, v s Cislo EN WPS: .
Stanoveni postupu svarovani — WPS dle EN EN WPS No.: W pipe-5
Welding procedure specificatios - WPS as CSN EN ISO 15609-1:2021 WG 0
p p : WPS Revision:
[WPOR
Report No: XXX
Svarovaci proces: Pfidavny material: ENISO 14343-A: W 19 9 LSi Kod Sv. mapa: .
Welding process: TIG ) ) SFA/AWS A5.9: ER308LSi Weld Map code: W p | pe' 5
EU kadsvar.proc. Zeni . Zplsob pfipra R .
EU weld.code: 145 suseni evle.ktrod. Ne/No ss:Fovar?;IcFiwr p\gch: Obrabéni nebo brouseni
Ochranny plyn: M . IPreparing method of
Shielding gas: R1 (Ar 98%-H2 2%) gf-’hlz?“v plyn korene: R1 (Ar 98%-H2 2%) Welg facfs: Machining or grinding
acking gag:
Drun svaru: T y— -
Kind ofweld: Tupy / BW o wolframovéelektrody: @2,4mm |Cisténi svar. ploch: Pred svarenim obrousit oxidy
Tundsan olectrade dia -
Potona Svarovant: < 5
Position of groove: (m\il;ijzzze/&“PG) Typ wolfralmoveilekt.: WLa 20 Welding edgesclean.:  Grinding of the oxides
on oloctrad tyno-
Velkosrsvaru. 9 Yo, . Spec. zaklad.mat.: Gr.8.1, CSN EN 10027-2 1.4301
Size ofweldmm: > Predehreov ¢ Min 5°C |Base metalspec.: (AISI 304)
TRV BT Preheat °C: = T ' -
. on. ep.zprac. / €asovy rozsah:
Tube outsidegmm: 2 D48 Teplotamezivrst. °C: Max 150°C Hezt t[)reatment/tin{erange' Ne/No
— Intarnasstamn °C- N
el S o o Rychlost ohfevu/chladnuti:
Backing: Ne/No Uhel sklonuelektrody: Svafed/Welder Rate of heating/cooling: Ne/No
. Elactrada andla Dadl .
StupermeCHamzace: Rucni/ o °© Méreni teplot: Termokfida
Mechanization deg.: Manual Eix' i':l:i:?ﬁf:{rrzﬂ Ne/No Temperature measurement: Thermometer
Tvar spoje / Joint design: Postup svarovani /Welding sequence:
60°
o P
8] B
Rozméry: B (mm) C (mm) Alfa (°) t 1 (mm) 2 (mm) Sveld (mm?2)
Dimensions: 3 (+0,5) 1(+0,5) 60 (+5) 5 5 35
Cislo sv. vrstvy: [Druh sv.pfenosu: Napéti (V): Proud (A): @ pridavného drat: Polarita proudu: Idedlni plocha vrstvy
Weld layer: Trans. metal mode: Voltage (V): Current (A): g filler metal(mm): Current polarity: Ideal. Lay. surf(mm2)
>tenovani/Tack TIG setup 16,0+ 80+1 2, DC(-) 8
VIstvastayer + TIG setup 2 0 4 DC(-) 8
A TIG setup 16,0+ 80+1 2, DC(-) 12
Mk AR TIG setup 2 0 4 DC(-) 15
16,0+ 80+1 2,
2 0 4
oy - R 16,0+ L At S s - - - .
Cislo sv. vrstvy: |Tepelny pfikon: Rychlost posuvu Rychl. Podav. dratu: Pratok och! plynu: @ trysky plynu: Pratok kof. plynu
Weld layer: Heat absorp: (ki/mm)  [Travel spedd (mm/min): Wire feedBig (m/min) Sh. gas co.(I/min) nozzle diam(mm)  |Root gas con.(l/min)
Stehovani/ Tack 0,46 _ 70+10% Not required 12+ 15, S+
vrstvajlayer T 0,93 0.46 70+10% Not required 2 5 2
vrstva/layer Z _ 0,93 70+10% Not required 12+ 15’ 8+
VIStva/layers - n 0,46 _ 70+10% Not required 2 5 2
0,93 0,43 12+ 15, 8+
-0,87 2 5 2
1ZT 10, or
Jméno/Name: Datum/Date: Podpistignature 5 2
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