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SCOPE:

This Purchase Instruction prescribes the requirements for Bare Low Alies _Steel Solid
Wire for Gas Metal Arc Welding that corfarms to ASME ‘Seblien RECFA-8.28, Class:
ER 70S-At. o |

GENERAL:

The Wire shan oemply w

The Wire shall be precision layer wound in plastic spools and shall be supplied in sizes
and Quantities as specified in the Purohase Order. |

~0f tubes in
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100 % Argon

The Wires are .intended for use as a Wielﬁmg Electrode for. bult-waki
pulsed GMAW pmcessv vw:th Ar’on’ lus. \ 0% Coz gat

m@mm {5,

The manufacture s Material Safety Data Sheet for the product shall-be sent along with
the consignment.

Every batch of electrode shall be inspected & test certificates  countersigned. by
lnspeetlng Muthonty approved by IBR for country of origin (Latest).

CHEMICAL COMPOSITION:

The Chemical composition of the Wires shall conform to the following Analysis.

PREPARED: | REVIEWED: APPROVED:
hm Y \ ¥
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Carbon .0.12 % Max | Molybdenum | 0.40 — 0.65%
Manganese 1.30% Max | Copper 0.35% Max
Silicon 0.30 — 0.70% | Nickel 0.20% Max
Sulphur 0.025% Max. | Phosphorus | 0.025 % Max
Qther Elements Total 0.50 Max

USABILITY AND RADIOGRAPHIC SOUNDNESS:

The Wire when used as electrode in Gas Metal Arc Welding with Argon plus 5% to
20% Coy shielding in Automatic Straight Tube Butt Welding machine and in Orbital
Tig Welding with 100% Argon shielding shail deposit Weld metal that flows treely,
uniformly without sputtering or other defects and shall exhibit excellent wetting
characteristics. The resultant Weld metal shall be smoaoth and uniform with no visible
evidence of cracks/porosity or other defects and shall meet Radiographic
Soundness requirements specified in ASME Sec.|.C.SFA-5.28, ER 705-A1.

Weld metal produced using the wire with 95 % Argon plus 5% Co. /100 % Argon
shielding shall meet tensile requirements after PWHT at 620+15°C with one hour
soaking as follows.

Tensile Strength 515 Mpa (Minimum)
Yield Strength 400 Mpa (Minimum)
% Elongation 19 (Minimum)

The base metal for weld test assembly and testing procedure to be employed for
verifying compliance to 4.1 & 4.2 above shall be as specified in ASME Sec.Il.C.SFA-
5.28, ER 70S-Al.

FORM, SIZE, FINISH AND IDENTIFICATION:
FORM & SIZE:

The Wire shall be supplied in diameters 0.8 mm, 1.2 mm or 1.6 mm as specified in
the Purchase Order. The tolerance on diameter shall be + 0.01, -0.04mm..

FORM:

The Wire shall be supplied in plastic spools of dimensions and weight as given
below. Spools shall be such material and design so as to provide adequate
protection against damage or distortion of themselves and of the wire due to normal
handling or use. Spools shall be sufficiently clean and dry to maintain cleanliness of
the wire. Spools shall electrically insulate the wire from wire feed spindle.
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FINISH & UNIFORMITY:

The Wire shall be uniforml copper coated and shall have

gsy finish
that is freeifrom sliver sions, scraiches, ‘

Ls

The Wire shall be precision layer wound on-spools so that kinks, waves ‘shamp bends,
overlapping or wedging are net encountered, leaving thie wite free'to unwind without
restriction. The'outside" end of the wire: (Thai.en,d, with which wed tigyis to: begin) shall
be identified so that it can be located readily-and shall be fastened 16 avaid unwinding.

The spoo;iirig shall be rigid without any intermeshing of wire layers, The outer most

layer of spooled wire shall not be closer than 3.0 mm to the outside of flanges.

The cast helix and temper of wire on spools shall be such that the filler wire will feed

in an uninterrupted manner in an automatic ‘high output welding system.
IDENTIFICATION:

Adhesive labels containing following product information shall be securely affixed in
prominent lgcation onthe outside-of at least one flange of the spool.

a) ASME Specification & Classification designation.
b) Brand Name.

c} Batch Number/Heat Number.

d) Size andiNet Weight.
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PACKAGING:

The spools completely devoid of moisture shall be packed in moisture proof cartons so
as to prevent any rusting or any deterioration in weld quality during long storage.

The cartons shall have product information as required in 5.8 above legibly marked so
as to visible from outside of each carton.

The appropriate precautionary information as specified in ANSI Z 49.1 latest edition
(as minimum) or its equivalent shall be prominently displayed in legible print on ali
packages including unit packages.

Spools shall be packed in wooden crates lined with waterproof material so as tc _
ensure against damage during shipment and normal storage conditions. he net
weight of each crate shall not exceed 1000 Kg.

TESTING & CERTIFICATION:
Each consignment of wire spools shall be from one batch only.

Batch /Lot classification shall be “Class S1” as per Section 5.0 of SFA-5.01 Filler metal
procurement guidelines of ASME Sec.l1.C. (Latest Edition & Addenda)

The Level of Testing shall be “Schedule J” of Section 6.0 of SFA-5.01 Filler metal
procurement guidelines of ASME Sec.ll.C. (Latest Edition & Addenda)

Three copies of Original Test certificates in English countersigned by Inspecting
Authority (Latest) approved by IBR for country of origin giving details of following tests
done for compliance to this Purchase Instruction and ASME Sec.li.C, SFA-5.28,
ER70S-A1 shall be sent.

The Testing Authority shall certify that supplies made against the batch conforms to
the requirements of the Latest Edition & Addenda (Applicable on the date of issue of
Purchase Order) of ASME Sec.ll.C.SFA-5.28 ER 70S-A1.
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