Highway Safety Corporation
Giasionbury, CT
Welding Procedure Specification

Material specification ASTH A36, AS72 or 50, A70S8 Gr 36, ASTH A709 Gr 50, A500 aris
Welding process Gas Metal Arc Welding (GMAW)}

Manual, semi-awtomatic, or automatic Semi-Automatic

Position of walding Horizontal (2F}

Filler metal specification AWE A5.18

Filier matal ciassification ERT708-3

Elecirode and manufaciurer Lincoln Eleetric Lincoln Wald L-50

Flux and manufaciurer NIA

Shielding gas __ 85% Argon / 15% CO2 ‘ Fiow rate 18-27 L./ min
Singie or multiple pass Single & Multiple

Single or muliiple arc Single

Welding currert  DC

Polarity Reverse

Welding progression  Stringers

Root treatment Mons

Prehsat and interpass temperaturs Base Metal up to 34" (50°F; ; over 3/4-1 1/2° { 70°F )
Postheat ireatment None |
Electrode extansion 345 = 18"

WELDING PROCEDURE

Wald Pass Electrode | Waelding parameters Travel Joint detail
size ne., size Amperas. Volis spead - i .
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This procedure may vary duse fo fabrication sequence, fit-up, pass size, aic. within the limitation of variabies ohvag
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