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7.3   WELDING INSPECTOR 

7.3.1   General 

The WSP shall identify and nominate a suitably qualified Welding Inspector in no less than 10 
working days prior to commencement of the Works. 

Where welding is to occur concurrently at sites remote from each other, the WSP shall identify and 
nominate an appropriate number of Inspectors. 

7.3.2   Welding Inspector’s Qualifications 

The Inspector shall hold as a minimum: 

(a) IIW IWE, IWT, IWS, IIW International Welding Inspector Standard Level(IWI S); or 

(b) current WTIA Welding Inspector Certification. 

The WSP shall provide details of the Inspector’s qualification(s), certification and experience 
records to the WA RWC. 

7.4   WELDERS 

7.4.1   Qualification, Certification and Experience 

Not less than 10 working days prior to planned commencement of welding, the following information 
shall be provided to the WA RWC for each welder: 

(a) documentary evidence of the qualification/certification currently held; 

(b) trade training background; and 

(c) documentary evidence confirming that each welder is qualified for each welding procedure, 
as required by the application standard code, that they will apply to the welding works. 

7.4.2   Identification of Welders 

The WSP shall: 

(a) provide in the MDR, on completion of the welding work, a weld map showing the welds 
carried out by each welder using a Standard Water Agency Weld Form WMAP [WIWS-05 - 
WMAP] or a Water Agency approved equivalent. Weld maps may not be required for minor 
structural welding as approved by the WA RWC. Minor structural welds shall be identified on 
as-constructed drawings for testing traceability purposes, thus are still required for the 
Welding/NDT Log; and 

(b) maintain records clearly identifying the welders for each completed weld, welded pipe joint, 
weld repair and/or fabricated assembly/unit pipeline repair, which records shall to be made 
available to the WA RWC. 



WTIA TN 25 Welding Specification for the Water Industry                                                       Version 1 September 2007 
- 20 - 

  

S E C T I O N  8    I N S P E C T I O N  A N D  T E S T I N G  

8.1   INSPECTION AND TEST PLAN 

The WSP shall: 

(a) provide an inspection and test plan for all welding work to the WA RWC, not less than 10 
working days prior to commencement of the welding work using a Standard Water Agency 
sheet ITPCK [WIWS-07 - ITPCK] or Water Agency approved equivalent, 

(b) ensure that the inspection and test plan contains the necessary elements to ensure the 
completed welding work complies with the specified standards/codes and/or other specified 
requirements; 

8.2   TESTING OF WELDS 

The WSP shall: 

(a) carry out testing of all welds in accordance with the specified standards/codes and/or other 
specified requirements; and 

(b) provide test certificates, issued by a NATA accredited laboratory, for both destructive and 
non destructive testing (except pressure testing of pipe joints), as part of the MDR; 

A minimum 10% NDT of a type specified by the WA RWC shall be carried out on all 
fabrications, unless specified otherwise in the contract specifications. 

8.3   PRESSURE TESTING 

Where required by the contract specification, pressure testing shall be carried out and recorded on 
a Standard Water Agency Weld Form, Pressure Test Record [WIWS-08 - PTR] or a Water Agency 
approved equivalent, and included in the MDR; and 

The WSP shall notify the WA RWC within the agreed prior notice time prior to undertaking pressure 
testing, to enable the WA RWC to witness such testing. 

8.4   TESTING RECORDS 

The WSP shall: 

(a) maintain testing records for all weld testing using a Standard Water Agency Weld Form 
Welding/NDT Log [WIWS-04 - NDTLOG] or a Water Agency approved equivalent, and 
provide such records to the RWC on request. 

(b) provide testing records, which shall be clearly traceable, by sketch or designation, to the 
actual weld(s) being reported on using a Standard Water Agency Weld Form WMAP [WIWS-
05 - WMAP] or a Water Agency approved equivalent. 

(c) include all test reports in the MDR. 

(d) provide 2 copies of the MDR to the WA RWC on completion of the welding work. 

8.5   ADDITIONAL TESTING OF WELDS 

The WSP shall undertake, in addition to the specified testing requirements applying to the welding 
work, any additional weld testing instructed by the WA RWC. Where testing detects non-compliance 
with relevant specified standards/codes/and specifications, the cost of weld repair and retesting 
shall be borne by the WSP. 
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S E C T I O N  9    P R O C E S S E S  A N D  C O N S U M A B L E S  

9.1   WELDING AND CUTTING PROCESSES 

Where the WSP intends to incorporate in a welding procedure, welding or cutting process(es) other 
than those listed in the relevant standard, the WA RWC shall be notified of such intent prior to the 
development of the welding procedure. 

9.2   WELDING CONSUMABLES 

All welding consumables used in welding procedures shall comply with the relevant 
standards/codes. 

The WSP shall store and handle consumables; in particular hydrogen controlled electrodes, in 
compliance with the requirements of AS/NZS 1553, WTIA Technical Note 3, and the manufacturer’s 
recommendations. 
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S E C T I O N  1 0    S C H E D U L E  
The Schedule is provided to: 

(a) specify the required Contract Quality Assurance System. 

(b) assist the WSP to identify all notices, submissions, approvals etc and their contractual time 
requirements. 

(c) provide a check list format to enable the WSP to record and update the status of the various 
items. 

The WSP shall comply with all the requirements included in the Schedule, use and maintain the 
Schedule and provide updates to the WA RWC. 

The flow chart in Figure 10.1 shall be used as a guide for the selection of quality requirements. 
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FIGURE 10.1: SELECTION OF WELD QUALITY REQUIREMENTS. 
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SCHEDULE OF THE CONTRACTOR’S REQUIRED 

QUALITY ASSURANCE SYSTEM - NOTIFICATIONS AND SUBMISSIONS 
 
1.0 QUALITY ASSURANCE SYSTEM 
 
Quality Assurance Systems Allowed 
      Yes No 
1.1  AS/NZS ISO 9001 
 
 
1.2  ISO 3834     Yes No 
 
 
  Part 2 comphensive   Yes No 
 
 
  Part 3 standard   Yes No 
 
 
  Part 4 elementry   Yes No 
 
 
1.3 Alternative 
 
1.4 Default 
Where no contract specific requirements are specified above, the following default applies; 
  

ISO 3834.3 
 
 

 
Section 

 
Item 

 
Submission 

 
Precondition 

WA RWC 
Approval/Outcome 

 

Plan/ 
Actual 
Dates 

5 Detailed Welding 
Management System 

Details for assessment Type of system Accept/Reject Within 
10 working days 

 

 
 
2.0 Subcontractor to be used  Yes  No 
 If yes 
 

 
Section 

 
Item 

 
Submission 

 
Precondition 

WA RWC 
Approval/Outcome 

 

Plan/ 
Actual 
Dates 

5 Subcontractor full 
details 

Details for assessment Subcontractors to 
be used. 

Accept/Reject Within 
10 working days 
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3.0 Intent to use Alternative Processes Yes  No 
 If yes 
 

 
Section 

 
Item 

 
Submission 

 
Precondition 

WA RWC 
Approval/Outcome 

 

Plan/ 
Actual 
Dates 

9 Welding process/es 
(welding or cutting) 

Intent to use alternative 
process. 

Before 
development 
of Welding  
Procedure 

Approve/Reject 
Within 10 working 
days 

 

 
 
4.0 10 Days Prior to Planned Commencement of Works. 

 
Section 

 
Item 

 
Submission 

 
Precondition 

WA RWC 
Approval/Outcome 

 

Plan/ 
Actual 
Dates 

5 Quality Plan As  detailed Approved Yes/No  
6.2 Qualification of 

Welding Procedures  
Schedule of qualified 
procedures and PQRs 

 Accept/Reject   

6.3 Welding Procedure 
Specification (WPS) 

All major 
parameters/essential 
variables and as per 6.2 
advise copies held 
available to workplace. 

 Accept/Reject  

7.1 Responsible Welding 
Coordinator (RWC) 

Nominate qualified 
person responsible. 

 Accept/Reject   

7.1.3 WSP RWC details Qualification/ 
certification and 
experience, records. 

 Yes/No  

7.2 Inspector Qualification, 
certification and 
experience. 

 Yes/No  

7.3.1a) 
and b) 

Welder qualification, 
certification, etc. 

As detailed Acceptance Yes/No  

7.3.1 c) Welder qualified to 
Qualified Welding 
procedures 

Details for each welder Acceptance. Yes/No  

8 Inspection/Test Plan Inspection and Test 
Plans (ITPs) 

 Accept/Reject  

 
 
5.0 Before Welding Commences 

 
Section 

 
Item 

 
Submission 

 
Precondition 

WA RWC 
Approval/Outcome 

 

Plan/ 
Actual 
Dates 

4 Commencement Request approval to 
commence 

All Pre- 
conditions met 

Yes/No  
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6.0 Identification and Traceability after Welding Done 
 

Section 
 

Item 
 

Submission 
 

Precondition 
WA RWC 

Approval/Outcome 
 

Plan/ 
Actual 
Dates 

7.3.2 Identification of 
welders to welds 

Records Work Done Accept/Reject  

7.3.2 a) Traceability of welds Weld Map Work Done Accept/Reject 
Compliance. 

 

 
 
7.0 Testing 

 
Section 

 
Item 

 
Submission 

 
Precondition 

WA RWC 
Approval/Outcome 

 

Plan/ 
Actual 
Dates 

8 b) Testing Test Certificates 
(destructive or non-
destructive) 
 

Work Done 
NATA 
Accredited 
Laboratory 

Accept/Reject 
Compliance 

 

8 c) Pressure testing Test Results Work Done Witness and 
Accept/Reject 

 

8 d) Testing records Supply as part of MDR Work and 
Tests done 

Accept/Reject 
Compliance 

 

 
 
8.0 Re-qualification when Essential Variables fall outside Standard/Code Limits 

 
Section 

 
Item 

 
Submission 

 
Precondition 

WA RWC 
Approval/Outcome 

 

Plan/ 
Actual 
Dates 

6.2 New Procedure Qualification of New 
Welding Procedure 
(PQR and WPS) 

Change after 
work 
commences 

Accept/Reject 
Review/Approval 
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Appendix A:  Sample Forms 
 
 
Standard Water Agency Weld Forms available: 
 

Form Name Form Number REV: Issue 
Date 

Comments 

Procedure Qualification Record 
(PQR) WIWS-01 - PQR 0 13/01/05  

Weld Procedure Specification 
(WPS) WIWS-02 - WPS 0 7/01/05  

Welder Qualification Record 
(WQR) WIWS-03 - WQR 0 7/12/04  

Welding/Non Destructive Testing 
Log (W/NDTLOG) 

WIWS-04 - 
W/NDTLOG 0 7/12/04  

Weld Map  
(WMAP) WIWS-05 - WMAP 0 7/12/04 dwg Template  

Weld Map - Blank (WMAP) WIWS-05a - WMAP 0 7/12/04 dwg Template 
Blank  

Manufacture’s Data Report 
(MDR) WIWS-06 - MDR 0 7/12/04  

Inspection Test Plan Checklist 
(ITPCK) WIWS-07 - ITPCK 0 7/12/04  

Non Destructive Test Report 
(NDTR) WIWS-08 - NDTR 0 7/12/04  

Pressure Test Record  
(PTR) WIWS-09 - PTR 0 16/12/04  

Piping Fabrication Checklist 
(PFCK) WIWS-10 - PFCK 0 16/12/04  

 



 
 

WATER AGENCY 
 

PROCEDURE QUALIFICATION RECORD 
(PQR) 

   

P.Q.R # W01PQR      DATE:  13/01/05 REV: 0 PAGE:                    1 of 2 

PQR PPREPARED BY WELDING CODE: AS/NZS 1554.1:2004 SP 
WELDING PROCESS:                            MMAW 
EDGE PREPARATION:                             GRIND 
JOINT TYPE: FILLET (Table E3 – F1) 
JOINT POSITION: 6F (Qualifies all “F” positions 
 except vertical down) 
DRAWING REFFERENCE N/A 

WATER AGENCY: JOE BLOGGS 
 
 

CONTRACTOR: JOHN SMITH  
(ABC welding contractor) 

JOINT DETAIL PASS SEQUENCE JOINT SETUP 
ROOT GAP (a) 1-2 mm 
ROOT FACE  N/A 
JOINT ANGLE (c)    90° 
INTERRUN CLEANING: 
WIRE BRUSH/GRIND 

MATERIAL SPECIFICATION 
GRADE: 250   MATERIAL GROUP:       A2 
THICKNESS:       6 mm 
RANGE QUALIFIED:      4 mm – 9 mm 

THERMAL TREATMENT 

 
 

 
 

 

 

PREHEAT:                                 NIL if 20°C 
INTERPASS:    MAX 230°C       MIN:  20°C 
P.W.H.T:      N/A 
HEATING RATE:      N/A 
COOLING RATE:      AIR 

WELD PASS 
 

ELECTRODE/ 
FILLER WIRE 

TYPE 
WELDING PARAMETERS 

NO SIDE POS TYPE SIZE WELD 
PROCESS 

GAS 
FLOW 
L/min 

AMPS VOLT POL 
+/- 

TRAVEL 
SPEED 
mm/min 

INTERPASS 
TEMP°C 

Max 

HEAT 
INPUT 
KJ/mm 

1 
2 
3 

1 
1 
1 

6F 
6F 
6F 

16TC 
16TC 
16TC 

3.2 mm 
3.2 mm 
3.2 mm 

MMAW 
MMAW 
MMAW 

N/A 
N/A 
N/A 

90 
110 
135 

20 
22 
24 

DC+ 
DC+ 
DC+ 

90 
120 
150 

230°C 
230°C 
230°C 

 

1.20 
1.21 
1.25 

TEST COUPON ID CONSUMABLE DETAIL NDT 
VISUAL:                  YES/NO 
M.P.I:                       YES/NO 
U/T:                          YES/NO 
R/T:                          YES/NO 
P/T:                          YES/NO 

MECHANICAL TESTING 

 
WELDER ID: WEPJB0012 
COUPON #: WTP0003 
DATE WELDED: 02/11/04 
 

STICKOUT: N/A
SHIELD GAS:  N/A 
FLUX: N/A 
ELECTRODE    E4816
DIAMETER:                 Ø3.2 mm 
FILLER WIRE: N/A 
BATCH #:                         WIA00132 
NOTE:    

TRANSVERE TENSILE: YES/NO 
ALL-WELD TENSILE YES/NO 
BENDS  YES/NO 
IMPACTS YES/NO 
MACRO YES/NO 
HARDNESS YES/NO 
OTHER ………… 

Water Agency’s Procedure Qualification Record                                                                                                       Form   WIWS-01-PQR 

a 

c 
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WATER AGENCY 

PROCEDURE QUALIFICATION RECORD 
(PQR) 

   

P.Q.R # W01PQR                                       DATE:  13/01/05 REV: PAGE:                2 of 2 

NOTES: Low hydrogen electrodes to be stored in accordance with manufacturing recommendations. 
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
………………………………………………………………………………………………………………………………………… 

NDE TESTS & TEST CERTIFICATE 
REFERENCE 

MECHANICAL TESTS& TEST CERTIFICATE 
REFERENCE 

VISUAL                                           WEPVI123 
RT:                                                  N/A 
UT:                                                  WEPUT123 
MT: WEPMT123 
PT:                                                   N/A 

TRANSVERSE TENSILE: N/A 
ALL-WELD TENSILE:               WEPAWT123 
BENDS: N/A 
IMPACTS: WEPI123 
MACRO:                WEPMAC123 
HARDNESS: WEPH123 
OTHER: N/A 

 
Approvals; 
 
We, the undersigned, certify that the statements in this record are correct and that the welds were 
prepared, welded and tested in conformance with the requirements of the stated Code. 
 
Signed 
 
  
WATER AGENCY RWC      
 ……………………………………….. 
 
 
 
WELDING SERVICE PROVIDER RWC      
  ……………………………………….. 
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WATER AGENCY 
 

WELDING PROCEDURE SPECIFICATION 
(WPS) 

 
P.Q.R # W01PQR                   DATE:  13/01/05 W.P.S#W01WPS REV:0 PAGE:                 1 of 1 

APPROVALS WELDING CODE:               AS/NZS 1554.1:2004 SP
WELDING PROCESS:                         MMAW 
EDGE PREPARATION:                       GRIND 
JOINT TYPE:              FILLET (Table E3 – F1) 
JOINT POSITION:          6F (Qualifies all “F”   
                                                               positions  except  
                                                               vertical down) 
DRAWING REFFERENCE:                  N/A 

WATER AGENCY:             RESPONSIBLE  
                                            WELDING   
                                            COORDINATOR 
 
 
OTHER:                            ABC  INSPECTION 
                                          SERVICE 

JOINT DETAIL PASS SEQUENCE JOINT SETUP 
ROOT GAP (a)     1-2 mm 
ROOT FACE                              N/A 
JOINT ANGLE (c)             90° 
INTERRUN CLEANING: 
WIRE BRUSH/GRIND 

MATERIAL SPECIFICATION 
GRADE: 250 MATERIAL GROUP:  A2 
THICKNESS:                   6 mm 
RANGE QUALIFIED:       4 mm – 9 mm 

THERMAL TREATMENT 

  

PREHEAT:                             NIL if >20°C
INTERPASS:  MAX: 230°C     MIN:  20°C 
P.W.H.T: N/A 
HEATING RATE:  N/A 
COOLING RATE: AIR 

WELD PASS 
 

ELECTRODE/ 
WIRE TYPE WELDING PARAMETERS 

NO SIDE 
 POS TYPE SIZE WELD 

PROCESS 
GAS 

FLOW 
L/min 

AMPS VOLT POL 
+/- 

TRAVEL 
SPEED 
mm/min 

INTERPA
SS 

TEMP°C 

HEAT 
INPUT 
KJ/m

m 
1 
2 
3 

1 
1 
1 

6F 
6F 
6F 

16TC 
16TC 
16TC 

3.2 mm 
3.2 mm 
3.2 mm 

MMAW 
MMAW 
MMAW 

N/A 
N/A 
N/A 

90±10 
110±10 
130±10 

20±2 
22±2 
24±2 

DC+ 
DC+ 
DC+ 

90 
120 
150 

230°C 
230°C 
230°C 

1.20 
1.21 
1.25 

TEST COUPON IDENTIFICATION CONSUMABLE DETAILS N.D.E 
WELDER ID: WEPJB0012 
COUPON #: WTP0003 
DATE WELDED: 02/11/04 

STICKOUT: N/A 
SHIELD GAS: N/A 
FLUX: N/A 
ELECTRODE:  E4816
DIAMETER: Ø3.2 mm 
FILLER WIRE: N/A 
BATCH #: WIA00123 

VISUAL:                             YES/NO 
M.P.I:                                  YES/NO
U/T:                                    YES/NO 
R/T:                                    YES/NO 
P/T:                                    YES/NO 

NOTES: 
ELECTRODES TO BE STORED AND CONDITIONED IN 
ACCORDANCE WITH MANUFACTURERS’ 
RECOMMENDATIONS 

PREPARED BY:  JOE BLOGGS 
 
WITNESSED: WORKSHOP WELDING 
  SUPERVISOR 

Water Agency’s Weld Procedure Qualification         Form:  WIWS-02-WPS 

c 

a
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WATER AGENCY 

 
WELDER QUALIFICATION RECORD 

(WQR) 

 
PAGE:                                            1 of 1 

WELDERS DETAILS WELD PROCEDURE SPECIFICATION TESTED 

WELDERS NAME:                          JOE BLOGGS 
WELDERS ID#                        WEPJB0012 
DATE WELDED:                                 02/11/04 

WPS #                                                   WEPWS01 
CODE #    AS:1554.1 
 

WELD PASS  ELECTRODE  WELDING PARAMETERS 

NO SIDE POS TYPE SIZE 
WELD 

PROCES
S 

GAS 
FLOW 
L/min 

AMPS VOLT POL 
+/- 

TRAVEL 
SPEED 

INTERPASS 
TEMP°C 

HEAT 
INPUT 
KJ/mm 

1 
2 
3 

1 
1 
1 

5F 
5F 
5F 

16TC 
16TC 
16TC 

3.2 mm 
3.2 mm 
3.2 mm 

MMAW 
MMAW 
MMAW 

N/A 
N/A 
N/A 

90 
120 
135 

20 
22 
24 

DC+ 
DC+ 
DC+ 

90 mm 
100 mm 
120 mm 

200°C 
200°C 
200°C 

1.2 
1.58 
1.62 

TEST COUPON IDENTIFICATION CONSUMABLE DETAILS VISUAL EXAMINATION 
 
COUPON #: WTP003 
 
 

STICKOUT: N/A 
SHIELD GAS:  N/A 
FLUX: N/A 
ELECTRODE: E4816  Ø3.2 mm
FILLER WIRE: N/A 
BATCH #:   WIA0012345 

 
PASS                     YES/NO 
 
FAIL                     YES/NO 
 
( IF YES FOR FAIL, REFER NOTES) 

EXTENT OF TESTING REQUIRED NDE TEST CERTIFICATE MECHANICAL TEST CERTIFICATE 
NDE MECHANICAL 

VISUAL Y/N 
RT  Y/N 
UT Y/N 
MT Y/N 
PT Y/N 

TENSILE Y/N 
BENDS Y/N 
IMPACTS Y/N 
MACRO Y/N 
HARDNESS Y/N 
OTHER  Y/N 

 
VISUAL                   WEPVI234 
RT                           N/A 
UT                            N/A 
MT                           WEPMT23 
PT                           N/A 

TRANSVERSE TENSILE               N/A 
ALL WELD TENSILE                     N/A 
BENDS                           N/A 
IMPACTS                                        N/A 
MACRO                            WEPMAC234 
HARDNESS                                    N/A 
OTHER                                            N/A 

NOTES: 
 
VISUAL EXAMINATION FAILED DUE TO EXCESSIVE OVERLAP 
REMOVE WITH GRINDER TO RECTIFY 

PREPARED BY: WELDING SUPERVISOR 
 
CHECKED BY: WSP RESPONSIBLE WELDING 

 COORDINATOR 
WITNESSED BY: ABC INSPECTION SERVICE 

Water Agency’s Welder Qualification Record      WIWS-03-WQR 
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WATER AGENCY 
 

WELDING / NON DESTRUCTIVE TESTING LOG 
(W/NDTLOG) 

ITP No.                                                                           DATE: 7/12/04                 PAGE:1 of 1 
PROJECT DETAILS ITEM DETAILS 

PROJECT: PUMP STATION 
CONTRACT: PS1 

WELDMAP Drg REFERENCE: XXXX-XXXX 
ITEM: MAIN PUMPING MAINIFOLD 

Weld No. Weld Position Welding Procedure 
Specification 

(WPS) 

Welder ID Date Welded R/T Report No M/T-P/T 
Report No 

U/T Report No. Acceptance 

SW001 5F WEPWS01 WEPJB0012 02/11/04 WEPRT123 WEPMT123  ABC INSPECTIONS 

SW002 6G WEPWS02 WEPJB0012 02/11/04 WEPRT123 WEPMT123  ABC INSPECTIONS 
FW001 6F WEPWS03 WEPRD0011 02/11/04  WEPMT123 WEPUT123 ABC INSPECTIONS 
FW002 6G WEPWS02 WEPFF0013 02/11/04 WEPRT123 WEPMT123  ABC INSPECTIONS 
FW003 6G WEPWS02 WEPRD0011 02/11/04 WEPRT123 WEPMT123  ABC INSPECTIONS 
FW004 5F WEPWS01 WEPFF0013 02/11/04  WEPMT123 WEPUT123 ABC INSPECTIONS 
FW005 6F WEPWS03 WEPJS0014 02/11/04  WEPMT123 WEPUT123 ABC INSPECTIONS 
FW006 5F WEPWS01 WEPJS0014 02/11/04  WEPMT123 WEPUT123 ABC INSPECTIONS 
SW003 6G WEPWS02 WEPJB0012 02/11/04 WEPRT123 WEPMT123  ABC INSPECTIONS 
SW004 3G WEPWS04 WEPRD0011 02/11/04 WEPRT123 WEPMT123  ABC INSPECTIONS 
SW005 5G WEPWS05 WEPRD0011 02/11/04 WEPRT123 WEPMT123  ABC INSPECTIONS 
FW007 5F WEPWS01 WEPRD0011 02/11/04  WEPMT123 WEPUT123 ABC INSPECTIONS 
         

         

         

         

         
Water Agency’s Welding / NDT Log         Fpr,” WIWS-04- WNDTLOG 
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MANUFACTURES DATA REPORT (MDR) 

 
 

PROJECT:         
 
CONTRACT: 
 
DATE: 

 
CONTENTS PAGE NO. 

SECTION A  
  Inspection & Test Plan (ITP)  
  Checksheets (ITPCK)  
  
SECTION B  
  As-Built Drawings (Weldmap)  
  
SECTION C  
  Welding Procedures  
  
SECTION D  
  Welding & NDT Record Sheet  
  
SECTION E  
  Index of Enclosed NDT Reports  
  Non Destructive Examination Reports  
  
SECTION F  
  Pressure Test Reports  
  
SECTION G  
  Protective Coating Reports  
  
SECTION H  
  Miscellaneous  
  Materials Certificates  
  Welding Consumable Records  
  Welder Qualification Records  
  NDT % of Production Welds  
  NDT % of Welders Production Welds  
  

 
KEY: NR = NOT REQUIRED 
 
 
 
 
 
 
Water Agency’s Manufacture Data Report      Form:  WIWS-06-MDR 
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WATER AGENCY INSPECTION TEST PLAN / CHECKSHEET 
(ITPCK) 

ITPCK No. BC1234     Rev.0   PAGE: 36 of 14 
PROJECT DETAILS ITPCK DETAILS 

PROJECT: PUMP STATION  
CONTRACT: PS1 
WORK TYPE: PRESSURE PIPE 

DRAWING REFERENCE: XXXX XXXXXX XX 
DATE: 01/06/05 
DEVELOPED BY: Joe Bloggs 

INSPECTION AND TEST PLAN 
 

HOLD / WITNESS CHECK 
Inspection Point / Acceptance 

Item 
No: 

Inspection / Test Activity 
(Spec/ Drg. Ref) 

Responsibility Frequency Inspection / Test 
method 

Acceptance Criteria Record WSP RWC 
(Sign & Date) 

 WA RWC 
 (Sign & Date) 

1 Design verification, design 
calculations & drawings 

 WA RWC Before any 
work on 
project 

Review Contract BCPS5 – Clause 
2.3.1 

This ITPCK V H 

2 
 

All material checked against 
purchase order for quantity 
and supplied with relevant 
material certificates from the 
supplier. 

WSP RWC All Items Visual check In accordance with 
AS 4458:1997 – Clause 4.4., 
and with purchase orders and 
drawing. 

This ITPCK and 
signed of 
delivery dockets 

V W 

3A Welding Procedures WSP RWC At the start 
of the 

project and 
throughout 
the project 
as required 

Visual check 
Certificates 
WIWS:2005 

 

In accordance with AS 
4041:1998 Sec 5, refers 
AS/NZS 3992:1998 Sec 2 & 3, 
and with the detailed design 
drawings 

This ITPCK V H 

3B 
 

Welding Personnel WSP RWC All Welders 
before 
starting 
work on 

the project 

Visual check 
Certificates 
WIWS:2005 

In accordance with 
AS 4041:1998 Sec 5, refers 
AS/NZS 3992:1998 Sec 2 & 3, 
& AS 4037:1999 – Table 8.2 & 
8.4 – Class 2, and with the 
detailed design drawings 

This ITPCK V/W H 

4 
 

Equipment checked and in 
good working order & correct 
welding consumables are 
used 

WSP RWC All major 
items 

Visual check Maintained in accordance with 
manufactures 
recommendations & the 
qualified welding procedures 

This ITPCK V W 

5 Dimensional inspection prior 
to cutting and forming 

WSP RWC All Items Visual check 
AS 4458:1997 – 

Section 8 

Drg. XXXX-XXXX This ITPCK V W 

6 Check joint fit up & joint 
preparation 

WSP RWC All Items Visual check 
AS 4458:1997 – 

Section 8 

In accordance with 
AS 4458:1997 – Section 8, 
and approved WPS 

This ITPCK W W 

7 Visual inspection of welding 
during fabrication 

WSP RWC Contract 
Clause 
4.7.2 – 
(10%) 

AS 3978:2003, & 
AS 4037:1999 – 

Clause 3.2 

AS 4037:1999 – Table 8.4 – 
Class 2 

Highlight all 
checked welds 
on the attached 
drawings & this 
ITPCK 

W W 
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WATER AGENCY INSPECTION TEST PLAN / CHECKSHEET 
(ITPCK) 

ITPCK No. BC1234     Rev.0   PAGE: 2of 14 
PROJECT DETAILS ITPCK DETAILS 

PROJECT: PUMP STATION  
CONTRACT: PS1 
WORK TYPE: PRESSURE PIPE 

DRAWING REFERENCE: XXXX XXXXXX XX 
DATE: 01/06/05 
DEVELOPED BY: Joe Bloggs 

INSPECTION AND TEST PLAN 
 

HOLD / WITNESS CHECK 
Inspection Point / Acceptance 

Item 
No: 

Inspection / Test Activity 
(Spec/ Drg. Ref) 

Responsibility Frequency Inspection / Test 
method 

Acceptance Criteria Record WSP RWC 
(Sign & Date) 

 WA RWC 
 (Sign & Date) 

8 Visual inspection of 
completed Welds 

WSP RWC 100% AS 3978:2003, & 
AS 4037:1999 – 

Clause 3.2 

AS 4037:1999 – Table 8.4 – 
Class 2 

Highlight all 
checked welds 
on the attached 
drawings, 
WIWS-10 - 
PFCK 

V W 

9 NDT of welds before 
Postweld Heat Treatment 
(PWHT) 

N/A N/A N/A N/A N/A N/A N/A 

10 Dimensional Inspection after 
fabrication 

WSP RWC 100% AS 4458:1997 – 
Clause 21.2 

In accordance with Contract 
BCPS5 Clause 4.2.1, for 
Construction Drawings, any 
that are not as shown on the 
drawings are to be marked in 
red pen and identified as “As 
Constructed”. 

Highlight all 
checked 
dimensions on 
the attached 
drawings 

V W 

11 Verify PWHT N/A N/A N/A N/A N/A N/A N/A 
12 Pressure Testing WSP RWC 100% AS 4037:1999 – 

Sec 17 
In accordance with Contract 
BCPS5 - Section 4.2, AS 
4037:1999 – Sec 17 & WIWS-
09 PTR 

WIWS-09 – PTR 
(Pressure Test 
Record) 

V W 

13 Pre-delivery surface and 
edge preparation 

Contractor 
Welder/ 

Fabricator 

100% AS 4458:1997 – 
Clause 21.3 

In accordance with Contract 
BCPS5 - Clause 3.6.5 

This ITPCK V W 

14 Radiographic Test on butt 
welds 

Contractor &  
NATA 

approved 
testing lab. 

Contract 
Clause 
4.10.2 – 
(10%) 

AS 2177.1:1994 – 
XR2/S& 

XR2/DWS 

Radiographic Test butt welds 
AS 4037:1999 – Table 8.2 – 
Class 2  

NATA Endorsed 
Radiographic 
Inspection 
Report 

V V 

15 Magnetic Particle Test Contractor &  
NATA 

approved 
testing lab. 

Contract 
Clause 
4.11.2 – 
(10%) 

AS 1171:1998 – 
EMY-AC 

Magnetic Particle Test AS 
4037:1999 – Table 8.4 – 
Class 2 

NATA Endorsed 
Magnetic 
Particle 
Inspection 
Report 

V V 
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WATER AGENCY INSPECTION TEST PLAN / CHECKSHEET 

(ITPCK) 
ITPCK No. BC1234     Rev.0   PAGE: 3 of 14 

PROJECT DETAILS ITPCK DETAILS 
PROJECT: PUMP STATION  
CONTRACT: PS1 
WORK TYPE: PRESSURE PIPE 

DRAWING REFERENCE: XXXX XXXXXX XX 
DATE: 01/06/05 
DEVELOPED BY: Joe Bloggs 

INSPECTION AND TEST PLAN 
 

HOLD / WITNESS CHECK 
Inspection Point / Acceptance 

Item 
No: 

Inspection / Test Activity 
(Spec/ Drg. Ref) 

Responsibility Frequency Inspection / Test 
method 

Acceptance Criteria Record WSP RWC 
(Sign & Date) 

WA RWC 
 (Sign & Date) 

16 Final Inspection  WA RWC 
& WSP RWC 

100% Visual check & 
Review 

In accordance with Contract 
BCPS5 - Section 5.1 

This ITPCK W H 

17 Final Documentation Check WA RWC & WSP 
RWC 

100% Review 
 

In accordance with Contract 
BCPS5 - Section 5.2 

Records noted 
above & this 
ITPCK 

V H 

18 Prepare Manufactures Data 
Report (MDR) 

WSP RWC 100% WIWS-06 – MDR 
 

All procedures, drawings, 
results filed In accordance with 

Contract BCPS5 - Clause 
5.2.2 & WIWS-06 – MDR 

This ITPCK V H 

19 Loading Check before 
Transport 

WSP RWC 100% AS 4458:1997 – 
Section 21.3 

In accordance with Contract 
BCPS5 - Clause 7.2.6 

This ITPCK V W 
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WATER AGENCY 
NON DESTRUCTIVE TEST REQUEST 

(NDTR) 

  
ITP No. BC 1234                   PAGE:1 of 1 

PROJECT DETAILS ITEM DETAILS 

PROJECT: PUMP STATION 
CONTRACT: PS1 

TEST DATE: 31/05/05 
TEST LOCATION:  

Drawing No Weld No. Welder ID Welding 
Process(s) 

OD Ø 
Tested & 
Wall 
Thickness 
(mm) 

Material Type 
(AS/NZS 3678:1996) 

R/T 
Required 
(Yes/No) 

M/T 
Required 
(Yes/No) 

P/T 
Required 
(Yes/No) 

U/T 
Required 
(Yes/No) 

Other 

XXXX-XXXX 
FW001 

WEPJB01 GMAW 356, 10 Carbon Steel – 

Grade 250 

No Yes No No  

 
FW002 

WEPJB01 GMAW 356, 10 Carbon Steel – 

Grade 250 

No Yes No Yes  

 SW008 WEPJB01 GMAW 457, 10 Stainless Steel - Grade 

316 

No No Yes No  

 SW0020 WEPJB01 GMAW 457, 10 Stainless Steel - Grade 

316 

Yes No Yes No  

           

XXXX-XXXX FW0012 WBWJS01 MMAW 610, 10 Carbon Steel – 

Grade 350 

No Yes No No  

 FW0030 WBWJS01 MMAW 610, 10 Carbon Steel – 

Grade 350 

No Yes No No  

           

           

           

           

           

           
Water Agency’s Welding Non Destructive Test Report         Form:  WIWS-08-NDTR 
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WATER AGENCY 

 
PRESSURE TEST RECORD 

(PTR) 

PAGE:                                      1 of 1 
PROJECT DETAILS TEST LOCATION DETAILS 

PROJECT: PUMP STATION  
CONTRACT: PS1 
DRAWING REFERENCE: XXXX-XXXX 
TEST DATE: 31/05/05 

SITE LOCATION:  
…………………………………………………………………
…………………………………………………………………
………………………………………………………………… 

TEST GAUGE DETAILS 
TEST GAUGE No. TEST GAUGE CALIBRATION 

TEST GAUGE 1  No  0001 CALIBRATION TEST DATE  11/12/04 
TEST GAUGE 2  No  0002 CALIBRATION TEST DATE  21/10/04 
TEST GAUGE 3  No  0003 CALIBRATION TEST DATE  06/03/05 
TEST GAUGE 4  No  0004 CALIBRATION TEST DATE  16/02/05 

TEST SECTION PRESSURE TEST TYPE 

FROM :  VALVE 001 
TO: VALVE 002 
FROM :  FLANGE 001 
TO: FLANGE 002 

DESIGN PRESSURE: 2000 kPa 
TEST PRESSURE: 2500 kPa 
HOLD TIME: 2 hrs 

HYDROSTATIC: YES/NO 
PNUEMATIC: YES/NO 
VACUUM: YES/NO 

TEST DETAILS 
 TIME / DATE PRESSURE TEST WATER TEMP °C AMBIENT TEMP °C 

START: 31/05/05 – 10:00 2490 kPa 10 19 

FINISH: 31/05/05 – 12:00 2520 kPa 10 22 

NOTES: 
 

STANDARD PRESSURE TEST AFTER STORAGE TANK OUTLET 
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
…………………………………………………………………………………………………………………………………………
………………………………………………………………………………………………………………………………………… 

TEST VERIFICATION WATER AGENCY’S REPRESNTATIVE CONTRACTOR 
NAME Jimmy Smith Ted Bloggs Joe Bloggs 

DATE 31/05/05 31/05/05 31/05/05 

SIGNATURE   

REFERENCE: 
Test Code / Design Code Requirements 
AS 4036:1999 – Section 17-21 

  

Water Agency’s Pressure Test Record       Form:  WIWS-09-PTR 
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WATER AGENCY 
 

PIPING FABRICATION CHECKLIST 

PAGE:                     1 of 2 

PROJECT  CONTRACT 
No  

ITEM DESCRIPTION  

DRAWING No  

STANDARD   CLASS  

INSPECTION/ ACTIVITY WSP RWC  WA RWC 

1.0 Material complies with specified requirements    

2.0 Weld Procedures issued/approved   

3.0 Welder Qualification Records, issued/approved   

3.1 Pre Welding Checks    

3.1.1 Dimensional Checks to Drawing acceptable    

3.1.2 Weld Preparations acceptable    

3.1.3 Flanges Aligned and acceptable   

3.1.4 Consumable Verification   

3.2 Production Welding Checks    

3.2.1 Preheat Requirements   

3.2.2 Root Run Visual Check (Random)    

3.2.3 Hot Pass Visual Check (Random)   

3.2.4 Capping Run(s) Visual  Check (Random)    

3.2.5 
WPS Parameter Check (Random) including Preheat Temp.  as  

applicable  
  

3.2.6 100% Visual Inspection Completed & acceptable (see back of form)   

3.3 Post Welding Checks    

3.3.1 Weld Visual (AS/NZS 1554.1:2004, Table 2) Acceptable   

3.3.2 Weld Visual (AS 4037:1999) Acceptable   

3.3.3 Post Weld Heat Treatment acceptable (if applicable)   

4.0 Dimensional Checks to Drawing acceptable    

4.1 NDT completed & acceptable   

5.0 Identification/Traceability    

5.1 Pipe Spool Identification acceptable   

6.0 
Surface Treatment Requirements e.g. Passivation, 

Buffing/Polishing 
  

6.1 Surface Treatment acceptable (if applicable)   

7.0 Final Inspection Complete & acceptable   
Water Agency’s Piping Fabrication Checklist                                                     Form:  WIWS-10-PFCK 
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WATER AGENCY 

 
PIPING FABRICATION CHECKLIST 

 
PAGE:                     2 of 2 
WELD VISUAL INSPECTION 

WELD No COMMENTS RESULT 

  C / DNC 

  C / DNC 

  C / DNC 
  C / DNC 
  C / DNC 
  C / DNC 
  C / DNC 
  C / DNC 
  C / DNC 
  C / DNC 
  C / DNC 

TEST VERIFICATION WA RWC CONTRACTOR 

NAME   

DATE   

SIGNATURE   

REFERENCE   

Water Agency’s Piping Fabrication Checklist                 WIWS-10-PFCK 
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  Member      Non-       Qty  
 Member  
 Code $ $      

TN1 The Weldability of Steels (2006) (H/c or CD) Revised  44 66 ......... 
TN2 Successful Welding of Aluminium (2006) (H/c or CD) Revised  44 66 ......... 
TN3 Care & Conditioning of Arc Welding Consumables (2006) (H/c or CD) Revised  44 66 ......... 
TN4 The Industry Guide to Hardfacing for Control of Wear (2006) (H/c or CD)  44     66 ......... 
TN5 Flame Cutting of Steels (1994)*  31  44 ......... 
TN6 Control of Lamellar Tearing (1985)*  23  33 ......... 
TN7 Health & Safety in Welding (2004) (H/c or CD)  44  66 ......... 
TN8 Economic Design of Weldments (1979)  23  33 ......... 
TN9 Welding Rates in Arc Welding Processes (Pt1 MMAW) (1979)  23 33 ......... 
TN10 Fracture Mechanics (2002)  44 66 ......... 
TN11 Commentary on AS/NZS 1554 Structural Steel Welding (2004) (H/c or CD)  44 66 ......... 
TN12 Minimising Corrosion in Welded Steel Structures (1996)  31 44 ......... 
TN13 Stainless Steels for Corrosive Environments (2000)  31  44 ......... 
TN14 Design and Construction of Welded Steel Bins (1984)*  23  33 ......... 
TN15 Welding & Fabrication of Quenched & Tempered Steel (1996)   31  44 ......... 
TN16 Welding Stainless Steels (1985)*  23  33 ......... 
TN17 Automation in Arc Welding (1986)  23  33  ......... 
TN18 Welding of Castings (1987)*  23 33  ......... 
TN19 Cost Effective Quality Management for Welding (1995)*  31 44  ......... 
TN20 Repair of Steel Pipelines (2004) (H/c or CD)  44 66 ......... 
TN21 Submerged Arc Welding (1999)  31 44  ......... 
TN22 Welding Electrical Safety (Revised 2003)* 44  66 ......... 
TN23 Environmental Improvement Guidelines (2002)  44 66 ......... 
[TN24 Self-Assessment of Welding Management and Coordination to AS/NZS ISO 3834  
and to ISO 14731 (2003) superseded by WTIA TGN-3834-00 to 10]  FOC ......... 
TNB Binder for Technical Notes     8            12     ..….... 
TNS Full set of Technical Notes with binders      665             975  …..... 
 
*Only available as a certified photocopy, a pdf file by email, or on CD.  
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Manual Metal Arc Welding Training Manual 39 55 …….. 
Aluminium Welders Training Manual (1990) 39 55 …….. 
Fracture Control in Gas Pipelines Seminar (1997)  88 110 …….. 
International Pipeline Conferences  (1999 - 2005) POA POA .……. 
WTIA Annual Conferences POA POA .……. 
TWI multi-purpose welding gauge  160 182  …….. 

TWI Wall Charts  POA POA …….. 
 
All prices include Goods & Services Tax (GST) 10% and delivery within Australia. 

 
The WTIA has joined forces with industry and Governments and created a multi million dollar Technology Support Centres Network.  This Network assists industry to identify and exploit world’s best 
technology and manufacturing methods to establish a vibrant Australian industry beyond 2008.  Together we are implementing a step-by-step process that will lead to ongoing viability and greater 
profitability for all concerned: 

(1) Determine your technological and manufacturing needs; 
(2) Identify world’s best practice; 
(3) Draw upon the network to implement world’s best practice at your site. 

 
 

  MEMBER INTERNATIONAL INSTITUTE OF WELDING 
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MS01-TWM-01                  Total Welding Management System [CD ROM] 
MS02/5-OHS-01            Welding OHS&R Management System [CD ROM] 
                                                  (incorporating MS02; MS03;  MS04; MS05) 
MS06-ENV-01                        Welding Environmental Management System 
MS07-OHSMINE-01  Occupational Health and Safety Management System 

for Cutting and Welding in the Mining Industry  
PLUS Self Assessment Tool 

PG-WD-01                                                           Weld Defects Pocket Guide 
PG-SS-01                                             Welding Stainless Steel Pocket Guide 
CR-01          Contract Review for Welding and Allied Industries [CD ROM] 

     Member          Non-         
Member 

             $                 $ 
         88               132  
         88               132  
          
         88               132 
       220               440 
 
  
         16.50            33  
         16.50            33  
         44                 66  

Qty 
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Please provide me with a quotation on the following: 
 

Title of Standard or Book: ________________________________________________________________ 
 

Standard No: ________________________ 
 

Title of Standard or Book: ________________________________________________________________ 
 

Standard No: ________________________ 
�

���������� �
Please Show Number of Items to be Ordered on Listing Above 

 
Name..................................................…………….
        
Position...............................................…………… 
        
Company............................................…………….
        
Address..............................................…………….
        
.........................................…....P/code..……........
   
Phone.................................................................… 
 
Email……………………………………………. 
 
WTIA Member No. ……..….Order No..……….�

Payment: Cheque  /  Credit Card 
Amount $..........….. 

(Express Post:  quote on application ) 
Bankcard  /  Mastercard  /  Visa  

  
Card No..................................................……............. 
 
Expiry...........................................……........................
        
Name on Card..............................……........................ 
 
Date………………….. 
 
Signature ………………………………….…………
  

 
All prices include Goods & Services Tax (GST) 10% and delivery within Australia. 
 
Return to: Welding Technology Institute of Australia  (ABN 69 003 696 526) 
PO Box 6165 Silverwater  NSW  1811  Australia 
Tel: 02 9748 4443   Fax: 02 9748 2858 Email: info@wtia.com.au 

 
 
 

 

Office use only:  Emailed/Posted Date:__/__/__ 
 
Sent via Express/Courier/Standard Post. 
 
Signed:_________________ 




