled in by the Surveyor:

IR T2 RRE %, F AR T2 R TR T2 O

The above-mentioned PWPS has been reviewed and implementation of WPT in accordance with
this PWPS is approved.

PRI T 2RI E A, SR T (F & ER IS S IGARTERR) ... O
The above-mentioned PWPS has been reviewed with comments as follows: (Please reply an
contact the attending Surveyor as soon as possible)

% 4

Signature

CCS L fiili H 3]
CCS Surveyor Date
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Bt C

HEFNRE T ZWERE

T ZME (WPS)
Welding Procedure Specification

BETIZAKRRET

Name and serial number

S T2 AFE BIWPQR(S)
Qualified Supporting WPQR(S):

EI R Y& kI

Manufacture’s name and address

& i B MBI B

Base material range

T IR 77 %

Friction stir welding method

Y0 ()

Bl A

Test joint details (sketch with dimensions)

Joint type

EHE O

One side Y& A E FE T ()
N O Bead sequence details(sketch)
Double side

B S/ B A

Parent metal temper/Specification

HHEE: A

Thickness Backing material

BEAT TR 7 A VG AL

Preweld cleaning Post weld heat treatment
PRI 77 %

Preheating Preheat method
BRGNS RET: wHTARS/ES

Weling equipment:

Weld tool drawing number

wRES % LEEE O

Position control

EAEH O

Force control

EEHRRBHRE R

Other information*

BESK

Welding parameters

WEEAENE SRS i a7

Axial force ([kn])/Plunge depth(mm): Spindle speed (r/min):
B LR T 1 fa

Direction of tool rotation: Tilt angle (degrees)
4 A R E

Side tilt angle (degrees) Travel speed (mm/min)
A2 IF B[] B Sk A R

Dwell time(s) Joint gap ( mm):

Fi o *E S EE *If required
iﬁﬁﬁ Applicable

Eﬁ‘ﬁ)ﬂ Not applicable

% S

Signature

fili& ) R H
Manufacturer Date
CCS L) H 34
CCS Surveyor Date
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BRD EHEHEETZRER
P T 2R (WPQR)

Welding Procedure Qualification Record

BETIZAKRRET

Name and serial number

38 ] 4 AR Ko at

Manufacture’s name and address

W R RN/ R

Base material

T IR 7 %

Friction stir welding method

BAAK:

o0 R (EE)

Test joint details (sketch with dimensions)

Joint type

B JE

PE R = Y 47 B AR RN ()

One side Bead sequence details(sketch)

WEE O

Double side

B MRS/ B A

Parent metal Temper/Specification

HHEE: A

Thickness Backing material

B TR B R VB AL

Preweld Ccleaning Post weld heat treatment

PRI i 77 ik

Preheating Preheat method

BERENESRES: wHTARS/ES

Weling equipment: Weld tool drawing number

wREEF & HEES O EAES O
Position control Force control

HOH R HE K

Other information*

42 28

Welding details

WEEAENE P LR

Axial force ([kn])/Plunge depth(mm):: Spindle speed (1/min):

TP Ok e % 77 T 1

Direction of tool rotation: Tilt angle (degrees)

4 A VR E

Side tilt angle (degrees) Travel speed (mm/min)

A2 IF B[] B Sk 8] R

Dwell time(s) Joint gap (mm):

BT (RHRFEE) #4

Welder’s name

DSBS
Humidity:

T im -

Temperature :
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Welding Procedure Qualification Record (continued)

W T2 m i 5 (42)

WIG T H % 45 B Test items and results

1. JEnR PR3 Non-destructive examination

Bt O

sews O
Visual Radiography

Ultrasonic

BEREE O

BpEEE O
Liquid penetrate

2. WA K Destructive examination

A5G Tensile tests

EVEE

Test piece

ER AL
Tensile strength(N/mm2)

Wi i

Location of rupture

IR B
Test temp.

EATEDALE

Transverse

EATEDALE

Transverse

A REnALH

Transverse

A EERALH

Transverse

Z5 A% Bend tests

%

Test piece

JE Sk H &/ o A & Former / angle

4 Z Result

#E

EE/REIME
Face / Root /Side

EE/RE/IME
Face / Root /Side

EE/REIME
Face / Root /Side

EE/REIME
Face / Root /Side

EE/REMNE
Face / Root /Side

EE/IREME
Face / Root /Side

L% IRIT TH] 2 ARG 56 (PR A AT 45 3L )Macro examination

g/ v

Additional test(s) and result(s)

T iﬁﬁﬁ Applicable

Exiﬁ)ﬂ Not applicable

% A

Signature

filig) R H #
Manufacturer Date
CCS Lo H 34
CCS Surveyor Date
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B
Appendix

N T PRIER T2 RS i, I B NE e, NERAC R PSR B (e 22
I FTHET SR

In order to insure the quality of welding procedure test and make it traceable, copies of the
documents listed below are to be submitted .(Items in the list may be added or deleted as
necessary).

A
List of Documents
= " S PR & I
No. Document name Page Remarks
|| R R
Certification of base material
, | O
NDT reports
(ALY R N (IR CE A LN )
3 Test source recording
(Tensile tests, Bend tests, etc.)
g | PREEBTIECZ ARG (T ISR
Macro examination reports (Photo and result)
S| SR
Photos of weld surface
o | TR
Photos of test pieces
7 | L URHEARER) CCSHAE (A I)
Welder’ certificate issued by CCS( if any)
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MR E IaSSHHERE “S” &IR

B STEN A BRI RS BB “S” RIS, MG~ EFEERH
TR R IE I RE T, SRR A SR B SRR ER AR, BN %
T (R S A B A S BT AL 1) 2% T S 0 TR B R B e S (R )R 22 BB Ak e R i sl e i
FErf, RELNMITVE “S” M ANRI K. “S” LR IL 5B E)R
TR ik, miRsE Rl SRR, whiek iR R #ik
KT Ty 18 A SRR S B o R ST LR IE. RN “S” ZRARMEHI L
BUEMTE (RT UT) SRR, A 2 e AR 4 fe i Aoe & 3

HET— BN “S” LRASUMIE L IERE, X ATRES IR “S” L fL
PIRURL I RS) « B B RGERVE R 9%, R — 58 561 N 845 4 A BRI AE 4
T IR EEIR B RE R LI A 2 X AR JE Bk PR RE P 2R SU M, BONIS RS R AF AR 5K
o 2 FH A A (T AE L, DR AR A0 45 BB P BRI i S AR e d i A rh B R
] BE Y/ BB G 1 R ) B
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