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. Short intro

. WeldPulse Wizard®
. Quick Weld®

. Material Properties
. Filler Properties

. PQR

. WPS

. Welding Cost

. Ferrite Content

e Train me®
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WeldPulse® Arc Edition is an all-in-one package for welding in petrochemical industries. Arc Edition is specifically
designed for companies in order to manage welding procedures and welders, enabling engineers to extract and
store welding data along with taking day-to-day welding decisions. It helps in taking welding decisions and
provides you a competitive edge in your welding career.

WP
WELDPULSE
Version 1.0

ARC

EDITION
(V1315)

"WeldPulse Splash Screen”

Licensed To:
PetroStreet

Valid thru 28-Nov-2025

PETROST

fueling engineers to build a

© PetroStreet Limited. All rights re:
trademarks or trademarks of PetroSt
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WELDPULSE WeldPulse Wizard®

WeldPulse Wizard® is designed to enable user setting up his welding profile when

the program gets a first run. It also facilitates in getting the right module according
to the needs.

It helps the user in customizing the program according to his skill level and needs.

2P WeldPulse
File Edit Tools Program Help

MBLELY " @®®o o [0 a3 - | StUnits

®

WELDPULSE

WeldPulse Wizard® is 2 smart module, intelligantly designed to provide you the best solutions
based upon your requirements and infarmatian in hand

Irrespective of your backgound knowledge in Welding related issues, we strongly recommend
you to go through the Wizard as WeldPulse® will adapt to your needs. It can take you directly
to the solution of your problem just in few clicks. However, you can exit and select the
required module under the Frogram menu of WeldPulse®.

Dontt run this wizand again at the startup.

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.

A welding software by
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When you run WeldPulse® the following window appears:

F WeldPulse e —
File Edit Tools Program  Help

NEHLE RO O O O B aAmens -+ | S1Units .

&

WELDPULSE

WeldPulse Wizard® is a smart moedule, intelligently designed to provide you the best solutions
based upen your requirements and information in hand.

Irrespective of your backgound knowledge in Welding related issues, we strongly recornmend
you to go through the Wizard as WeldPulse® will adapt to your needs. It can take you directly
to the solution of your problem just in few clicks. However, you can exit and select the
required module under the Program menu of WeldPulse®.

Don' run this wizard again at the startup. I Exit Wizard I [ Start Wizard

All logos and names are copyrighted material of A weldi ft b
PetroStreet Unauthorized use is strictly prohibited. we PQ?OSS%GV'\&/?F@ Yy
© Copyright PetroStreet. All rights reserved.




WP MPULSE We ‘ d P U | SE W |Zd I’d v —

When you click Next, it takes your welding profile

WP

WELDPULSE

My Welding Profile:

M 1 don't have any knowledge about welding. (Novice)
W | know the basics of welding. (Beginner)
W i lam a professional, it's my field. (Professional}

| Bt Wizard | | Next

Profile settings customizes the inputs and results suiting your experience level in
welding. Therefore, it is recommended to set your profile.

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.
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Following window appears after setting the profile:

‘ H P@
WELDPULSE

WeldPulse

My Weldin

Your profile has been set to Beginner successfully.
Please run the specific module from 'Program’ menu,

Click OK to move forward

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.
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PR WeldPulse Wizard®

Blank screen will appear as software has assumed your profile settings.
From here on, either you run the WeldPulse Wizard® from Tools menu or select any module from Program

File  Edit | Tools | Program  Help
'h & = |@ e M File Edit Tools | Program

Preferences Cuick Welding Guidance

Welding Procedure Specification Wizard

Fillers Database (ASME Sec. I Part C)
Material Database (ASME Sec. I Part )
Eszential Variables

Welding Calculations

» ASME I{ Welding Forms

All logos and names are copyrighted material of A weldi ft b
PetroStreet Unauthorized use is strictly prohibited. we PQ?OSS%GV;/?F@ Yy
© Copyright PetroStreet. All rights reserved.
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We continue with WeldPulse Wizard®. Click Start Wizard

F WeldPulse
File Edit Tools Program  Help

PNE LAY G e @®O O [ AMEI - SUunis -

&

WELDPULSE

WeldPulse Wizard® is a smart moedule, intelligently designed to provide you the best solutions
based upen your requirements and information in hand.

Irrespective of your backgound knowledge in Welding related issues, we strongly recornmend
you to go through the Wizard as WeldPulse® will adapt to your needs. It can take you directly
to the solution of your problem just in few clicks. However, you can exit and select the
required module under the Program menu of WeldPulse®.

Don' run this wizard again at the startup. I Exit Wizard I [ Start Wizard

All logos and names are copyrighted material of A weldi ft b
PetroStreet Unauthorized use is strictly prohibited. we PQ?OSS%GV'\&/?F@ Yy
© Copyright PetroStreet. All rights reserved.
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WeldPulse® presents you with modules suiting your welding profile

WeldPulse
File Edit Toocls Pregram  Help

f‘hiﬂh}al@@..@ﬁﬂmmnﬂs « | SlUnits -

2

WELDPULSE

Your welding profile is set to 'Beginner'. Program will assume these settings.
Click here to change your profile.

. Material properties
Estimate welding cost Select Applicable Code:

(b Quick welding procedure

wes Complete Welding Procedure
. Filler material properties

weg Welder Qualification

ASME B31.3 A

|Ei'ﬂiz.ﬂd| Nexd

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.
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WeldPulse Wizard®

For example, click Quick Welding Procedure

‘ H P@
WELDPULSE

Your welding profile is set to 'Beginner'. Program will assume these settings.
Click here to change your profile.

This module helps in generating a quick welding procedure with only the key information like
welding consumnables, pre-heat and post heating requirements.

Select Material Group:  All Materials * ToWeldWith All Materials >

Material Designation: *  ToWealdWith =

| Close || weld Now |

Note: Modules including WPS, PQR, Ferrite Check, CE, HI, Properties, procedure &
performance qualifications do not have any impact on profile settings.

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.
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QuickWeld®
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WELDPULSE

:
QuickWeld®

QuickWeld® is designed to provide you quick welding guidelines just by providing
the materials information. You need to know about the construction code, materials
to be welded and their joint thickness to make best use of QuickWeld

Inputs

Material information (containing 500+ materials in database)
Construction code (ASME B31.3, B31.1 ASME Sec. I, Sec. VIII-1 & 2)

Results (depends upon profile)

Pre-heat

Interpass

Filler & electrode (GTAW & SMAW only)
Post weld heat treatment

General comments, if any

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.

A welding software by
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Let's start QuickWeld® module in Novice settings:

o WeldPulse
File Edit Tools Program  Help

Eﬁﬁtﬂl&:ﬂl@@..eoﬂmmms « | stunits =

1 H P®
WELDPULSE

Your welding profile is set to 'Movice'. Program will assume these settings.
Click here to change your profile.

This module helps in generating a quick welding precedure with only the key information like
welding consumnables, pre-heat and post heating requirements.

Select Material Group:  All Materials * ToWeldWith All Materials -

Material Designation: *  ToWeld With A

I need help on "Material Designation” (@)

[ Close ][ weldNow |

All logos and names are copyrighted material of A weldi ft b
PetroStreet Unauthorized use is strictly prohibited. we PQ?OSS%GV'\&/?F@ Yy
© Copyright PetroStreet. All rights reserved.
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'
uickWeld®

Let's have a look at QuickWeld® in Novice settings

File Edit Tools

Program  Help

CNEEILS G EO® 0o o @5 asvEss

~ | SIUnits - |

=

WELDPULSE

Your welding profile is set to 'Novice' Program will assume these settings
Click here to change your profile.

This module helps in generating a quick welding procedure with only the key information like
welding consumables, pre-heat and post heating requirements.

Select Material Group:  Low Alloy Steel + ToWeldWith Stainless Steel

Material Designation: ToWeld With |E
1 need help on "Material Designation” (@)

[ e (Vlahes

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.
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Material designation guidelines...

File Edit Teols Program Help

CNEEILS G EO® 0 o @ - asvesss - SlUnits -

=

WELDPULSE

Your welding profile is set to '"Movice'. Program will assume these settings
Click here to change your profile.

This module helps in generating a quick welding procedure with only the key information like
welding consumables, pre-hest and post heating requirements.

Select Material Group:  Low Alloy Steel * ToWeldWith Stainless Steel

Material Designation: To Weld With

1 need heip on "Material Designation™ @

[ e (wtarn]

Material Designation is unigue identification number given by AS TM (American Standard of Testing
Materials). Forprecise welding procedure you must pravide this information.

If you are unabie to provide material designation, WeldPulse® Novice module can provide you general
guidetines for welding two basic material groups.

Provide General Guidelines

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.

A welding software by
© Copyright PetroStreet. All rights reserved.
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If you don't know the material specifications, click general guidelines:

File Edit Teols Program Help

CNMEEILS G EO® 0 o @ asmess - SlUnits

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.

Minimum preheat

Minimurm preheat temperature must be set based upon the requirernent of low
alloy steels. Knowledge of exact low alloy grade is important for minimum
preheat value

Electrode/Filler
ER309 / E309

Maximurn interpass

; p should be 316 C (600 F)

Post weld heat treatment

Post weld heat treatment if required by the construction code for low alloy side
needs to be done. It is advised to perform buttering for 12 mm with ER309 on low
alloy side and then perform PWHT. After that weld with the stainless steel end and
no PWHT is required.

set to 'Movice'. Program will assume these settings
ppur profile.

lenerating a quick welding procedure with only the key information like
pre-hest and post heating requirements.

Low Alloy Steel * ToWeldWith Stainless Steel
- ToWeldWith @

1 need heip on "Material Designation™ @

Inique identification number given by ASTM (American Standard of Testing
Flding procedure you must provide this information.

He material designation, WeldPuise® Novice module can provide you general
o basic material groups.

| Provide General Gui

A welding software by
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'
QuickWeld®

Results for Novice settings are as here (part 1/2):

File Edit Tools

Program  Help

CNEEILS G EO® 0 o @ - asvesss

~ | SIUnits -

=

WELDPULSE

Your welding profile is set to '"Movice'. Program will assume these settings

Base Material: SA-335Gr Pra to: SA-3122GrTP304
Preheat Temperature: 149 C (300 F)

Filler Wire (GTAW):
Interpass temperature:

ERzog

316 C (Boo F) max. Mot mentioned in ASME B31.3, taken
from APl 582

Electrode (SMAW): Ezog-a6 f-a5

-

[ gk [ e |

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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Results for Novice settings are as here (part 2)/2:

b L WA E U Y

File Edit Tools Program Help

NBEHLY WP O®0 0 @[ ameus - | Slunits

- W SICIR:

E

WELDPULSE

Yourwelding profile is set to '"Movice'. Program will assume these settings.

Postweld Heat Treatment: jos - 746 C (1300 - 2375 F) fort = 13 mm (/2 in)} or for
material with minimum tensile strength greater than 74 ksi
at all thicknesses. Apply heat treatment for 1hrfzs mm (1
in.}. Minimurn holding time is 2 hours. Chack hardnass after
heat treatment which should not exceed 225 BHN.
Alternate filler material is ER/E-NiCrFe-2 or -3. When one of
the material to be joined is ferritic, consider buttering 12
mm on the ferritic side with the electrode ffiller specified

General Comments:

All logos and names are copyrighted material of

PetroStreet Unauthorized use is strictly prohibited.

A welding software by
© Copyright PetroStreet. All rights reserved.
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Let’s change the profile to beginner and then use QuickWeld®:

WP WeldPulse i
File Edit | Tools | Program  Help
9B L | W8 WeldPulse Wizard o T L I—

Preferences

Company Name: Company Loge
Default User name:  PetroStreet

Default Currency to be used: USD

Chaﬂge the proﬂ'e to Currency Conversion factor: o per unit USD

beginner and click Save Default Units British Units -
g User Experience Profile: Professional -

Settl ngs Application Settings:
() Don't run WeldPulse main wizard at the startup.

(C) Don't run Welding Cost Wizard
@ Share WeldPulse modules usage data with WeldPulse team

Cancel Save Settings

All logos and names are copyrighted material of A weldi ft b
PetroStreet Unauthorized use is strictly prohibited. we PQ?OSSOUG\Z?G Yy
© Copyright PetroStreet. All rights reserved.
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WELDPULSE

QuickWeld®

EDITION

See in this profile setting, no general guidelines offered

UF WeldPulse .
File Edit Tools

N A T L W N
| Program  Help
NMEFEH LS =@ ® O 0 @ | ameens

- W W sl %

= | Slunits -

E

WELDPULSE

Your welding profile is set to 'Beginner'. Program will assume these settings.
Click here to change your profile.

This module helps in generating a quick welding procedure with only the key information like
welding consumables, pre-heat and post heating requirements.

Select Material Group:  All Materials ~ ToWeldWith All Materials
Material Designation: +  ToWeld With

Cam)

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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See the level of details offered to Beginner (part 1/3):
e -_— wmmsooow - - W

(=]

£

File Edit Tools Program Help

NBEHLS S @@ O @E-|aMEE3 - | Sunis =

E

WELDPULSE

Yourwelding profilz is set to 'Beginner'. Program will assume these settings.

Base Material: SA-335Gr P11 to: SA-312GrTP304
Principal Composition: 1-1/4Cr1{2Mo-5i 18Cr8Ni
P-Number: 8

&

Preheat Temperature: 149 C (300 F)
Filler Wire (GTAW): ER309
F-Number: 3

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.
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uickWeld®

EDITION

See the level of details offered to Beginner (part 2/3):

08 Weldpuse N A TN . b N L
File Edit Tools Program Help

(=]

£

NEELS G O® 0 0 O v

= | SlUnits -

E

WELDPULSE

Yourwelding profilz is set to 'Beginner'. Program will assume these settings.

A-Number: 8
Interpass temperature: 316 C (boo F) max. Mot mentioned in ASME B31 3, taken
from AFl 582

Electrode (SMAW): E3zog-16 [-15

F-Number: 5

A-Number: 8

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.
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See the level of details offered to Beginner (part 3/3):
8 e - w0 -

File Edit Tools Program Help

NEHLY @@ O®0 0 0| M - | SlUnits -

- - SICIR:

E

WELDPULSE

Yourwelding profilz is set to 'Beginner'. Program will assume these settings.

Postweld Heat Treatment: 7os -746C (1300 - 1375 F} fort = 13 mm (2fz in.} or for
material with minimum tensile strength greater than 74 ksi

at all thicknesses. Apply heat treatment for 1hrfzs mm (1

in.}. Minimurn holding time is 2 hours. Check hardness after

heat treatment which should not exceed 225 BHN.

Alternate filler material is ER/E-NiCrFe-2 or -3. When one of |i|

the material to be joined is ferritic, consider buttering 1z

mm on the ferritic side with the electrode ffiller specified B

General Comments:

All logos and names are copyrighted material of

PetroStreet Unauthorized use is strictly prohibited.
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:
uickWeld®

Professional results show as below:

=

WELDPULSE

WELDPULSE

Yourwelding profile is set to 'Professional’. Program will assume these settings.

Yourwelding profile is set to 'Professional’. Program will assume these settings.

B Material <A Ge P R o TR Filler Wire (GTAW): ERzog
ase Material: - r. P11 GH -312 (r. o

Alloy Designation: Klf::;' 5303400 0 @ F-Mumber: 6

Principal Composition: 1-1/4Cr-1f{2Mo-5i 18Cr-8BNi A-Number: 8 @
P-Number: & 8 AWS: 59

Group No.: : : | Interpass temperature: 316 C (600 F) max. Not mentioned in ASME B313, taken
Preheat Temperature: 1459 C (300 F) E|

W

WELDPULS

Back

J

Close_ |

WELDPUI'S

from APl 582 E
J

Yourwelding profile is set to 'Professional'. Program will assume these settings.

Electrode (SMAW):
F-Number:
A-Number:

AWS:

Ezog-16 [-15
5
8

54

Your welding profile is set to 'Professional'. Program will assume these settings.

at all thicknesses, Apply heat treatment for ahr/z5 mm (2 I’
in.}. Minimum holding time is z hours. Check hardness after
heat treatment which should not exceed 225 BHN,

General Comments:

E

Postweld Heat Treatment:

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.

704 - 746 C (1300 - 1375 F} fort = 123 mm {2z in.} or for
material with minimum tensile strength greater than 71 ksi
at all thicknesses. Apolv heat treatment for thrizs mm (1

E

[

Back

J

Close

Alternate filler material is ERfE-NiCrFe-2 or -3. When one of

the material to be joined is ferritic, consider buttering 12

mm an the ferritic side with the electrode [filler specified E
and perform heat treatment. In this case, no pre-heat or

PWHT is required. S

[ ook [[ Cose |
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W Material Properties
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Material Pro pert|e5

WeldPulse® provides chemical and mechanical properties of materials in database.
There are 500+ ASME materials available in WeldPulse.

1P WeldPulse

e YN A8 h . S Y. =@ = |
| File Edit Tools Program Help
hEEH RS s © O [@ =~ | AsMEB3LS

~ | SlUnits v

®

WELDPULSE

Your welding profile is set to 'Professional'. This setting has no impact on current module.
Click here to change your profile.

This medule provides you the basic welding properties for all the materials in WeldPulse
database.

Search Criteria:
@ BySpec. @ ByUNS (@ ByGrade

I -]

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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Enter either the specification, grade or UNS number to get the properties
8 e i WS S . Y -

File Edit Tools Program Help

NEHE LS @R @® O O @[ aveens

o 3 =8| =

~ | SlUnits v
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WELDPULSE

Your welding profile is set to 'Professional'. This setting has no impact on current module.
Click here to change your profile

This module provid

you the basic

|ding properties for all the materials in WeldPulse
database.
Search Criteria:
@ BySpec. @ ByUNS @ ByGrade

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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WELDPULSE Material Properties

Properties appear like shown below:

VP WeldPulse
File Edit Tools Program Help

CNEHEL S % E ®®0 0 @ AMEEN3 - SUnis - m

¥ MATERIAL WELDING PROPERTIES
IMAC
WELDPULSE
Full Spec. Name: SA-182 Gr. FBNM
Alloy Designation/UNS MNo: S41500
Discription: Standard Specification for Forged or Relled Alloy and Stainless Steel Pipe Flanges,
Forged Fittings, and Valves and Parts for High-Temperature Service

Product Form: Forgings
ZNJ:::;; i includes P-number, Group
Min. Tensile Strength (MPa.): 115 number also
Min. Yield Strength (MPa): qo
Mominal Composition: 13Cr-4Mi
Chemical Composition:

Carbon (C} o0.05

Manganese (Mn) 0.50-1.00

Silicon (5i) o.6o

Sulfur (S) o0.030

Phosphorus (F] 0.030

Chromium (Cr) 11.5-14.0

Nickel (Ni} 3.575.5

Maolybdenum (Mao) 0.50-1.00

All logos and names are copyrighted material of A weldi ft b
PetroStreet Unauthorized use is strictly prohibited. we PQ?OSS%GV'\&/?F@ Yy
© Copyright PetroStreet. All rights reserved.
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Filler materials database is included for SMAW & GTAW processes

4P WeldPulse
File Edit Tools Program Help

NBEH LS RO ®0 O @AM « | StUnits
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Filler Properties

Choose the appropriate AWS classification
v - e - W - - -9 =

File Edit Tools Program Help

CNEHEL S % E ®®0 0 @ AMEEN3 - SUnis -

E

WELDPULSE

Yourwelding profilz is set to 'Professional’ This setting has no impact on current module.
Click here to change your profile.

This module provides you the basic welding properties for all the consumables in WeldPulse
database.

Selact AWS No. (Class)

5.4 (Carbon steel electrodes for shielded metal arc welding)

5.4 (5tainless steel electrodes for shielded metal arc welding)

5.5 (Low-alloy steel electrodes for shielded metal arc welding)

5. (Bare stainless steel welding electrodes and rods)

5.1 (Nickel and nickel-alloy welding electrodes for shielded metal arc welding}
5.4 (Mickel and nickel-alloy bare welding electrodes and rods)

5.8 (Carbon steel electrodes and rods for gas shielded arc welding)

5.28 (Low-alloy steel electrodes and rods for gas shielded arc welding)

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.

A welding software by
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Filler Properties

EDITION

Filler properties are shown as below:

VP WeldPulse
File Edit Tools Program Help
MEFEH LS| @O ® 0 0 (3 [ vee2 - | Stunits il
¥ WELDING CONSUMABLE PROPERTIES |
IMAC
WELDPULSE
Consumable (Spac. No.): ENiCriMo-4
AWS: 5.11 (Mickel and nickel-alloy welding electrodes for shielded metal arc welding}
Description: The nominal composition (wt.-%4) of weld metal produced by electrodes of this
classification is 57 Ni, 26 Mo, 15.5Cr, 5.5 Fe, 4 W, low C. Electrodes of this
classification are used for welding low carbon nickel-chromium-molybdenum alloy,
for welding the clad side of joints in steel clad with low-carbon
nickel-chromium-molybdenum alloy, and for welding low carbon
nickel-chromium-molybdenum alloy to steel and to other nickel-base alloys. Typical
spacifications for the nickel-chromium-molybdenum base metals are ASTM B 574, B
575, B 61g, B 622, and B 626, all of which have UNS Number N1oz76. These
electrodes normally are used only in the flat position.
F. Number: 43
A Number: NA
Welding position: o
Polarity: Maost of the electrodes in 5FA 511 are intended to be used with DCEP Electrode
manufacturer should be consulted before using on AC
Amperage: The range of amperage to be used shall be as recommended by the manufacturer
Chemical Composition:
Carbon (C} 0.0z
Manganese (Mn) 1
Silicon (5i) 0.2
Phosphorus (P) 0.04
Sulfur (S} 0.03
Mickel (Mi} Rem
Chromium (Cr} 145t016.5
Maolybdenum (Mao) 15.0t017.0
Copper (Cu) 0.5
Vanadium (V) 035
Iron (Fe} soto7o
Cobalt (Ca} 2.5
Tungsten (W) 30to 45
Others o5

All logos and names are copyrighted material of
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WELDPULSE ID

PQR form is shown here:

L3

m

&
VW PROCEDURE QUALIFICATION RECORD F{m

WELDPULSE =

Company Mame |IMAC |

Procedure Qualification Record Mo, | Date 8182012 -

WPS No. |
‘Welding Process{es) |

Types (Manual, Automatic, Semi-Automatic) |

Joints {OW-502)

Image is not in default
database. you can click
here to browse for your

custom image
{For combination qualifications, the deposited weld metal thickness - 9
shzll be recorded for each filler metal and procsss used.)

Groowve Design of test Coupon

Base Metals (QW-403) Post'Weld Heat Treatment {QW-go7)

Material Spac. | | to | Temperature

TypeiGrade, or UNS Mumbser | o | Time

P-Ne. |:| 5. Ne. |:| to P-Ne. | G Me. Other

Thickness of Test Coupon mm

Gas (OW-508)
Diameter of Test Coupon in
. . Percent Composition

Maximum Pass Thickness mm

Other Gasles) {Mixture) Flow Rate

Shielding

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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= WPS
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WP
WELDPULSE

\/\/ P S EDITION

A complete preliminary WPS or from PQR can be made through WeldPulse®

i werue . W E W Y |
File Edit Tools Program Help
MEFHLE QP @®® 0 O @ | Asmes3L3

~ | SIUnits -

2

WELDPULSE

Your welding profile is set to 'Professional'. This setting has no impact on current module.
Click here to change your profile

This module helps in generating welding procedure specification (WPS) with only the

essential variables like base material, welding consumables, pre-heat and post heating
requirements, on a prescribed form.

Please provide material information: (step 1 of 5}

Material Designation: |:[3 To Weld With

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.
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WELDPULSE

\/\/ P S EDITION

It's a 5 step process. In 15t step, enter materials information

VP WeldPulse

e - A N E W 9 - o N =@ %
File Edit Tools Program Help
MEFEH LS " @@®O0 O [@ [Er-|Asmeens ~ | SlUnits -

2

WELDPULSE

Your welding profile is set to 'Professional'. This setting has no impact on current module.
Click here to change your profile

This module helps in generating welding procedure specification (WPS) with only the

essential variables like base material, welding consumables, pre-heat and post heating
requirements, on a prescribed form.

Please provide material information: (step 1 of 5}

Material Designation: - ToWeld With |SA-333Gr. gf .

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.
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In step 2, WeldPulse® will provide materials P-number and Group Number

40 Weidpuse - A N E W 9 L . N (=8 %
File Edit Tools Program Help
MEFEH LS " @@®O0 O [@ [Er-|Asmeens ~ | SlUnits -

2

WELDPULSE

Your welding profile is set to 'Professional'. This setting has no impact on current module.

Please provide material information (QW-403 Base Metals): (step 2 of 5}
Material Spec. No. S
P Number:

Group Number:
Thickness Range:

Joint Type:
Maximum Weld Pass Thickness () <13mm () >13mm Groove

-

. Back Close | [ Next |

All logos and names are copyrighted material of

PetroStreet Unauthorized use is strictly prohibited.
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In step 3, WeldPulse® asks for joint design, root spacing, backing etc.
8 e ik WL S . Y -

File Edit Tools Program Help
MFEH RS O-@@® 0 O @ [ AsmesL3 ~ | SlUnits

o 3 =8| =

2

WELDPULSE

Your welding profile is set to 'Professional'. This setting has no impact on current module.

Please provide following general information: (step 3 of 5)
Joint Design: Single V

Root Spacing:

Backing Material: @ Yes @ No
Weld Process(es): (Root / Filling Capping)

Backing / Purging Gas:

All logos and names are copyrighted material of

A welding software b
PetroStreet Unauthorized use is strictly prohibited. " P:et?oStrev(:t y
© Copyright PetroStreet. All rights reserved.
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In step 4, it requires filler information; for GTAW & SMAW consumables are suggested
o waeruse R WSS n TR ER. - W W

File Edit Tools Program Help
MEFEH LS " @@®O0 O [@ [Er-|Asmeens ~ | SlUnits -

=@ =

2

WELDPULSE

Your welding profile is set to 'Professional'. This setting has no impact on current module.

Please provide welding filler information (QW-404 Filler Metals): (step 4 of 5)

Consumables: !
Specification No. (SFA):

F Number:

ANumber:

Weld Metal Thickness Range:

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.

A welding software by
PetroStreet
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WELDPULSE

WPS

EDITION

File Edit Tools

In last step, it displays heat treatment suggestion as per construction code selected
UF WeldPulse .

Program  Help

L T 9 " L
NMBHEHILS OO0 0 @[ Ames - | Slunits -

E

WELDPULSE

Yourwelding profilz is set to 'Professional’ This setting has no impact on current module.

Please provide preheat and post heat infermation (QW-406 OW-407): (step 50f 5}
Preheat Temperature Minimum:

93 C(200F)
Preheat Maintenance:

Interpass Temperature Maximum:
Post Weld Heat Treatment:

Mot less than pre-heat

5583 - 635 C (11200 - 1175 F) for t» 20 mm (345 in.). Apply heat

[ Back J[ Cose J[ wes |

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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WELDPULSE

WPS

EDITION

Finally, complete WPS form is displayed

WP WeldPulse
File Edit Tools Program Help

NMEHdLIS @@ 0 0@

- | ASMEE31.3 * | S1Units -

Joint Design SingleV {(with dimensions)

> WELDER PROCEDURE SPECIFICATION m
IMAC

WELDPULSE
Company Name |IMAC ‘ By |We|dPulse
‘Welding Procedure Specification No. Date  8[18/z013 v Supporting POR No.(s)
Revision No. Date  8/18/z013 ~ Load POR values
Welding Process(es) GTAW - g SMAW @ Type(s) -

JOINTS (QW-402)

- Ertyy

Root Spacing |2-3 mm

| ;

Backing @ Yes @ No

a5 MMmeoEmm 4

Backing Material (Type)

- X

BASE METALS (QW-403)

Specification and type/grade or UNS Number

to Specification and type/grade or UNS Number
OR

Chemical analysis and Mechanical Properties

to Chemical analysis and Mechanical Properties

OR

SA-333Gr g

SA-333Gr g

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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. Procedure Variables
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WELDPULSE Procedure Variables

Check the procedure applicability
i L W - - W SIEIR:

File Edit Tools Program Help

CNEELS RO ® 00 [ AMEEI - Suns -

E

WELDPULSE

Yourwelding profile is set to 'Movice'. This setting has no impact on current module.
Click here to change your profile.

Welding Process: I:D Impact Test Required

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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WELDPULSE Procedure Variables

Select the welding process
18 vete - e - m - SIEIR:

File Edit Tools Program Help

CNEHEL S % E ®®0 0 @ AMEEN3 - SUnis -

=

WELDPULSE

Yourwelding profile is set to 'Movice'. This setting has no impact on current module.
Click here to change your profile.

Welding Process: | [ciial) Impact Test Required

[ Change in P Number Qualified (QW-403.21)

| Change in F. Number Qualified (QW-404.4)

[ Change in A Number Qualified (QW-404.5)

[ Addition or Deletion of Filler (QW-404.24)

[ Changz in Filler Metal Product Form(@W-404.23)

[ Change in Deposit Weld Metal Thickness (QW-404.30)

| Change in Preheat (Decrease > 55°C (100°%F) (QW-406.1)

[ Change in PWHT (QW-4072)

| Thickness Limits Associated With a Change in PWHT Temperature (QW-407.4)

[ Change in Single, Mixture or Composition of Gas (QW-408.2)

| Additinn Deletion or Chanae in Comnasition of Backina Gas (OW-.08 o}

All logos and names are copyrighted material of A weldi ft b
PetroStreet Unauthorized use is strictly prohibited. we PQ?OSS%GV'\&/?F@ Yy
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WELDPULSE

-
Procedure Variables

Check any variable to see if re-qualification is required

U8 WeldPuse N L . -
File Edit Tools Program Help

\ = T
NBHEHILS OO0 0 @[ M

* | S1Units -

=]

WELDPULSE

Your welding profile is set to 'Novice'. This setting has no impact on current module.
Click here to change your profile.

Welding Process: | GTAW ' Impact Test Required

| Change in Base Metal Thickness (QW-403.8)

Case: | Groove-Weld Tension and Transverse-Bend Tests

‘Qualified for | Thickness of weld coupon, specimen, base metal: |42
Thickness of weld depesit qualified:

"
B

* All inputs 2nd outputs are in mm

5
200
200

Thickness of new weld:

Minimum thickness qualified (base metal):
Maximum thickness qualified (base metal):

t qualified ited weld metal):
The procedure qualifies for the new weld thickness.

Important Mote:

For P.No. 8, P.No. 51, P.No. 52, P.Mo. &3, P.No. 55, P.No. 55, P.Mo. 46, P.No. 55, P.Mo. 51, P.Mo. 5z,
P.Mg. 53, P.Ne. 61 and P.Mo. 62 metal, there shall be no limitation on the maximum thickness of
the thicker production member in joints of similar P.No materials provided qualification was
made on base metal having a thickness of § mm (1 in.) or greater (QW-202.4(b))

| Change in P Number Qualified (QW-403.22)

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.

© Copyright PetroStreet. All rights reserved.
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EDITION

What happens if F-number is changed...?
1 WeldPulse . h L. W Y b

(=]

£

File Edit Tools Program Help

CNEHEL S % E ®®0 0 @ AMEEN3 - SUnis -

=

WELDPULSE

Yourwelding profile is set to 'Movice'. This setting has no impact on current module.
Click here to change your profile.

Welding Process: | GTAW B Impact Test Required

Change in P Number Qualified (QW-403.12)

to any other F- ber requires a re-qualificaticn.

[ Change in A Number Qualified (QW-404.5)

|Adtil:|nn’ or Deletion of Filler (QW-404.14)

[ Change in Filler Metal Product Form(@W-404.23)

[ Change in Deposit Weld Metel Thickness (QW-404.30)

[ Change in Preheat (Decrease » 55°C (100%F) (QW-406.2)
[ Change in PWHT (QW-307.2)

| Thickness Limits Associated With a Change in PWHT Temperature (QW-407.4)

[ Change in Single, Mixture ar Composition of Gas (QW-508 2)

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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WELDPULSE Performance Variables

Check if welder is qualified
M e L WL - R - W SIEIE:

File Edit Tools Program Help

NEEILS G O® 0 o OE-| M « | StUnits =

E

WELDPULSE

Yourwelding profile is set to 'Movice'. This setting has no impact on current module.
Click here to change your profile.

Welding Process: ©

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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WELDPULSE

:
Performance Variables

EDITION

Select welding process and see the applicable variable for approval range
WP WeldPulse

File Edit Tools

. -
Program  Help
MFEH RS @@ @® 0 O[3 ssmesn3

\ =@ =

* | S1Units -

=]

WELDPULSE

Your welding profile is set to 'Novice'. This setting has no impact on current module.
Click here to change your profile.

Welding Process:  SMAW

| Removing backing material (QW-402 4)

| Change in pipe diameter (QW-403.16)

| Change in P-number (QW-403.28)

| Change in F-number (QW-504.25)

A change from one F-Number to any other F-Number or to any other filler metal require
requalification, except as allowed below
Qualified for F. Number: 2

Backing (with/without). |Gt a:ETTN

Qualified for F. Number: 1w/ backing 2 w/o backing

| Change in weld deposit thickness (QW-404 30)

| Addition in welding position (QW-05.1)
Select the product form qualified: () Plate @ Pipe
Enter the positicn qualified:

&G

Muialifiad Dacitinne Al

All logos and names are copyrighted material of
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WELDPULSE EDITION

Welding Cost
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WeldPulse® takes you stepwise in estimating welding cost for a welding job
8 e i WL S . Y -

| File Edit Tools Program Help
MEFEHd RS @@ 0O0

o 3 =8| =

=~ | ASMEB313 ~ | SIUnits -

2

WELDPULSE

Select appropriate calculation mode

W Welding Cost and Economy
FN Ferrite Number Check

% Welding Heat Input

CE Carbon Equivalent

All logos and names are copyrighted material of A weldi ft b
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WELDPULSE We | d | n g C O St EDITION

WeldPulse® takes you stepwise in estimating welding cost for a welding job
8 e i WL S . Y -

| File Edit Tools Program Help
MEFEHd RS @@ 0O0

o 3 =8| =

=~ | ASMEB313 ~ | SIUnits -

2

WELDPULSE

Select appropriate calculation mode

W Welding Cost and Economy
FN Ferrite Number Check

% Welding Heat Input

CE Carbon Equivalent

All logos and names are copyrighted material of A weldi ft b
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= WPQ

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
© Copyright PetroStreet. All rights reserved.

A welding software by
PetroStreet




MPUBE W P Q

Welder performance qualifications is an exclusive module in Arc Edition.

WE WeldPulse

File Edit Tools | Program | Help

N E ||Q = Ok Quick Welding Guidance - | I Units - |
@ Welding Procedure Specification Wizard

. Fillers Database (ASME Sec. I Part C)
. Material Database (ASME Sec. T Part O)
U Essential Variables

Welding Calculations

ASME I Welding Ferms Pl Procedure Qualification Record
wes Welding Procedure Specification

wrg  Welder Perfopmance Qualifications

All logos and names are copyrighted material of A weldi ft b
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WE WeldPulse

Form formatting made easy as LR o
. ) NEEH QS "9 @® 0 0 [ = | Asme33 | British Units  ~
being the exact form as in ASME X

) WELDER PERFORMANCE QUALIFICATIONS

Automated approval range W

calculation as soon as input is given — T— ,

Test Description
|dentification of WPS followsd | | @ TestCoupon [ ProductionWeld
Specification and type/grade or UNS Number of base metal(s) Thickness :l
ingVariables and Q ion Limits

Saving and printing options to save i 035 [o— e s

Welding process{es)

data in the software ey

() Plate Q) Pipe (enter diameter if pipe or tube)

44«

Base metal P-Number to P-Number

Filler metal or electrode specification(s) (SFA) (info. only)

Filler metal or electrode specification(s) (info. only)

Filler metal F-Number(s)

Consumable insert (GTAW or PAW) v

Filler Metal Product Form (solid/metal or flux cored/powder) -

Deposit thickness for each pass

Processa 3layersminimum @ Yes O No
Process 2 3 layers minimum ° Yes O No

Position qualified (2G, 6G, 3F etc) v

Vertical progression (uphill or downhill) =
Type of fuel gas (OFW) I I
Inert gas backing (GTAW, PAW, GMAW) S

Transfer mode (spray/globular or pulse to short circuit-GMAW) | |

GTAW CurrentType / Polarity (AC, DCEP, DCEN) - :]

Results

WPQ module loaded and running...

All logos and names are copyrighted material of
PetroStreet Unauthorized use is strictly prohibited.
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WELDPULSE EDITION

B WeldPulse

Example of a filled form is shown o

NEFHd QS @@ O O [F [ Asmes3 ~ | British Units  ~

here:
3 WELDER PERFORMANCE QUALIFICATIONS
WELDPULSE PetroStreet
Welder's name Identification number IPS«WPOvm.A I
Test Description
Identification of WPS followed |WPS-PB-PG-03 l @ TestCoupon [ ProductionWeld
ionand UNS Number of 0 SA322 Gr. 304 to itself Thickness
ing' i i ion Limits
Welding Variables (QW-350) ActualValues Range Qualified
Welding process(es) GTAW - GTAw
Type (i-e.; manual, semi-automatic) used Manual - [Manual / Semi-Automatic
Backing (with / without) Without Backing - With or without backing
(O Piate @) Pipe (enter diameter if pipe or tube) & v in  [2.875in. min. to unlimited
Base metal P-Number to P-Number 8 225734, 4243
Filler metal or electrode specification(s) (SFA) (info. only) ER308
Filler metal or electrode specification(s) (info. only)
Filler metal F-Number(s) 3 3
Consumable insert (GTAW or PAW) Without Insert - Without Insert
Filler Metal Product Form (soli ) - Bare (solid) or metal cored
Deposit thickness for each pass A 0
Processa 3layersminimum @ Yes O No
Process 2 — 3layersminimum @ ves O No
Position qualified (2G, 6G, 3F etc) &G - (Al
Vertical progression (uphill or downhill) Uphill - Uphill
Type of fuel gas (OFW) | |
Inert gas backing (GTAW, PAW, GMAW) with inert gas backing - With inert gas backing only
Transfer mode (spray/globular or pulse to short circuit-GMAW) |NA |
GTAW Current Type / Polarity (AC, DCEP, DCEN) AC - A

All logos and names are copyrighted material of A weldi ft b
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TRAINEBME

Train me!

I} are copyrighted material of Engineering Pulse
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WELDPULSE MPULSE Tra | n m e ! EDITION

Get yourself trained with practical videos exclusively made for you!

WP WeldPulse
File Edit Tools Program | Help
NEHHIL S MEEo Vehh R
M Movice Briefing
& TrainMe!

Wp About WeldPulse
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Get yourself trained with practical videos exclusively made for you!
WP WeldPulse LN L L ¥ L ¥ _ 5

File Edit Tools Program Help

MEHEL S MO ®0 0 @AM - SUnis -

weruse nwer WY

T'I'i.".:[:\ HE -
@ TrainMe!
TrainMe! Introduction
Welding Processess

Welding Joints
Welding Positions

WP WeldPulse ™ Welding Symbols

Consumables Designations

\di \ut " li .
Your complete welding solution for petrochemical industries p Jure Qualifications

Ferrite Number

Carbon Equivalent
Heat Input

© Engineering Pulse
All rights reserved

TrainMe! videos are copyright
material of Engineering

Pulse. These videos shall only
be used with inWeldPulse.
Recording, re-publishing,
sharing or any unauthorized
use of these videos is strictly
prohibited.

{C) zo13 - Engineering Pulse.

www.weldpulse com All rights

weld@weldpulse.com

All logos and names are copyrighted material of A weldi ft b
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MPULSE Traln me'

Get yourself trained with practical videos exclusively made for you!

o2 W . W . W ¥ . 8 =
File Edit Tools Program Help
MFEH RS O-@@® 0 O @ [ AsmesL3 ~ | SlUnits -

Weruie e . W

TrainMe!
. TrainMe! Introduction
WV EWIDPUISE Welding Symbols ,9\ e
Welding Joints
Welding Positions
% Welding Symbols
Welding Symbols Consumables Designations

Procedure Qualifications
Performance Qualifications

ATAIFININE SIMPLIEITY

Ferrite Number
Carbon Equivalent
Heat Input

TrainMe! videos are copyright
material of Engineering
Pulse. These videos shall only
be used with inWeldPulse.
Recording, re-publishing,
sharing or any unauthorized
use of these videos is strictly

R = Root opening
A sore prohibited.

(C) 2013 - Engineering Pulse.
www weldpulse com ?
The master arrow :;:;we,dpj:::;?“ All rights reserved
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