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FISC-HUANCAVILCA-0059-2012

Guayaquil, 29 de Junio del 2012,

Ingeniero

Jorge Gavino Ch.

Director de la Unidad Ejecutora de Proyectos de Interagua
Presente -

Asunto: Dossier de Soldadura Contratista TIMEC

Referencia: "PLAN REHABILITACION DE ACUEDUCTOS HUANCAVILCA FASE I

De mis consideraciones:

Por medio de la presente, se remite a usted la informacién enviada por el Contratista TIMEC,/EH
lo cual se adjunta lo siguiente:

s \WPS (Especificacion de procedi- ‘ldadura)

= PQOR [Registro de calific - N; Cp,ﬂf/

- Sf
e WPQ (Califica %5/9 ﬁcﬂ/ /\E

Particular que informo a usted par. j‘ X
Atentamente

P oSeoto- -

Ing. Rose Marie Ballesteros T.
Fiscalizacidn de obra.

CC. Ing. Galo Jaramillo, Jefe Supervisidn UEP
CC. Arg. Odille Marmol, Ingeniero de Proyecto UEP

eAiller dessan ! (Ffmrg
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QW- 482 WELDING PROCEDURE SPECIFICATION (WPS)
Section X, ASME Boiler and Pressure Vessal Gl::-d
WELDING PROCEDURE SPECIFICATION (WPS) -
(ASME, Boiler and Pressure Vessel Code)

[Company Mame TIMEC S.A. By: LPAC
Welding Procedure Spedilication No. CHT-01 Date; T-Jan-12 Supparting POR Mo, Por Calificar
Rewvizion Mo, 1] Crate: -
Welding Process (es) GMAW -5 type (s): Semi Automatic

thinomaic, Manual, Machine, o Semd-Automalie)

ICINTS (QW-402) Details
loint Desing: Butt Joint
dacking {es) - {Ma}: x
Backing Material Typal: MiA
{Refer to both backing and retainers)
- hieial - Monfusing hMetal
z Nonmeatalic - Other

i R=T2i0 a3 +2.-3)
! e = 1/4" (B mm)
BackGouge= Disco de
pulir hasta blanguear

BASE METALS (OW-103)

P No. 1 Group No. "5 to P No, 1 Group No. 1

L OR
Specification type and grade ASTM - SA 36
fto specification type and grade ASTM - SA 36
OR
Chem. Analysis and Mech Prop, N/A
to Chem. Analysis and Mech Prop. B/ A,
i ckness Range:
Base Metal: Groove 116" up io 318" Fillet All sizes
‘ipe Dia., Range Up 24" Fillet All sizes
Other /A
FILLER METALS (QW-404) :
GMAW-S
Spec. Mo. (SFA) SFA 5.18
AWS No. (Class) ER 7058-6
F-MNo. 1
BNy 1
Size of filer Metals 0.035" {0.9 mm)
Weld Matal
Thickness Range
Groowve, Up to 38"
Fillet Al
Electrode Flux (Class) WA
Flux Trade Mame MiA
Consurnable Ingsert N/A
Other A




QW- 482 (Back)
{212}
f POSITION (QW-405) . POSTWELD BEAT TREATMENT (QW-407)
Positionis) of Groove ALL Temperaiure Range Acnording process
Welding Progresion Up YES Down 2 Time Rangs MiA
Fositicn(s) of Fillet Al
PR AT (O Peroent Composition
Preheat Temp. Min. GG Gas{es) Mixiure Flow Rate
interpase Temp. =TS Acoording process | Shislding 2G MC20 35 GFH
iPreheat Maintenance Agpording process: Argan - [ -
{Continuns of special haating where applicable should be recorded) [red - 205
ELECTRICAL CHARACTERISTICS (GW-409)
: Current AC or DG GhAaW-5 (DC) Poiarity GMAW-S (DC-EP)
Amps (Range} GMAW-B (105-150) Amp Valls (Range) GMAW-S (185 a 23.5 V)
Tunsgteno Electrade Size and Type HiA
iMode of Matal Transfer for Ghaw Short Circuit
Electiode wire feed speed range Acording process
String or Weave Bead String or Weave Bead
Crifice or Gas Cup Size MIA
Initial and interpass Cleaning (Brushing, Grinding, etc) Grinding, Wire Brush, eic
Mathod of Back Gouging Grinding
Dzcillation A
Contac Tube to Waork Distance 12 +/- & mm
Wisttiple or Single Pass (per side} Muliple
Multiple or Single Electrodes WA
—Travel Speed (Range) Acording process
reening MR
her MR
Filler Meials Current ol Spaad
Weld Layer Pracess ° ‘Class Diia. Type Polar. fAmp. Bange jHangs Range by
1 Root A5 ER 705-6 0.035 DCER 105 - 135  § 18.5-21.5 §As required |BackGougin
2... N CihiaW-5 ER 705-5 0.035" OCER 115 - 150 20.5-23.5 |As required MNiA
Autorizado Paor:
Ing Gustavo Moreno
TIMEC 5.A. iCS - CESOL Nived 3; Mo 1125
Constructor CWi-AWS No. DB0O11291
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OW- 482 WELDING PROCEDURE SPECIFICATION {(WPS)
Section X, ASME Boiler and Pressura Vessel Gods

WELDING PROCEDURE SPECIFICATION (WPS)
{ASME, Boiler and Pressure Vessel Code)

{12}

|Company Mamse TIMEC 5.A. By: LPAC

Welding Procedurs Specitication Mo, CHT-01 Date: T-Jan-12 Supporting POR No. TIMEC PQRO2
Pevision Ma. 1 Date; 9-Feb-12

Wealding Process [es) GMAW -5 type (s): Semi Automatic

(Autamatic, AManual, Machine, or Seni-Automatic)

Joint Desing: Butt Joint
Backing {Yes): - {Ma]: X B-L1b-G {—I———( BACKEOUGE
Backing Matsrial Typel: MN/A
{Refer to both backing and retainess) /
- Mietal - Monlusing Metal i 'T
Maonmetailic Other _L
R=T2{0a3{+2-3]
g =1/4" (6 mm)
BackGouge= Disco de
pulir hasta blanguear
BASE METALS (QW-403)
P Mo, Group MNo. 1 o P Mo, Graup Mo, 1
OR
Specification type and grade ASTM - SA 36
fto spacitication type and grace ASTM - SA 36
OR
Chem. Analysis and Mech Prop. MIA
to Ghem. Analysis and Mech Prop. Mg,
Thickness Range:
Siase Metal: (GFroove 116" up to 378" Fillet All sizes
ipe Dia., Rangs Up 24" Filigt All sizes
Oher gt /A
FILLER METALS (QVW-404)
GMAW-S
Spec. Ne. {SFA) SFA 5.18
AWE No. [Class) ER 7056
F-Mo. G
Ao, 1
Size of filler Metals 0.035" (0.9 mm)
Weld hMaral
Thickness Range ¥
Girogve Up to 378"
Fillat Al
Electrode Fiux (Clags) MIA
Flux Trade Name M/A
Consumahbie Ingert MIA
Oithar /A

LELEERERT S B S




TIMEC S.A.
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QW- 482 (Back)

Amps (Rangs) GMAW-S {1 051507 Amp

Tursgteno Electrode Size and Typa

(2/2)

POSITION (QW-405) POSTWELD HEAT TREATMENT (QW-207)
Pasition{s) of Groove ALL Temperature Rangs Acoording process
Welding Progresion Up YES Diown - Time Rangs )
Fosition(s) of Fillet All
AS (O (

=R AT (Q 17 Farcent Composition
Preheat Temp. B 0C Gas(ss)  Mixture Flow Rate
Interpasa Temp. Miax. Acoording process Shiglding SG AG2D 33 CFH
Preheat Maintenance Acoording pracess Argén 8%

iContinuos o spacial heating whers spolicable should be recordad) G0z 209%

ELECTRICAL CHARACTERISTICS [GW-4309)
Currart AC or DO GMAW-S  (DC) Falarity GMAW-5 [DC-ER)

Volts (Rangs)

GMAW-S (1852 23.5 V)

MA

Mede of Matal Transter for GRAW

Shart Cirguit

Electrode wirs feed speed range

Acording process

String or Weave Bead

String or Weave Bead

Orifice or Gas Gup Size MiA

initizl end interpass Cleaning (Brushing, Grinding, ete) Grinding, Wire Brush, et
Methed of Back Gouging Grinding

Oacillation N/A

Contac Tube fo Werk Distance 12 +- 6 mm

Multiple or Single Pass [per side) Multiple

Multiple or Single Electrodes N/A

Travel Speed (Rangs)

Acording process

Fasning A
Other A
Filler Matals Currant {volt Spasd
Wald Layer Process Class Dia. Typa Polar. JAmp. Range [Range Rangs Oiher
1 Root GMAW-3 ER 705-6 0.035" DCEF 105 - 135 16.5-21.5 Az required §BackGougin
2,... M GhAW-5 ER 7056 0.035" GEF 115 -150 20.5-23.5 I8z recuired MiA,
Autorizade Par:
Luis P Ajiia Gy
Gl 080413
§ EXP.
Ing Gustavo Moreno Ing Luis Pat
TIMEC S.A. IC5 - CES vel 3; Mo 1125
Constructor CWEAWS No. 08011291
luis Podl Ajle  Comacho
ing, MssSmes-CMEG N, 6409 943

jpapactor Seldedura hvdl 111
CESGL Mo 1723
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(Section ¥, ASME, Botler and Pressurs Vessel Code)
Record Aclzal Condictiones Usad to Weld Test Couaon.

Company Name g s _ TMECSA e
Procedure Qualification Record No. TIMEC PQROZ Date: _ % de Febrero, de 2012
WPS No. $20 TIMECWPSO3 e
Welding Process (es) o GMAW-S(Short Circuit Arc) o
Type (Manual, faromatie, Semi-Auls) i _______§p_;_|r_|'_1i_~!ﬁ,gtirn__aﬂ____ -
JOINTS (WQ-402)
_ Valores
Angulo  [60®
R /& (3.0mm)
b VB (3.0 mm)
T 142" (12 mm)

BASE METALS (QW-403)
SA 36

POSTWELD HEAT {QW-407)

Matanal Spac. Temperaturg Mid
Type or Grade BIA Time Bl
[*-Mo. 1 o P-Mo, 1 Cther A
Thickness of Test Coupon 1/2° {12 mm)
Diameter of Test Coupon ALL GAS (QW-408)
Other Porcent Composition
Gasies) | Midure | Flow Rate
FILLER METALS (QW-404) Shiglding SG AC20 80 Ar 3% cfh
SFA Speciication SFAB.B 20 CO2
AWS Classification ER 7055 :
Filler Matal F-No. B
" Bize of fillar Motals 0.035" (0.8 mm} Current IGMAW-S) DC
T WA Polarity GMAW-5 DCEP
Amps. See Table Woits See Table
Weld Metal Thickness 1/2" 112 mm) Ctros:
POSITION (QW-405) TECHNIGUE {QW-438)- i
Fosition of Groove 305 Travel Speed Soe Table
Weld Progression [Uphill ¢ Dowhill) Liphill
Cither hdiA String or Weave Baad String and Weave
Dracilttion A,
‘BREHEAT (QW-406) s Muitipass or Single Pass (per 2ido) Multipass
Prehast Temp. T Amb. = 0 (30 *C) Single or Multiple Elactrodes A,
Inferpaszs Temp. Acoording to Process Others Cleaning, with wirg brush
Others A Grinding
Bead Class | Diam Type Polar Stick OUT Amp Yolt T Spead Obs.
1§ ERT0S6 0.035" DCEP 12" 121 18,3 .50 1PA BRaiz
2 ER 7056 (.035" G EF 1 128 0.0 .75 1P fRallano, Oscl
3 ] _ER70S§ 0.035" oC EP i a7 20,5 352 IPM Falleno, Ousl

{1/2)




TIMEC S.A.

QW - 433 (Back)

POR No: TIMEC PQR-0L

Tenslle Test {GW -150)

ESPOL Mo. 12 - 035

Specimen No Wide Thickness Area Ultimate Ultimate Type of Failure
Mo in in in2 Total Load]  Unit Skress & Location
I psi
12-1603 0.742 0.470 0.340 21088 60482 MEB
12-1610 0.744 0.470 0.350 20966 59850 M B

Resultado : Aprobado, rotura fuera de la soldadura dentro del rango del Esfuerzo ultime del ASTM A36

Guided- Bend Tests (QW - 160)

ESPOL Mo. 10 - 076

Type and Figure No. Probeta Hasult
Side Bend [QW-462.2) 12-1611 ok
Side Bend (QOW-482.2) 12-1612 ok
Side Band (OW 462 2) 12-1613 ok
Side Band (QW-482 2) 12-1614 ok

Resultado : Aprobade, no ge presentan fisuras ni discontinuidadas

Others Test
Wisual examination of Completed Wald (QW- 144) Okay, 7 Enero de 2012 .
Welder's Name José Parrales Clock Mo - Stamp Mo WP 00
Test Conducted by: Ing Luls P. Ajila Laboratory Test Ne.  Espol No. 12035
CWI 08011291

We cerify that the staterments in this record cormect and that the test walds ware prepared, walded, and tested
in accordance with the requirements of Section 1% of the ASME Code.

Manufacturar TIMEC 5.A,
Ing Gustavo Moreno.

Luis B3 Tﬁﬁﬁmac ha

ICS-CESOL Hyaﬁ ! CWI-AWS No 08011201

Date: 02 Febrero de 2012

Eetail ol lest arg llustrstive ey may be modifion 1o cadam 1o e Rpe aed mnmber of fosl requined by the Code.

luis Poil Ajla Camodo
g Masiaies-MEG N, 0103 843
bapacter Soldadura wrvsl 11T
CESOL Moo 1923

(2/2)




TIMEC

L ﬁ-{%m

(See QW - 301, Section IX, ASME Boiler and Pressura Vessel Code)

Welder's name Julio Angulo M.
ldentification No. 0 91536084-6
Stamp, (Welder) W-03

Identification of WPS

CHT-01

Test Description

Test coupon X

Specification of base metal{s)

S5A 36

Thickness

Production weld
1/4™ {64 mm)

Testing Conditions and Qualification Limits

Welding Variables (QW-350) - Actual Values Range Qualified

Welding Process GhAW-S GMAW-5

Type {ie:manual, semi-auto)used Semi-auto Semi-auto
{Backing {matal, weld rmeatal, doue-welded, etc) backing Weld BackingWeld

Plate X  Pipe {enter diameter if pipe or ube) 1/4" {6 mm) 174" up to 1/27, and pipe over 24"
Base metal: P or S-Number to P or S-Number P.No 1 P Mo. 1 Trough P No. 11
Filler metal or electrode specitication(s) (SFA) (info only) SFA5.18

Filler matal or electrode clasification(s) (info only} ERT05-6

Filler metal F-Number (s} F Mo, 6 F Mo E

Deposit thickness for each process 1/4" {6 mim) To Up 172" (12 mm)
Position qualified (2G, 8G, 3F, eic.) 1G 1G, Plate and Pipe over 24"
Vertical prograssion {uphill or downhill) P Up

Mode Transfer, for GMAW Short circuit Shart Circuit
Current typelpolarity (AG, DCEP, DGEN) DC EP "DCEP

*“=ual Examination ot Completed weld (QW-302.4) Ckay
—ansverse face and root bends [QW-462.3(a)]
1D Type Result
JA-F ‘FACE OK
JA-R ROOT OK
Welding supervised by ing Padl Ajila C.

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in
accordance wilth the requeriments of Section 1X of the ASME Code.

Organization TIMEC S.A.
Luls P Ajie Comacho -/~ A
é ““’5\”;' CWl 08011281 —<———"——~_

oo ',.:vn«

Nl ¥ emd™

ri‘l‘ﬂs&g

ll‘tg.. Luis P. Ajila C.
IC5-CESOL NO. 1125 f CWEAWS Mo 0801123
This o (EDGEN) may b obiained from the Order Depe, ASME, 27 Law Drive, Bay 2300, Faidield, MJ 07007

Date Enero 10, 2012 By




{See QW - 301, Section IX, ASME Boiler and Pressure Vessel Code)

Welder's name Edison Arriaga Ch
Identification No. 0 920957024

Stamp, (Welder) W-01

Test Description
Test coupon X
Thickness

CHT-O1
SA 36

Identification of WPS
Specification of base mefal{s}

Production weld
1/4” (6,4 mm)

Testing Conditions and Qualification Limits

Welding Variables (QW-350) - Actual Values Range Qualified

Welding Process GMAW-S GMAW-S
Type (ie:manual, semi-autojused Semi-auto Semi-auto
Backing {metal, weld metal, double-welded, elc) backing Weld BackingWeld
Flate X  Pipe _ {enter diamater if pipe or lube) 174" {6 mm) 1/4" up to 1/2°, and pipe over 24°
Base metal: P or S-Number to P or S-Number P.Mo 1 F Ma. 1 Trough P No. 11
Filler metal or electrode specification(s) {SFA) (info only) SFA5.18
Filler metal or electrode clasification(s) (info only) ERT0S-6
Filler metal F-Number (s) F Mo 6 F Mo &
Deposit thickness for each process 1747 {6 mm) To Up 172" (12 mm)
Faosition qualified (2G, 6G, 3F, efc.) 1G 1G, Plate and Pipe over 24"
Vertical progression (uphill or downhilf) upP Up
Mode Transfer, for GMAW Short circuit Short Circuit
Current type/polarity (AC, DCEP, DCEN) DC EP DCEP
Vieyal Examination of Completed weld (QW-302.4) Okay
. isverse face and root bends [QW-462.3(a)]
10 Type Result

EA-F FACE OK

EA-R ROOT OK
Welding supervised by Ing Paul Ajila C.

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in
accordance with the requeriments of Section IX of the ASME Code.

TIMEC S.A.

Organization

Date Enero 10, 2012

Ing. Luis P. Ajila C.
ICS-CESOL NO. 1125 / CWI-AWS No 08011291
This farm {EC008A) may be obtsined from the Ordor Dept, ASME, 22 Lips Drive, B 2300, Fairtiald, M 070072300,




1> TIMEC S.A.

R R P e TP O e T e i A il e

{See QW - 301, Section IX, ASME Boiler and Pressure Vessel Code)

Welder's name Segundo Rivera
Identification Mo. 171747267-2
Stamp, (Welder} W-06

Test Description
Identification of WPS CHT-01 Test coupon x Production weld
Specification of base metal(s) SA 36 Thickness 1/4" (6,4 mm)

Testing Conditions and Qualification Limiis

Welding Variables (QW-350) ~ Actual Values Range Quaflhed

Woelding Process GMAW-5 GMAW-5

Type {ie:manual, semi-auiejused Sermi-auto Semi-auto
LBackmg (metal, weld metal, double-welded, ste) backing Weld BackingWeld

Flate X  Pipe _ {enter diameter if pipe or wbe) 1/4" (6 mm) 1/4" up to 1/2", and pipe over 24"
Base metal: P or S-Number to P or S-Number P.No 1 F No. 1 Trough P Mo, 11
Filler metal or electrode specification(s) (SFA) (infa only) SFA5.18

Filler metal or electrode clasification(s) (info only) ERTOS-6

Filler metal F-Mumber {s) F Mo 6 FhMog

Deposit thickness for each process 144" {6 mm) To Up 142" (12 mm}
{Fosition qualified (2G, 6G, 3F, etc.) 1G 13, Plate and Pipe over 24"
Vertical progression (uphill or downhill) P Up

Mode Transfer, for GMAW Short circuit Short Circuit
Current type/polarity (AC, DCEP, DGEN) DC EP DCEP

ual Examination of Completed weld (QW-302.4) Okay
ransverse face and root bends [QW-462 3(a)]

iD Type Result
SR-F FACE OK
SR-R ROOT Ok
Welding supervised by Ing Paill Ajila G.

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in
accordance with the requeriments of Section IX of the ASME Code.

Organization TIMEC S.A.

e, %

e
.f&r..s L% i _E iy
08011281 2] ;
EXP, 1112014~

5]
T3]
: |

Date Enero 19, 2012

/"

Eﬁ s

\\ / QG

By Ir!g. Luis P. Ajila C.
ICS-CESOL NO. 1125/ CWI-AWS No 08011291

Thia toum (EOCOBA) may be obinined from the Order Dopt., ASME, 22 Law Dviva, Dox glxr. Fakfiald, ML 07007-2300)
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QW 484A WELDER PERFORMANCE QUALIFICATIONS {WPQ]

{See QW - 301, Section X, ASME Boller and Pressure Vessel Code)

Welder's name ROBERTO BOMNE MINA
|dentification Mo, 080044063-8
Stamp, (Welder) W-3

Test Description
Identification of WPS 01 Test coupon Production weld
Specification of base metal{s) SA 36 Thickness 5/16" (8,0 mm)}

Testing Conditions and Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified

Welding Frocess Shaaw ShAW

Type {iemanual, semi-autoiused Manual Manual

Backing (matal, weld metal, double-welded. etc) Mo Mo

Plate  Pipe X {enter diametar if plpa ar tube) 516" (8 mm) 216" up o 5/8", and pipe over 24"

Base metal: P or S-Number to P or S-Number P_No 1 P Mo. 1 Trough P Mo, 11

Filler metal or electrode specification{s) (SFA) (info only) SFA 5.1

Filler metal or electrode clasification{s) (info anly) Ef011

Filler metal F-Mumber (s} F Mo, 3 F Mo 3

Deposit thickness for each process 18" To Up 58" {16 mm)

Position qualified (2G, 8G, 3F, etc.) 2G, 3G v 4G All Groove and Fillet

Vertical progression (uphill or downhill) Down Down

Mode Transfer, for GMAW MA P,

Currant type/polarity (AC, DCER, DCEN) DC EP DCEP

‘isual Examination of Completed weld (QW-302.4) Oka

Alternative radiographic examination results (QW-181) Okay

Films or specimens evaluated by Carlos Almeida Company SENQCORP S.A.
Report Mo.

Welding supervized by Ing Padl Ajila C.

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in
accordance with the requeriments of Section I¥ of the ASME Code.

Crganization TIMEC S.A.
/'(_,.. A
Date Mayo 30, 2012 By "_Ing. Luis P. Ajila C.

ICS-CESOL NO. 1125 ! CWI-AWS No 08011291
This Farm AEQDIEA)Y may be abtiined Iroen the Order Daps., ASME, 27 Law Drive, Boo 2300, Fairield, 8 07007-2300.




