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PRELIMINARY WELDING PROCEWECIFICATION (pWPS)

Report No.: 2302103-1 IRev.: 0 IAmd.: 0 [Issued))a’t/: 28 February, 2023 |Page 1 of

2 Page;s?l

};@Comprchcnsivc Development at LRT Tin Wing Stop at Tin Shui Wai on Lot No. TSWTL23

Application Standard: BS EN ISO 15609-1:2004 ]
pWPS no.: 2302103-1R0A0

"Manufacturer: Yee Fai CWtion Co., Ltd. (Main Contractor) / Midi Aluminium Fabricator Ltd. ﬁi'
Project:

Joint type and weld type: / T joint fillet weld in pipe to plate
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'Welding positions: / Vertical up (PF) Material thickness (mm): tl: 8;12: 12 ;
Parent material specification: BSEN 10210-1:2006 Designation $275J0H (1.1) =

. Qutside diameter (mm): 80 =
BSEN 10025-2:2004 Designation $S275J0 (1.1)
Method of preparation and cleaning: Flame cut followed by mechanical grinding Mode of metal transfer: --
Weld prga{rm‘ion details (Sketch)*:
) - Run sequence
! |
t1—>|, 0
)
: i Gap max. 2 mm >
| I (Refered to EN ‘n D
] ]
: : 1SO 9692- 7085 | y
2 : ' 1:2003 Table 3)
J I
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== =
K e M ‘X:F
t1 : 80 x 80 x 8mm thk. x 200mm Long S.H.S. x 2{4: ﬁ 7.6
t2 : 200 x 200 x 12mm thk. Steel Plate x 2{4 11 168, 1CUUL LILIGL WEIU
o, | proes | SO | Comnt) | Nolws ) | T | Wt | TrSoed | it
: ‘ : : 7
I~n MMA 3.2mm 80 ~ 130} 20 ~ 25 DCEP - Approx. | ~ 3 043 ~ 2.60

Filler metal classification and trade name:

Kobelco LB-52 BSENISO 2560 : 2009-A-W 2 H10/ AWS A5.1 E7016

Any special baking or drying:

Dry the electrodes at 300~350°C for 30~60minutes before use

Gas / Flux Shielding: N/A Gas flow ratei  Shielding: N/A
Backing: N/A Backing: NA
Tungsten electrode type / size: N/A
Detail of backing / gouging: N/A
Preheat temperature: N/A lIntcrpass temperature: Max. 250 C
Post-heating: N/A
Post weld heat treatment and / or ageing/ﬁ/A Ifre—hcat maintance temperature: N/A

Other information:

Weaving (maximum width of/ru{): Approx. 10mm

N/A

Oscillation: amplitude, Wency, dwell time:

Pulse welding detys:/ N/A Distance contact tube / work piece: N/A
"Plasma weldi)ﬁctails: N/A Torch angle: N/A
[Istick oug éngth: N/A Nozzle size: /A
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