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WPS(16mm) 4% 32 % fic 4 %1
#4L £ i (Filler Metals) % i (Current) TR
. . (Travel speed)
WPS/if #ic | #2327 32
- — ) LR (VOIS) | mm/min(in/min)
(pass) (process) % = (class) % % (diam) &4 ( Polarity) | % 3 Amps(A)
WPS-9-14
SAW F7A2-EM12K 3.2mm DC+ 750 40 150(6)
1
WPS-10-1
SAW F7A2-EM12K 3.2mm DC+ 850 34 200(8)
1
WPS-10-2
SAW F7A2-EM12K 3.2mm DC+ 700 34 175(7)
1
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16mm % 2 % % (2 2)

PR R
B REL w4 ®(0°C » >27]) WG | &M/ f/eE p (98/99)
(Mpa) A % <3, 2mm
X o B
WPS-9-1(A709/16mm) | 561 | 554 | OK | OK | OK | X 44 38 34 42 41 KF550*KW3HP/ £ 1/5/4
NG
4.
WPS-9-2(A709/16mm) | 577 577 | OK | OK 0K 36 33 61 50 52 NG KF550*KW3HP/ £ 1/5/5
2
WPS-10(A709/16mm) | 577 | 575 | OK | OK | OK | OK | 76.6 | 61.5 88 100 | 69.2 PASS KF550*Topcore/ & 1/2/16
WPS-10-1(A709/16mm
562 562 | OK | OK | OK | OK 120 80 116 96 114 PASS ST-55* Topcore / 1/5/15
)
WPS-10-2(A709/16mm
575 | 572 | OK | OK | OK | OK | 142 146 118 144 119 PASS ST-55* Topcore / 1/5/22
)
WPS-9-3(A709/16mm) - - - - - - - - - - - #5573 & | KF550*KW3HP/1/7/15
WPS-9-4(A709/16mm) - - - - - - - - - - - #i% 3 Z | KF550*KW3HP/1/7/22
WPS-9-5(A709/16mm) - - - - - - - - - - - 2 5E% | KF550*KW3HP/1/7/31
10. 2 17.3 12.8 18.1
WPS-9-6(A709/16mm) | 576 | 565 | OK | OK | OK | OK | 7.68 NG KF550*KW3HP/1/8/11
2 8 6 4
27.6 | 19.8 | 22.6 | 13.7 | 10.5
WPS-9-7(A709/16mm) | 576 | 76 | OK | OK | x | x NG KF550*KW3HP/1/8/19
8 5 3 5 6
25.3 23.5 | 11.8 | 21.4
WPS-9-8(A709/16mm) | 576 | 576 | OK | OK | OK | OK 7.04 NG KF550*KW3HP/1/8/21
0 4 2 6
31.1 | 24.7 | 27.1 | 26.4 | 23.2
WPS-9-9(A709/16mm) | 570 | 567 | OK | OK | OK | OK NG KF550*KW3HP/ £ 1/9/22
2 7 5 3 3
WPS-9-10(A709/16mm
- - - - - - - - - - - #5583 | KF550*KW3HP/1/9/18
)
WPS-9-11(A709/25mm 54.4 | 38.7 | 42.6 | 32.7 | 49.3
541 | 543 | OK | OK | OK | OK PASS KF550*KW3HP/ £ 1/9/22
) 6 4 3 0 9
WPS-9-12(A709/16mm
565 | 568 | OK | OK | OK | OK | 21.5 | 24.5 | 23.0 | 25.0 | 15.5 NG KF550*KW3HP/1/11/25
)
WPS-9-13(A709/16mm
602 | 564 | OK | OK | OK | OK | 27.5 | 33.0 | 27.0 | 23.0 | 25.5 NG KF550*KW3HP/1/11/25
)
WPS-9-14(A709/16mm
557 565 | OK | OK | OK | OK | 34.5 32.0 36.0 29.0 30.5 PASS KF550*KW3HP/1/12/4
)
WPS-9-15(A709/16mm %
- - - - - - - - - - - KF550*KW3HP/1/12/17
) 2 )
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(PREQUALIFIED JOINT WELDING PROCEDURE SPECIFICATION)

1.# 11 & § (Material specification) ASTM A709Gr50

2.4% 32 ;£ (Welding process) SAW

3.4 # & 8 (Manual or machine) Machine

4 4% 3% % %+ (Position of welding) 1G

5.%% #. & B # (Filler metal specification) AWS A5.17

6.2 & & B & & (Filler metal classification) AWS EM12K-F7A2

7.4% % (Flux) -

8.4 3K 7 M (Shielding gas) - i & (Flow rate) -
9. & % i (Single or multiple pass) Single pass

10.® & % 4&(Single or multiple arc) Single arc

11.4% & 7 i»(Welding current) DC

12 #& 44 (Polarity) DCEP, -

13.45 & 7 * 3% (Welding progressing) String

14.43 2% £ 72 (Root treatment) Grind(Slag & Mill scale) or brush(Loose rust)

15.3g #fc k& B iE & (Preheat and interpass temperature) 20-38mm=10C(min) , 39-65mm=65°C (min) , 150°C (max)

16.14 # A2 (Postheat treatment) -
#3242 B (WELDING PROCEDURE)

o i Ss/ETT FEER .
E 4 & BF 3
F-Ei RS i Welding current TVS
Electrode Joint detail
Pass no (in/min)
size % 32 Amperes| &3 Volts (mm)
l 6
adiie
16
1 3.2mm 650-902 35-41 6-14
+10 +7 +25 D
% % % I P
L Ceramic CBM-G22
(6x50x610mm)

AAER Bk F SRR E DL1(2006 # ) s HSRERAWTHWOER L3 N - BFRRE T WFERYE 3 F &9
i "L B P 5§ %6 o The procedure may vary due to fabrication sequence,fit-up,pass size,etc,within,the limitation of
variables given in 3 of AWS D1.1(2004/year)Structural Welding Code.

#2. 5 %% (Procedure no) WPS-9-14 #]:$ B 24 2 4 B (Manufacturer of contractor) F.Y.Chu
i3 it 3% %.(Revision no) & %28 ® (QA Department) Z.Y.Horng

p ¥ (Date) 98.12.4
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(WELDING PROCEDURE QUALIFICATION TEST RECORD)

#2 i 4> (PROCEDURE SPECIFICATION)

1. 4 4= (Material specification) A709Gr50
2.4% = ;2 (Welding process) SAW
3.+ #5 & % % (Manual or machine) Machine

4.4% 3% % (Position of welding) 1G
5.7 . & %% #* (Filler metal specification)

AWS A5.17
6.%% 3 £ & & = (Filler metal classification) EM12K(KW3HP)
7.4 # (Flux) F7A2 (KF550)

8.4% # # %4 (Shielding gas) - o2 (Flow rate) -

9.8 & % i (Single or multiple pass) Single pass
10.¥ ¢ % 7 & (Single or multiple arc) Single arc
11.4% £ 7 sr (Welding current) DC+

12.4% #5387 & ;% (Welding progression) String

13.5¢ #4:8 A& (Preheat temperature) 30°C(% &)
14.14 #1 32 (Postheat treatment) -
15.&%3%? 4+ ¢ (welder > s name) BiE iz

16.4& % >+ AWS &ﬁéﬁﬁ (Has no AWS classification) -

17.p AR 4 % (VISUAL INSPECTION 9.25.1) -

18. #} BL(Appearance) No defect

19.:8 %% M (4% 4 ) (Undercut) none
20.¢ 7 & 3-(Piping porosity) none
21.:#5% p ¥y (Test date) 98.12.04
22,7 M * (Wi tnessed by) Feng Yaw Chu

B e RiEm s %
(GROOVE WELD TEST RESULTS)

£ 4 3 & (N/mm2)

1 557 , 565

280 FR(JIF 25 5 2R A 4R R -

Guided-bend tests(2 root,2 face or 4 side-bend)

) & side ) %* side
1. OK 3. OK
2. OK 4. OK

b4 2 42 5 4 # 5% (Radiographic or Ultrasonic
examination)
RT 3F 2 %% (RT report no) -
UT 3F 2 %5 (UT report no)
& 4% 38 5% 2 % (FILLET WELD TEST RESULTS)
Epizs b i Epiza iy
4452 B % BR2 Bk %

(Minimum size multiple (Maximum size single

Acceptable

pass Macro-etch)
1. OK 3. OK 1. - 3. -
2. OK 2. -
= :2 2% (Impact tests) :  OK
# 5 ¢ < (Size of specimen)
#5%8 & (Test temp) 0C
J: 345,320,36.0,29.0,305
¥ % % # 5% 4% (Laboratory test no.) MTT85723-3

pass Macro-etch)

10mMmx10mmx55mm

4% 3 4% B (WELDING PROCEDURE)

P8

S | BiERE &7 ;% Welding current Wi R P
Pass no. | Electrode size % ¥ Ampers * 4 Volts TVS Joint detail
l'—ﬂef—
1(Side-A) 3.2mm 750 150 mm/min (6 in/min)
40 16
A

WRW AL LN G ARG, N M A2 R L (7, 1 29 AWS DLL # (2004 & R) B EeRIE RS 4§28 RPHE - (Wethe

undersighed,certify that the statement in this record are correct and that the test welds were prepared , welded , and tested in accordance with the requirement of

S.4 AWS D1.1(2004/year) Structural Welding code.
#2 B Y% (Procedure no) PQR-9-14

i2 I % %.(Revision no)

p #r (Date)

1 B2 1% 4 Fu(Manufacturer of contractor)

& F=3%  (QA Department)

F.Y.Chu

Z. Y. Horng

99.01.08
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e AL RALSE L #1
(PREQUALIFIED JOINT WELDING PROCEDURE SPECIFICATION)
1.# 11 & § (Material specification) ASTM A709Gr50
2.4% 32 i (Welding process) SAW
3.4 # & 8 (Manual or machine) Machine
4.4% 3% % %+ (Position of welding) 1G
5.%% #. & B # (Filler metal specification) AWS A5.17
6.2 & & B & & (Filler metal classification) AWS EM12K-F7A2
7.4% % (Flux) -
8.4 3 7 H (Shielding gas) - i & (Flow rate) -
9. & % i (Single or multiple pass) Single pass
10.® & % 4&(Single or multiple arc) Single arc
11.4% & 7 i»(Welding current) DC
12 #& 44 (Polarity) DCEP, -
13.45 & 7 * 3% (Welding progressing) String
14.43 2% £ 72 (Root treatment) Grind(Slag & Mill scale) or brush(Loose rust)

15.3g #fc k& B iE & (Preheat and interpass temperature) 20-38mm=10C(min) , 39-65mm=65°C (min) , 150°C (max)
16.13 # 32 (Postheat treatment) -

442 A (WELDING PROCEDURE)

R Ss/ETT FEER .
E 4 & BF 3
F-Ei RS i Welding current TVS
Electrode Joint detail
Pass no (in/min)
size & 32 Amperes| &3 Volts (mm)
l 4
sl
16
1 3.0mm 630-770 32-40 6-18
+10% +7% +25%
I ~
L Ceramic CBM-22
(6x50x610mm)

RAER kX FSEP§ DL12004 2 R)p e R AU A WIEER B 5 S BERRE FHFERY 3
F & U B P RaE § ## o The procedure may vary due to fabrication sequence,fit-up,pass size,etc,within,the
limitation of variables given in 3 of AWS D1.1(2004/year)Structural Welding Code.

#2. 5 %% (Procedure no) WPS-10-1 %] 1$ B & 2 4 B (Manufacturer of contractor) F. Y. Chu
iZ it % %.(Revision no) & 3% ® (QA Department) Z.Y.Horng

p #F (Date) 98.5.12
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(WELDING PROCEDURE QUALIFICATION TEST RECORD)

#2 i 4> (PROCEDURE SPECIFICATION)

1. 4 4= (Material specification) A709Gr50
2.4% = ;2 (Welding process) SAW

3.+ #5 & % % (Manual or machine) Machine
4.4% 3% % (Position of welding) 1G

5.7 . & %% #* (Filler metal specification)

AWS A5.17

6.% 3 & & & = (Filler metal classification) EM12K(Topcore)
F7A2 (ST-55)

7.4% 2 (Flux)

8.4 3 # %4 (Shielding gas)
9.8 & % i (Single or multiple pass)

s & (Flow rate) -

Single pass

10.¥ ¢ % 7 & (Single or multiple arc)

11.4% £ 7 sr (Welding current)

Single arc

DC+

12.4% 38 7 & ;% (Welding progression)

13.5g 448 & (Preheat temperature)

String

30°C(# %)

14.t4 % 32 (Postheat treatment) -

15.4% % 4 & (welder - s name) A
16.4& % >+ AWS &ﬁéﬁﬁ (Has no AWS classification) -

17.p AR 4 % (VISUAL INSPECTION 9.25.1) -

18. #} BL(Appearance) No defect

19.:8%% ™ (4% 4)(Undercut) none
20.¢ 7 & 3-(Piping porosity) none
21.:#5% p ¥y (Test date) 98.05.15
22,7 M * (Wi tnessed by) Feng Yaw Chu

B AR sk B %
(GROOVE WELD TEST RESULTS)
4 3 & (N/mm2)
1. 562 , 562
2.5 R (1IE 28 - 5§ 2B 4 5|5 -
Guided-bend tests(2 root,2 face or 4 side-bend)—
) & side ) %* side
1. OK 3. OK
2. OK 4, OK
b4 2 42 5 4 # 5% (Radiographic or Ultrasonic
examination)
RT 3F 2 %% (RT report no) -
UT 3F 2 %5 (UT report no) Acceptable
& £% 32 5% & % (FILLET WELD TEST RESULTYS)
Epizs b i Epiza iy
32 & % i E =
(Minimum size multiple (Maximum size single
pass Macro-etch) pass Macro-etch)
1. OK 3. OK 1. - 3. -
2. OK 2. -
4 :2 2% (Impact tests) :  OK
5 2 ~f (Size of specimen)  10mmx10mmx55mm

5k 8 A (Test temp) 0C
J: 120,80,116,96,114
9 2% % @5 %% (Laboratory testno.) MTT83884-1

4% 3 4% B (WELDING PROCEDURE)

P10

S | BiERE &7 ;% Welding current Wi R P
Pass no. | Electrode size % ¥ Ampers * 4 Volts TVS Joint detail
|
1(Side-A) 3.0mm 700-850 200 mm/min (8 in/min) 16
33-34

R DAL LN F R AR, BRI B F 4R R 7, 0 45 AWS DLL # (2004 i 4R) SRR LY 4§ &2 & AHE - (Wejthe

undersighed,certify that the statement in this record are correct and that the test welds were prepared , welded ,

S.4 AWS D1.1(2004/year) Structural Welding code.
#2 B Y55 (Procedure no) PQR-10-1

i3

#] 3% B 24 1% 4 Ak (Manufacturer of contractor)

=3
3 it Y»%.(Revision no) & %38 F* (QA Department)

F.Y.Chu

and tested in accordance with the requirement of

Z. Y. Horng

P #7(Date) 98.0520
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Tk LA RAT R AP -
(PREQUALIFIED JOINT WELDING PROCEDURE SPECIFICATION)
1.# 11 & § (Material specification) ASTM A709Gr50
2.4% 32 i (Welding process) SAW
3.4 # & 8 (Manual or machine) Machine
4.4% 3% % %+ (Position of welding) 1G
5.%% #. & B # (Filler metal specification) AWS A5.17
6.2 & & B & & (Filler metal classification) AWS EM12K-F7A2
7.4% % (Flux) -
8.4 3 7 H (Shielding gas) - i & (Flow rate) -
9. & % i (Single or multiple pass) Single pass
10.® & % 4&(Single or multiple arc) Single arc
11.4% & 7 i»(Welding current) DC
12 #& 44 (Polarity) DCEP, -
13.45 & 7 * 3% (Welding progressing) String
14.43 2% £ 72 (Root treatment) Grind(Slag & Mill scale) or brush(Loose rust)

15.3g #fc k& B iE & (Preheat and interpass temperature) 20-38mm=10C(min) , 39-65mm=65°C (min) , 150°C (max)
16.13 # 32 (Postheat treatment) -

442 A (WELDING PROCEDURE)

R Ss/ETT FEER .
E 4 & BF 3
F-Ei RS i Welding current TVS
Electrode Joint detail
Pass no (in/min)
size & 32 Amperes| &3 Volts (mm)
l 5
sl
16
1 3.0mm 630-770 32-40 6-18
+10% +7% +25%
I ~
L Ceramic CBM-22
(6x50x610mm)

RAER kX FSEP§ DL12004 2 R)p e R AU A WIEER B 5 S BERRE FHFERY 3
F & U B P RaE § ## o The procedure may vary due to fabrication sequence, fit-up,pass size,etc,within,the
limitation of variables given in 3 of AWS D1.1(2004/year)Structural Welding Code.

#2. 5 %% (Procedure no) WPS-10-2 %] 1$ B & 2 4 B (Manufacturer of contractor) F. Y. Chu
iZ it % %.(Revision no) & 3% ® (QA Department) Z.Y.Horng

p #F (Date) 98.5.20
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(WELDING PROCEDURE QUALIFICATION TEST RECORD)

#2 i 4> (PROCEDURE SPECIFICATION)

1. 4 4= (Material specification) A709Gr50
2.4% = ;2 (Welding process) SAW

3.+ #5 & % % (Manual or machine) Machine
4.4% 3% % (Position of welding) 1G

5.7 . & %% #* (Filler metal specification)

AWS A5.17

6.% 3 & & & = (Filler metal classification) EM12K(Topcore)
F7A2 (ST-55)

7.4% 2 (Flux)

8.4 3 # %4 (Shielding gas)
9.8 & % i (Single or multiple pass)

s & (Flow rate) -

Single pass

10.¥ ¢ % 7 & (Single or multiple arc)

11.4% £ 7 sr (Welding current)

Single arc

DC+

12.4% 38 7 & ;% (Welding progression)

13.5g 448 & (Preheat temperature)

String

30°C(# %)

14.t4 % 32 (Postheat treatment) -

15.4% % 4 & (welder - s name) A
16.4& % >+ AWS &ﬁéﬁﬁ (Has no AWS classification) -

17.p AR 4 % (VISUAL INSPECTION 9.25.1) -

18. #} BL(Appearance) No defect

19.:8%5 ™ (4% 4)(Undercut) none
20.¢ 7 & 3-(Piping porosity) none
21.:#5% p ¥y (Test date) 98.05.22
22,7 M * (Wi tnessed by) Feng Yaw Chu

B AR sk B %
(GROOVE WELD TEST RESULTS)
4 3 & (N/mm2)
1. 575 , 572
2.5 R (1IE 28 - 5§ 2B 4 5|5 -
Guided-bend tests(2 root,2 face or 4 side-bend)—
) & side ) %* side
1. OK 3. OK
2. OK 4, OK
b4 2 42 5 4 # 5% (Radiographic or Ultrasonic
examination)
RT 3F 2 %% (RT report no) -
UT 3F 2 %5 (UT report no) Acceptable
& £% 32 5% & % (FILLET WELD TEST RESULTYS)
Epizs b i Epiza iy
32 & % i E =
(Minimum size multiple (Maximum size single
pass Macro-etch) pass Macro-etch)
1. OK 3. OK 1. - 3. -
2. OK 2. -
4 :2 2% (Impact tests) :  OK
5 2 ~f (Size of specimen)  10mmx10mmx55mm

#5%8 & (Test temp) 0°C
J: 142,146,118,144,119
9 2% % @5 %% (Laboratory testno.) MTT83884-2

4% 35 4% B (WELDING PROCEDURE)

P12

S | BiERE &7 ;% Welding current Wi R P
Pass no. | Electrode size % ¥ Ampers * 4 Volts TVS Joint detail
| T
1(Side-A) 3.0mm 700 175 mm/min (7 in/min) 16
34

R DAL LN F R AR, BRI B F 4R R 7, 0 45 AWS DLL # (2004 i 4R) SRR LY 4§ &2 & AHE - (Wejthe

undersighed,certify that the statement in this record are correct and that the test welds were prepared , welded ,

S.4 AWS D1.1(2004/year) Structural Welding code.
#2 B Y55 (Procedure no) PQR-10-2

i3

#] 3% B 24 1% 4 Ak (Manufacturer of contractor)

=3
3 it Y»%.(Revision no) & %38 F* (QA Department)

F.Y.Chu

and tested in accordance with the requirement of

Z. Y. Horng

p #7(Date) 98.0520
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32 F E ikt

(1)#-A %P% T R B eE 2 KFS50 5 e KW-3HP % '3 3 ¢ #4548 (79 % 16mm
PR doBl 19T o BAGEREERESE TREER Y RE- BERY ST
I P PRI EMRIZEN LETT 2 1ommirdsds > P AR T e @ &
AWS A5.17 FTA2 chLde - Bl 20 30 4 5 16omm s a2 g i £ 0 E B Y -

d B 7 Ao 0B e & KFS50 45 e KW-3HP & #4% 414% 4% 16mm > H - 45§
s lg > D @dtfad 2 o Bt 0 FREANSEHT R A& iiihe KL IR
F b Ri4ed &2 o

e A5

R R 1 T R, B ]



WPS-9-14 Macro-etch 4 :

WPS-9-14 (17mm)
|

WPS 9-14 16 mm f#iﬁﬁﬁ@fﬁ'lﬁl@%' 2

WPS-9-14 (17mm)
2

WPS 9-14 16 mm %ﬁf?ﬁ%ﬁlil@l[ﬁ' 3

T

AER

WPS-9-14 (17mm) |
3 1

WPS 9-14 16 mm %ﬁ#ﬁ@flil@[ﬁ' 4

P14
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(2)34 & % *3 4 Butt Joint ¥4 3 % & ¥
AR RIS R S 16mmx2000mx2000mn 1 € 1A R T > # 7 R AR

#42H KW-3HP 42 s KF550 42 S 4255 7 40 BB WPS-9-14 8232 [ 2 %1 (v ¥

B2 & RAf B ¥ ey




AR E SRR AR &

FPEBEMEF R EFLTEY

PR R 1 R R

P16
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N e LR LTIt

.1

(D= #&fﬁ.@rkﬁ(MOQGrSO 16mm/t) % %3 & (SAW)
P) S SR T T N
it o

d AL E BRI EFRTFRY wHITEBB IR REZ
EAFHRLIETFIRER Y BEFR ?}‘?”%5{.
WPS-10-1 ~ WPS-10-2(16mm) £ i¢ * 4= # R p b & % i
WPS-9-14(16mm) 84 Fidsk B %358 £ > F'd & 1
‘#F‘;L}fﬁ Pou Bl ITaR RS RIEE EPL T

(2) 355 SADFASR L UT & 5% > 3§
BREETFEAPBREFEFET TR HRTRR D
o3 Rk 450-610MPA(46-62Kg/mm”) > BRI #p%kE S 4 &
ek Ko 72 <3, 2mm » % & 0°C>27] 2 Macro-etch £
EBBREALS T
@34 WPS-9-14(16mm) = WPS-10-1(16mm) -
WPS-10-2(16mm) ~ ¢ £ 54 & (16mm)2 425 i # 7l
(UT) & #4842 -

@3 & ¥ WPS-9-14 ~ WPS-10-1 ~ WPS-10-2, # PQR
RHIEL o

%%(&fﬁﬁ?%é ‘3’)
(I)P,L > &
X?ﬁb@tfg.&#m?%# AWS D1.1 0T & RiR%¥ - &
E5 0CR*»2T] 2 & BRiL 51*"‘“’;3'1’»
X LR BIEY 16mm 4k B 607 &% AWS D1.1 &R
:ﬁ'«ﬁi-f"i A 3% B-L2c-S i H & SAW ¢ 1+ & SideA@‘FZiﬁ’
Ta EJj(BACKGOUGE)?-& 2 R FER T HigH
R ptR i*]}%‘rﬂ @@ﬁéw&éﬂ(KwsHP)
paﬁﬁ KF-5503% B 4535 W7 13 7 2 2 = g
ke
(2)&*’.&%@#@%&%}_&#& FREFHFFSHwmI-T
1LE5d 5 =x33% 1m&REfkl g e 23 S BBETR
%ﬁé‘»f"é » »EBEFIREAP 6T 120K]/cm v R4 R
* 8T&82KJ/cm ¢ * <~ » 3 & & & M4 Root opering 4«
S ARSI EBT 2L o T IR
WPS-9-14=T50x40x60/15=120KJ/cm(R 1. bum) ¢ * B} A 3 &4
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WPS-10-1=2850x34x60/20=87KJ/cm( & K. 4mm) # * ] *} 4t K 4% 44
WPS-10-2="T700x34x60/17. 5=82KJ/cm( & I bmm) ¢ * B *}4g F4% 1+
2.16mm 2 5E 4k 3 B H S % 1 e 2 FlapAsA 7 by
THFET ZAPLEHER R PRI 2P 2387 Lo B %
EPHEARERIPR BRY FRRAERENRE §
PERFEREZ BRELBAFRFIEHIPZ UES

o MR AR E A2 TR

SHBERBEF SAWEASENREL ) LR EFLE F Py
A ARFLRTR AR T M E B HAER A AF Y
B PEARRT I IHBBRIF P LG LR
FPHB LIRS EHEGTL AR o

A RHEAE RS A TR A ER B B
33 H 5 f 9T-EC-17-A-05-11-014 , e+ 3 5% » @
BATAESETEJRE R o

=N gt—é; > %{‘-
1.American Welding Society(Structural Welding Core-Steel » AWS

DI1.1/D1.1M:2006)
2.American Society of Mechanical Engineers(2001 ASME BOILER &
PRESSURE VESSEL CODE, ASME Part C)

3.CHINASTEEL CORPORATION #& &+



