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1. Purpose

To assure that welds produced by ABC Fabricators are in accordance with the project specification or the current edition of AWS D1.1, which ever is the more stringent.

2. Procedure

2.1. GENERAL

All welding will be in accordance with the current edition of AWS D1.1 and will be made to the size and configuration shown on the approved shop drawing.

2.2. PROCEDURES

A Procedure Qualification Report (PQR) and Welding Procedure Specification(s) (WPS) will be developed whenever the weld to be made is not prequalified by AWS D1.1 for process, joint or position.  

Prequalified welds will have a WPS developed for each process, joint and position required.

The QA department is responsible for all aspects of the development of the PQR and the WPS and shall coordinate the making of test plates, making of test coupons, machining and testing of plates and coupons, and maintaining files of all documents, all in accordance with the current edition of AWS D1.1.

2.3. PERFORMANCE QUALIFICATIONS

2.3.1. All welders and weld operators will be certified in accordance with the provisions of AWS D1.1 for the process and position required for the work. The QA department will be responsible to administer this certification. Welders and weld operators will be tested in accordance with AWS D1.1 with an outside testing agency verifying the results. QA shall maintain a copy of certifications with the date of certification, process(es) and position(s) certified. 

2.3.2. The QA department will maintain a file on each welder and weld operator with their original certification(s). Certifications shall be maintained by means of a “Maintenance of Certification” form issued every six months for certified welders and weld operators that perform the weld(s) by position(s) and process(es) within a 6-month period. 

These lists will be available for the production department personnel to assure that welders or weld operators have the current certification to work on a particular project.

2.3.3. If required by project requirements, third-party inspector or a welder or weld operator fails to perform the weld(s) by position(s) and process(es) within a 6-month period, the welder or weld operator will be recertified by testing. The QA department will be responsible to arrange any recertification on a timely basis so as not to have interruptions of availability of welders or weld operators.  Recertification papers will be maintained by QA as described in ¶ 2.3.2.

2.4. FABRICATION PROCESS

2.4.1. Before the welding on a project starts the plant manager or a designated party will go through the current WPS for the project with the foreman, and the foreman will go through the WPS with the welders, to ensure compliance with project requirements and this procedure. The WPS will be provided to each welder or will be available to the welders at all times.

2.4.2. It is important that each weld be traceable back to the welder or weld operator who performed the work. Thus, each welder and weld operator will be assigned an identifying symbol. They will also be assigned a stamp of that symbol. The welder will stamp his symbol near the weld produced. 

2.4.3. Consumables will be controlled in accordance with the provisions contained in ABC’s “ Materials Identification” procedure.

2.5. QUALITY

2.5.1. No welder shall pass onto the next workstation welding that is known to be in non-conformance. Welders and weld operators are responsible to inspect their work and to determine if work is not in conformance.

2.5.2. If work is found to be in non-conformance by either production or QC personnel it shall be corrected in accordance with QC corrective procedures for the particular defect and then reinspected.

3. Quality Records

· Welding Procedure Specification (WPS)

· Procedure Qualification Record (PQR)

· Welder and Weld Operator Certification(s)

· “Maintenance of Certification” form

4. References 

· ANSI/AWS D1.1 Structural Welding Code - Steel

5. Revision History

Changed paragraphs are marked with a bar in the left margin. General descriptions of changes are noted below.

	No.
	Date
	Description

	1
	7/1/22
	Added continuity record to 2.3.2

	2
	11/5/22
	Deleted “die stamping” from 2.4.2


___________________________________________________

This is a sample procedure to assist a firm as a reference in preparing their own procedures. It represents only one approach to satisfying the requirements of this element. At a minimum, the firm must replace or insert titles and describe responsibilities that reflect how the work is done at their facility. This editing is mandatory to comply with the requirements of the AISC Certification Standard for Steel Building Structures.


