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NASH ENGINEERING FZCO 

 
 

  

 WPS # 8356-FC-144 

WELDING PROCEDURE SPECIFICATION REV. # 00 

 DATE:15-Mar-2025 
Welding Process(es) : FCAW  
Type(s) :   Semi automatic    Supporting  PQR # NASH 144 

CODES AWS D1.1 M:2020  
BASE METALS  

 TO  
OR 

Specification Type & Grade    :                                 S275  JR /Equivalent 
 TO 

Specification Type & Grade    :                                 S275  JR /Equivalent 
Thickness ranges qualified for : 
Base Metal : Groove:   3 mm to 40 mm. Fillet : All 
Diameter Range Qualified:   NA  
This WPS shall be used for  weld joints of Tertiary lines, platform,platform supports,Handrails,ladder, grating etc 
JOINTS   
Included Angle                 C =  60°  
Root Gap                          A = 3.0-4.0mm.       
Root Face                         B = 1.0-1.5mm. 
Backing : With Backing              

                                                                                                               
THE OTHER APPLICABLE WELD DETAILS SHALL BE AS PER CLAUSE 3.12 & 3.13 OF  AWS D1.1 EXCEPT ‘TKY’ JOINTS. 
FILLER METALS    

 Process(es) FCAW 
 Spec. No. (SFA) 5.36 
 AWS No. (Class) E71T-1C (H5) 
 F. NO. 6 
 A- NO. 1 
 Size of Filler Metals           ∅ 1.2 mm 
 Flux-Wire Class NA 
 Flux Type NA 
 Supplemental Filler Metal None 
 Flux Trade Name NA 
 Electrode / Filler Wire Trade Name Kiswel / Equivalent  
 Recrushed Slag NA 
 Filler wire Product form Flux cored 
 Consumable Insert None 
 Closed Out Chamber (P51 thr. P53) NA 
 Electrode Spacing NA 
Prepared & Reviwed :Syed Ather 
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WPS #8356-FC-144 Rev 00 

POSITIONS  POSTWELD HEAT TREATMENT : NONE 

Position(s) of Groove: V Temperature Range:  ---  

Welding Progression: Uphill Time Range:  --- 

Position(s) of Fillet: All Heating Rate/Hr. 
: 

--- 

PREHEAT  Cooling Rate/Hr. 
: 

--- 

Method : Propane gas with Rose bud torch/ Electrical resistance GAS: For FCAW only 

Preheat Temp.(Min.):  100°C 
 Gas(es) (Mixture) Flow Rate 

Shielding CO2 Single gas 20 – 30 cfh 

Interpass Temp.(Max.) :   250°C  Trailing --- --- --- 

 Purging --- --- --- 
(Continuous or Special heating where applicable should be recorded) Purging duration : 

TECHNIQUE   

String or Weave bead: String & Weave Oscillation: None 

Max. Weave Width: NA Contact tube to work distance: FCAW – 10-20mm 

Orifice/Gas cup size: ---  Multiple/Single pass (per side):  Multipass   

Initial Cleaning: Grinding & or Wire brushing  Multiple/Single Electrode(s):  NA 

Interpass Cleaning: Grinding & or Wire brushing Travel Speed (Range) :   Please see table below 

Method of back gouging:  Air arc gouging or Grinding Peening: None 

Maximum weld deposit thickness per pass : <13 mm Maximum Time between R&H Passes:  NA 

ELECTRICAL CHARACTERISTICS  

Current (A.C./D.C.) : DC  Polarity: Please see table below 

Amps (Range):  Please see table below Volts (Range): Please see table below 

Tungsten Electrode Size & Type: NA Mode of metal Transfer: FCAW-Spray transfer 

Pulsing Current : Not Used (Spray arc, short circuiting arc, etc. for GMAW / FCAW) 

Electrode/Wire Feed Speed Range: NA 

 
Weld 

 
Process 

Filler Metal Current Volts Travel 
Speed 

Max Heat I/P 
KJ/mm 

Passes   
Class 

Dia. 
mm. 

Type & 
Polarity 

Amp.  
Range 

(Range) (Range) 
 mm /min 

 

As required FCAW E71T-1C (H5) 1.2  DC EP 150-180  23-24  220 - 280  1.1 
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WPS # 8356-FC-144 Rev 00 

NOTES  : 

1.  When backwelding is required back gouging  & or grinding shall be done to sound metal  prior to back welding 

     backchip side weld shall be carried as per the back weld parameters. 

2. Tack welding parameters & preheat temperature shall be same as specified in this WPS. 

3. Fillet weld sizes shall be followed as specified in approved fabrication / construction drawings. 

4. Weld area base metal surfaces shall be cleaned from any rust, discontinuity, gouging marks, painting etc. before start of 
welding. 

5. FCAW Process can’t use on root welding of the butt joint unless the root is backgouged. 
6. Flux core arc welding (FCAW) shall not be used for the following: 
a. welding structural items to a pressure/containment boundary; 
b. ifting lugs or similar lifting devices; 
c. tank floor plates. 
d. Production welding using FCAW consumables shall be limited to the same Manufacturer/Supplier brand or trade name as 

used in the Welding Procedure Qualification Record (WPQR). 
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NASH ENGINEERING FZCO 

 
 

  

 WPS # 8356-SM-112 

WELDING PROCEDURE SPECIFICATION REV. # 00 

 DATE: 15-Mar-2025 
Welding Process(es) : SMAW 
Type(s) :   Manual    Supporting  PQR # NASH 112 / NASH 112 ADD-1 

&ADD-2 
CODES AWS D1.1 M:2020  

BASE METALS  
 TO  

OR 
Specification Type & Grade    :                                 S275  JR /Equivalent 

 TO 
Specification Type & Grade    :                                 S275  JR /Equivalent 
Thickness ranges qualified for : 
Base Metal : Groove:   3 mm to unlimited Fillet : All 
Diameter Range Qualified:   NA 
This WPS shall be used for  weld joints of Tertiary lines, platform,platform supports,Handrails,ladder, grating etc 
JOINTS   
Included Angle                 C =  60°  
Root Gap                          A = 3.0-4.0mm.       
Root Face                         B = 1.0-1.5mm. 
Backing : Without Backing 

 

THE OTHER APPLICABLE WELD DETAILS SHALL BE AS PER CLAUSE 3.12 & 3.13 OF  AWS D1.1 EXCEPT ‘TKY’ JOINTS. 
FILLER METALS    

 Process(es) SMAW  
 Spec. No. (SFA) 5.1 
 AWS No. (Class) E7018-1  
 F. NO. 4 
 A- NO. 1 

 Size of Filler Metals           ∅ Ø2.5mm, 3.2mm & 4.0mm 

 Flux-Wire Class NA 
 Flux Type NA 
 Supplemental Filler Metal None 
 Flux Trade Name NA 
 Electrode / Filler Wire Trade Name Bohler / Esab / Equivalent 
 Recrushed Slag NA 
 Filler wire Product form NA 
 Consumable Insert None 
 Closed Out Chamber (P51 thr. P53) NA 
 Electrode Spacing NA 

Prepared & Reviewed by: Syed Ather.                              
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WPS # 8356-SM-112 REV 00 

POSITIONS  POSTWELD HEAT TREATMENT : NONE 

Position(s) of Groove: F,H Temperature Range:  ---  

Welding Progression: Uphill Time Range:  --- 

Position(s) of Fillet: All Heating Rate/Hr. 
: 

--- 

PREHEAT  Cooling Rate/Hr. 
: 

--- 

Method : Propane gas with Rose bud torch/ Electrical resistance GAS: Not used 

Preheat Temp.(Min.):  25°C 
 Gas(es) (Mixture) Flow Rate 

Shielding --- --- --- 

Interpass Temp.(Max.) :   250°C  Trailing --- --- --- 

 Purging --- --- --- 
(Continuous or Special heating where applicable should be recorded) Purging duration : 

TECHNIQUE   

String or Weave bead: String & Weave Oscillation: None 

Max. Weave Width: NA Contact tube to work distance: NA 

Orifice/Gas cup size: ---  Multiple/Single pass (per side):  Multipass   

Initial Cleaning: Grinding & or Wire brushing  Multiple/Single Electrode(s):  NA 

Interpass Cleaning: Grinding & or Wire brushing Travel Speed (Range) :   Please see table below 

Method of back gouging:  Air arc gouging or Grinding Peening: None 

Maximum weld deposit thickness per pass : <6 mm Maximum Time between R&H Passes:  NA 

ELECTRICAL CHARACTERISTICS  

Current (A.C./D.C.) : DC  Polarity: Please see table below 

Amps (Range):  Please see table below Volts (Range): Please see table below 

Tungsten Electrode Size & Type: NA Mode of metal Transfer: N 

Pulsing Current : Not Used (Spray arc, short circuiting arc, etc. for GMAW / FCAW) 

Electrode/Wire Feed Speed Range: NA 

Weld Process Filler Metal Current Volts Travel 
Speed 

Max Heat I/P 
KJ/mm 

Passes   
Class 

Dia. 
mm. 

Type & 
Polarity 

Amp.  
Range 

(Range) (Range) 
 mm /min 

 

 
As required  

SMAW E7018-1 2.5   DC EP 65 - 90  20 – 25  Min.80 1.68 

SMAW E7018-1         3.2  DC EP 90 - 120  22 – 26 Min. 115 1.62 

SMAW E7018-1 4.0  DC EP 130 - 170  22 – 26 Min. 160 1.65 
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WPS # 8356-SM-112 Rev.00 

NOTES  : 

1.  When backwelding is required back gouging  & or grinding shall be done to sound metal  prior to back welding 

     Backchip side weld shall be carried as per the back weld parameters. 

2.  Hot pass shall be applied immediately after root- pass weld cleaned. 

3. Tack welding parameters & preheat temperature shall be same as specified in this WPS. 

4. Fillet weld sizes shall be followed as specified in approved fabrication / construction drawings. 

5. Weld area base metal surfaces shall be cleaned from any rust, discontinuity, gouging marks, painting etc. before start of 
welding. 

6. Max Hardness value 185 HV and Impact tested + 20 Min 85 J Refer  attached Report In PQR Nash 112 Addendum-2  
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