Record of Demonstration Weld for Adoption of 

Standard Welding Procedure Specifications (SWPSs)


Identification of Standard Welding Procedure Specification adopted:



Welding Conditions
Specification, type and grade of Base Metal(s):

 

To Specification, type and grade of Base Metal(s):

 

Base Metal P or S-number:

 to Base Metal P or S-number:    

Thickness:




Welding Process(es) used: 




Plate           X    Pipe (enter diameter if pipe or tube): 



Groove type (Single V, Double V, Single U, etc):




Initial cleaning method: 



 
Backing (metal, weld metal, backwelded, etc): 



Filler Metal (SFA) Specification: 



Filler Metal or Electrode Classification: 



Filler Metal or Electrode Trade Name: 



Tungsten electrode type and size for GTAW: 



Consumable Insert Class and size for GTAW or PAW: 



Backing Gas composition and Flow rate for GTAW, PAW, GMAW: 



Preheat Temperature (°F): 




Position (F, V, OH, H) of weld: 



Progression (Uphill or Downhill): 




Interpass cleaning method: 




Measured interpass temperature (°F): 



Approximate Deposit Thickness for each filler metal or electrode type (in.): 




Current Type/Polarity (AC, DCEP, DCEN): 


Postweld Heat Treatment Time and temperature: 


Visual Examination of Completed Weld:  

Date of Test:


Bend Test 

Transverse Root and Face (QW-462.3(a))
Side (QW-462.2)

 


Type
Result
Type
Result
Type
Result





Alternative Radiographic Examination Results:  
  



Specimens Evaluated By:

Title:

  Company:



Welding Supervised By:

Title

  Company:



Welder’s Name:


Stamp No: 



We certify that the statements in this record are correct and that the weld described above was prepared, welded and tested in accordance with the requirements of Section IX of the ASME Code.

Manufacturer or Contractor:



By 

Date;   


Demonstration Number:


Example of Completed Form


Identification of Standard Welding Procedure Specification adopted:    B2.1-001-22-98


Welding Conditions
Specification, type and grade of Base Metal(s):      SA106 Gr B
 

To Specification, type and grade of Base Metal(s):     SA106 Gr B
 

Base Metal P or S-number     1
 to Base Metal P or S-number      1
Thickness:  0.218



Welding Process(es) used: 
GTAW followed by SMAW



Plate           X    Pipe (enter diameter if pipe or tube): 
NPS 2, Sch 80


Groove type (Single V, Double V, Single U, etc):
Single Vee



Initial cleaning method: 
Solvent wipe and grinding


 
Backing (metal, weld metal, backwelded, etc): 
None / Weld metal


Filler Metal (SFA) Specification: 
5.18 / 5.1


Filler Metal or Electrode Classification: 
ER70S-2 / E7018


Filler Metal or Electrode Trade Name: 
Linde 65, Lincoln 7018+


Tungsten electrode type and size for GTAW: 
EWTh-2, 3/32"


Consumable Insert Class and size for GTAW or PAW: 
None


Backing Gas composition and Flow rate for GTAW, PAW, GMAW: 
Not Used


Preheat Temperature (°F): 
75



Position (F, V, OH, H or 5G, 3G, etc.) of weld: 
5G


Progression (Uphill or Downhill): 
Uphill GTAW / downhill SMA



Interpass cleaning method: 
Wire brushing



Measured interpass temperature (°F): 
less than 400


Approximate Deposit Thickness for each filler metal or electrode type (in.): 
0.093 (3/32) / 0.125



Current Type/Polarity (AC, DCEP, DCEN): 
DCEN/DCEP

Postweld Heat Treatment Time and temperature: 
1100-1200°F, 65 hr.

Visual Examination of Completed Weld:  
Acceptable
Date of Test:    12/25/01

Bend Test 
X
Transverse Root and Face (QW-462.3(a))
Side (QW-462.2)

 


Type
Result
Type
Result
Type
Result


Face
Acceptable
Root
Acceptable


Face
Acceptable
Root
Acceptable

Alternative Radiographic Examination Results:  
N/A  



Specimens Evaluated By:    Dianna Ross
Title:  Leader
  Company:     The Best Testing Company Ever


Welding Supervised By:      James Brown
Title    Soloist
  Company:      Joe-Bob's B&NPW Shop


Welder’s Name:     Wolfgang Amadeus Mozart
Stamp No:         A1


We certify that the statements in this record are correct and that the weld described above was prepared, welded and tested in accordance with the requirements of Section IX of the ASME Code.

Manufacturer or Contractor:   Joe-Bob's Bar and Nuclear Pipe Welding Shop


By 
Sam-Bob, Joe-Bob's Brother
Date;   
12/25/2001

Demonstration Number:
001
 










































