Highway Safety Corporation

Glastonbury, CT
Welding Procedure Specification

Material specification

ASTM A36, A572 ar 50, A709 Gr 36, ASTM A708 Gr 50, A500 grg

Welding process

Gas Metal Arc Weiding (GMAW)

Manual, semi-automatic, or automatic
Position of welding

Semi-Automatic

Horizontal (2F)

Filier metal specification

AWS A5.18

Filler metal elassification

ER705-3

Electrode and manufaciurer

Lincoln Eleciric Lincoln Weld LS50

Fiux and manutacturer N/A
Shieldng gas  BE% Argon / 18% CO2 Flow rate 18-27 L/ min
Single or multiple pass Singie
Singls or multiple arc Singie
Welding currert DO
Poiarity Reverse
Weiding progression Stringers
Root treatment None
Preheat and interpass temperature Base Metal up to 3/4" (50°F) ; over 3/4-1 1/2" { 70%F )
Postheat treatment None
Electrode extansion 34"+ 1jar
WELDING PROCEDUR
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Project Name

St. Johnsbury, Lyndon, Waterford VT

Project Number
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