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LAMPIRAN 

Lampiran 1. Spesimen ASTM A36 setelah dilas. 

Lampiran 1.1 Pengelasan 80 Ampere. 
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Lampiran 1.2 Pengelasan 90 Ampere. 
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Lampiran 1.3 Pengelasan 100 Ampere. 

 

  



53 
 

 
 

Lampiran 2. Pemotongan Spesimen Uji Kekerasan. 

Lampiran 2.1 Pemotongan Spesimen 80 Ampere. 

 

Lampiran 2.2 Pemotongan Spesimen 90 Ampere. 
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Lampiran 2.3 Pemotongan Spesimen 100 Ampere. 

 

Lampiran 3. Pemotongan Spesimen Uji Struktur Mikro. 

Lampiran 3.1 Pemotongan Spesimen Ampere 80 90 dan 100. 
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Lampiran 4. Posisi Weld Metal, Heat Affected Zone dan Unaffected Base Metal. 

Lampiran 4.1 Hasil material ASTM A36 yang sudah di las dengan titik Weld 

Metal, Heat Affected Zone dan Unaffected Base Metal. 
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Lampiran 5. Hasil Pengujian Kekerasan dan Struktur Mikro. 

Lampiran 5.1 Hasil Pengujian Kekerasan dan Struktur Mikro 80 Ampere. 
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Lampiran 5.2 Hasil Pengujian Kekerasan dan Struktur Mikro 90 Ampere. 
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Lampiran 5.3 Hasil Pengujian Kekerasan dan Struktur Mikro 100 Ampere. 
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Lampiran 6. Sertifikat Welder Performance Qualification. 

Lampiran 6.1 Sertifikat Pengelasan. 

 

 

 

  



60 
 

 
 

Lampiran 7. Welding Procedure Spesification. 

Lampiran 7.1 Welding Procedure Spesification. 

 

BASE METALS

Base Material

Welded To

Backing Material

Other

Interpass Cleaning
Grinding or 

Brushing

Others _ _

Contact Tube to Work Dist. _

Peening None

Oscillation (Mechanized/Automaic) None

Number of Electrodes 1

Stringer or Weave Stringer

Multi or Single Pass (per side) Multipass

Maxiumum Heat Input _ _

Technique

Wire Feed Speed _ _

Travel Speed (mm/s) 2-5

Amps / Current 80 - 100

Volts 60 - 70

Transfer Mode (GMAW) _ _

Power Source Type (cc, cv, etc) _ _

Electrical Characteristics _ _

Current Type and Polarity DCSP

Preheat Temperature _ _

Interpass Temperature _ _

Flow Rate _ _

Nozzle Size _ _

Manufacture/Trade Name _ _

Shielding Gas Composition _ _

AWS Classification E6013

Diameter 2,6

Vertical Progression _ _

Filler Metal (AWS Spec) A5.1

Type (Semiautomatics, Mechanized, etc) Manual

Position 1G

Weld Pass(es) 1

Process SMAW

PROCEDURE

Weld Layer(s) 1

JOINT DETAILS JOINT DETAILS (Sketch)

Groove Type Single V Groove Butt Joint

Groove Angle 60°-70°

Root Opening 2,6mm

Root Face 2,6mm

Backgouging _

Methode _

POST WELD HEAT TREATMENT

Temperature _

Time at Temperature _

_

_ _ _ Fillet Welds _ _

DIAMETER _ _

Spesification Type or 

Grade

AWS Group 

No.

BASE METAL 

THICKNESS

As-Welded With PWHT

ASTM A36 _ I CJP Groove Welds _

ASTM A36 _ I CJP Groove w/CVN _ _

_ _ _ PJP Groove Welds _

Supriyono 4/16/2022 No No

Authorize by Date Supporting PQR(s) CVN Report

WELDING PROCEDURE SPESIFICATION (WPSs)
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