MANUFACTURERS RECORD OF WELDER OR WELDING OPERATOR PERFORMANCE QUALIFICATION (WPQ)
Company Name / Hersteller Welders Name/ SchweilRer Test N° / Probe N°. | Stamp N° / Stempel N°.
Enter Company Name Enter Welders Name Enter Test N° Enter Welders ID
Using WPS N°/ mit SchweiB-Spezifikation N°.ater WPS Usi |Revision N°/ Ausgabe N°iter Rev. of WF |Date / Datum Date WPQ Welded
The above welder is qualified for the following ranges / Der oben genannte SchweiBer ist qualifiziert fiir folgende Bereiche

WELDING VARIABLES / SchweiRverfahrenvariablen ACTUAL WELDED RANGE QUALIFIED
Welding Process / SchweilRverfahren ... ... ... .. ... ... ... ... . ... .. ...... SMAW SMAW

TYPE L Ty,

Backing /Unterlage. ... ... ... ... ... COwith / Mit [ Without / Ohne With

Select Product Form / Wahle Art des Werkstoffes Plate
Select Type of Test / Wahle Art der Prufung Groove
BASE METALS (QW-403) / Grundwerkstoffe
P-Number / P-No. . . 1
Thickness / Materialdicke
Groove / Fugennaht

P1-11, P34, P41-P47 &
unassigned mat. of

to/zu 1 similar chem. comp.

Test Coupon Thickness

Fillet/Kehlnaht. . .. ... ... .
Pipe Diameter / Rohr Durchmesser
Groove / Fugennaht

Not Applicable

Not Applicable 27/8" - (>73mm)

Fillet / KERINANE - -« oo oo e Not Applicable All
FILLER METALS (QW-404) / SchweiBzusatzwerkstoffe
Specification / Spezifikation (SFA) .. ... ... ... . Enter SFA
Class / Klasse (AWS) . . ... Enter AWS

F-NUumMber / F- N .

Consumable Insert / Aufschmelzender Einlegering. .......... ... ... ... ... ....
Solid or Flux Cored / Massivdraht oder rohrférmiger Draht(GTAW & PAW)
Deposited Weld Metal / Schweigut

Groove / Fugennaht. .. ... ...l

F-N° 1 With Backing F-N° 1 With Backing
Not Applicable

Not Appicable

Not Applicable

Enter DWM Thickness Enter DWM Range

Fillet / Kehinaht . ... ... None Al
POSITION (QW-405) / Lage
Groove Weld Test Position / Lage von Fugennaht Probestick ................... 16 e
Plate & Pipe > 24" @ / Blech und Rohr > 609mm @ .. .. .. . . ... ... . . . . . ... . ... ... ...
Plate & Pipe <24” @ / Blech und Rohr < 609mm @ .. ... ... ... . .. ... . . . . . . . F
Fillet Weld Test Position / Lage von Kehlnaht Probestiick .. ............. ... .. .. Not Applicable F

Weld Progression / SchweiRnahtrichtung N/A Welded Flat

GAS BACKING (QW-408) / Gas
For GTAW, PAW and GMAW / Fir GTAW, PAW und GMAW. . ...................
ELEC. CHARACTERISTICS(QW-409) / Elektrische Daten

No Vertical Welding

Not Applicable Not Applicable

Current / Strom

Polarity / Polaritat . ...
Mode of Metal transfer / SchweiR3gutiibertragungsart

Not Applicable

Not Applicable

Not Applicable

Not Applicable

Not Applicable

Not Applicable

FOR OPERATORS (QW-360) / Fiir Bediener

Visual Control/ Visuelle Kontrolle Not Applicable

Not Applicable

Automatic Arc Voltage Control System / lichtbogengesteuertes Drahteinschubgerat. Not Applicable Not Applicable

Automatic Joint Tracking / Nahtverfolgungssystem

Not Applicable Not Applicable

Multiple or Single Pass (per Side) / Mehr - oder Einzellagetechnik.............. .. Not Applicable Not Applicable

GUIDED BEND TEST RESULTS / Biegeversuchsergebnisse

Type and Figure / Typ und Zeichnung Results / Ergebnisse
Qualified by Welding POR POR N°
VISUAL EXAMINATION / Sichtpriifung (QW-302.4) Satifactory
RADIOGRAPHIC TEST RESULTS / Durchstrahlungspriifungs Not Apllicable

FILLET WELD TEST RESULTS / Kehlnahtpriifungsergebnis
Not Applicable
Not Applicable
Not Applicable
Not Applicable

Fracture Test / Bruchzahigkeitspriifung
Lenght and % Defects / Lange und % Fehler
Macro Test / Makrountersuchung

Fillet Size / Kehlnahtgrésse

Convex Not Applicable Concave Not Applicable

Test conducted by / Priifung durchgefiihrt von: Test Number / Prifungs N°:
We certify that the statements made in this record are correct and that the test welds were prepared, welded and tested in accordance with Section IX of the ASME Code

Date / Datum By / Von:




	ProcessCB: [SMAW]
	InsertCB: [With]
	19: Not Applicable
	CoredCB: [Solid]
	17: 
	18: Not Applicable
	20: Not Appicable
	CoredRangeTB: Solid or Metal Cored
	InsertRangeTB: With only
	Date Cert-German: 
	Gas: [With]
	qm4a: QW-361.2 (b) A change from direct visual control to remote visual control and vice-versa.
	qm4: 
	qm3a: QW-361.2 (c) The deletion of an automatic arc voltage control system for GTAW.
	qm3: 
	qm2a: QW-361.2 (d) The deletion of automatic joint tracking.
	qm2: 
	qm1a: QW-361.2 (h) A change from single pass per side to multiple passes per side but not the reverse.
	qm1: 
	ProgressionTB: N/A Welded Flat
	q12a: QW-409.2 A change from spray arc, globular arc or pulsing arc to short circuiting arc, or vice cersa.
	q12: 
	q2: 
	q3: 
	q4: 
	q5: 
	q6: 
	q7: 
	q8: 
	q9: 
	q10: 
	q11: 
	q13: 
	q13a: QW-409.4 A change from from ac to dc, or vice versa, and in dc welding a change from electrode negative (straight polarity) to electrode positve (reverse polarity), or vise versa.
	q11a: QW-408.8 The omission of inert gas backing except that requalification is not required when welding a single-welded butt joint with a backing strip or a double-welded butt joint or a fillet weld. This exception does not apply to P-N° 5X, P-N° 6X and P-N° 10I metals.
	q10a: QW-405.3  A change from upward to downward, or from downward to upward, in the progression specified for any pass of a vertical weld, except that the cover or wash pass may be up or down. The root pass may also be run either up or down when the root pass is removed to sound weld metal in preparation for welding the second side.
	q9a: QW-405.1 The addition of other welding positions than those already qualified. See QW-120, QW-130, & QW-303.
	q7a: QW-404.23 A change from one of the following filler metal product forms to another:                                     (a) flux cored                                                               (b) bare (solid) or metal cored                                       (c) powder
	q8a: QW-404.30 A change in deposited weld metal thickness beyond the range qualified in QW-452 for performance qualification, except as otherwise permitted in QW-303.1 and QW-303.2. When a welder is qualified using radiography, the thickness ranges of QW-452.1 apply.
	q5a: QW-404.15 A change from on F-Number in QW-432 to any other F-Number or to any other filler metal except as permitted in QW-433.
	q6a: QW-404.22 The omission or addition of consumable inserts. Qualification in a single-welded butt joint, with or without consumable inserts, qualifies for fillet welds and single-welded butt joints with backing or double welded butt joints. Consumable inserts that conform to SFA-5.30, except that the chemical analysis of the insert conforms to an analysis for any bare wire given in any SFA specification or AWS Classification, shall be considered as having the same F-Number as that bare wire as given in QW-432.
	q4a: QW-404.14 The deletion or addition of filler metal.
	q3a: QW-403.16 A change in the pipe diameter beyond the range qualified in QW-452, except as otherwise permitted in QW-303.1,, QW-303.2, or when welding corrosion-resistant weld metal overlay is performed parallel to the axis of the pipe.
	q2a: QW-403.18 A change from one P-Number to any other P-Number or to a base metal not listed in QW/QB-422, except as permitted in QW-423, and in QW-420.2.
	q1a: QW-402.4 The deletion of the backing in single-welded groove welds. Double-welded groove welds are considered welding with backing.
	q1: 
	InsertTB: With
	QualifiedPosition2: None
	PositionQualified5: All
	PositionQualified2: F
	PositionQualified4: All
	PositionQualified1: F
	QualifiedPosition1: None
	PositionQualified6: All
	PlatePositionQualified3: F
	FilletPositionQualified: F
	FilletPositionTB: 1F
	PositionTB: 1G
	CoredTB: Solid
	TestType: Groove
	F-NumQualifiedb: 
	F-num: F-N° 1 With Backing
	F-NumQualifieda: F-N° 1 With Backing
	ProductForm: Plate
	P-Number1: 
	PNumber5: 
	PNumber4: similar chem. comp.
	PNumber3: unassigned mat. of
	P2: 1
	P1: 1
	ModeTB: Pulse
	39a: Spray, Globular and Pulse
	GasTB: With
	GasRangeTB1: With Gas Backing Only
	PolarityTB: Short Circuit
	37a: Positive (Reverse Polarity)
	35a: Direct Current (DC)
	CurrentTB: 
	43a: With Only
	AVCTB: Spray
	VisualControlTB: 
	41a: Direct Visual Control
	JointTrackTB: 
	45a: With or Without
	MultiTB: 
	47a: Single or Multi Pass
	ProcessType: Manual
	WeldingProcess: SMAW
	New: 
	Control: 

	TurnIn: 
	Control: 

	Certified By: 
	Date Certified: 
	Lab Number: 
	Test Conducted By: 
	Concave: Not Applicable
	Convex: Not Applicable
	Dim angle: Not Applicable
	Macrographie: Not Applicable
	Fillet Weld Test 2: Not Applicable
	Fillet Weld Test 1: Not Applicable
	RT Exam: Not Apllicable
	Visual Exam: Satifactory
	Results 2: [                    ]
	Type of Test 2: [                                                  ]
	47: Not Applicable
	45: Not Applicable
	43: Not Applicable
	41: Not Applicable
	39: Not Applicable
	37: Not Applicable
	35: Not Applicable
	33: Not Applicable
	Date Performed: Date WPQ Welded
	PQR Number: 
	Results 1: [PQR N°]
	Type of Test 1: [Qualified by Welding PQR]
	46: Not Applicable
	MultiCB: [Multi-Pass]
	44: Not Applicable
	JointTrackCB: [Without]
	42: Not Applicable
	31: No Vertical Welding
	40: Not Applicable
	AVCCB: [With]
	ModeCB: [Pulse]
	VisualControlCB: [Direct]
	38: Not Applicable
	PolarityCB: [(-)Negative]
	36: Not Applicable
	CurrentCB: [DC]
	P-Number2: P1-11, P34, P41-P47 &
	34: Not Applicable
	4: 
	32: Not Applicable
	30: [N/A Welded Flat]
	FilletTestPositionTB: Not Applicable
	FilletTestPositionCB: [1F]
	TestPositionCB: [1G]
	Process: SMAW
	DWMFillet1a: All
	DWMFillet2a: Enter Range
	DWMFillet1: None
	TestPosition1: Not Applicable
	DWMGroove1a: None
	DWMFillet2: Enter DWM Thickness
	DWMGrooveRange: Enter DWM Range
	DWMGroove: Enter DWM Thickness
	DWMGroove1: None
	F-Number: [F-N° 1 With Backing]
	AWS: Enter AWS
	SFA: Enter SFA
	PipeDiaRangePlate3: Enter Range
	PipeFilletDiaRangePlate1: All
	PipeDiaRangePlate4: 2 7/8 " - (>73 mm)
	PipeFilletDia: Coupon Diameter
	PipeFilletDia1: Not Applicable
	PipeDiaRangePlate2: None
	PipeDiaRangePlate1: 2 7/8" - (>73mm)
	PipeDiaRangePlate: Enter Range
	PipeDia: Coupon Diameter
	PipeDia1: Not Applicable
	FilletThk: Test Coupon Thickness
	FilletThk1: Not Applicable
	GrooveThk: Test Coupon Thickness
	GrooveThk1: Not Applicable
	PNumber2: [1]
	PNumber1: [1]
	TestTypeCB: [Groove]
	ProductFormCB: [Plate]
	Vehicle: 
	Type: TurnIn

	WPS Revision: Enter Rev. of WPS
	WPS Number: Enter WPS Used
	Welder ID: Enter Welders ID
	Test N°: Enter Test N°
	Welder: Enter Welders Name
	Company: Enter Company Name


