MAC INDUSTRIAL SERVICES

TECHNICAL SPECIFICATIONS

Preheat 400°F minimum Maintain throughout welding

Interpass temperature 400°F min / 600°F max Monitor with contact pyrometer

PWHT temperature 1350-1425°F Soak at temperature — do not exceed 1450°F
PWHT ramp rate <200°F/hr above 600°F Both heating and cooling

PWHT hold time 2 hours minimum per inch of Based on maximum weld thickness
thickness

Post-weld cooling Cool to <200°F before PWHT Prevent delayed cracking
Hardness (HAZ) <265 HBW (EPRI guideline) Soft HAZ >200 HBW preferred
Filler metal (GTAW) ER90S-B9 (AWS A5.28) Matching composition

Filler metal (SMAW) E9018-B9 (AWS A5.5) Low hydrogen, bake before use
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