Highway Safety Corporation

Glastonbury, CT
Welding Procedure Specification

Material specification ASTIE A3E, AS72 gr 50, A708 Gr 38, ASTM A708 Gr 50, AS0D gr B

Waiding process Gas Metal Arc Welding (GMAW)}

Manual, semi-automatic, or altomatic Semi-Automaiic

Paosition of welding Horizontal (2F}

Filler metal spacification AWS AB.18

Filler metal classification ER708-3

Elecirode and manufacturer Lingoln Eleeiric Lincoln Weld L-50
Flux and manufacturer N/A

Shielding gas __86% Argon {15% COZ Fiow rate 19-27 L/ min
Single or mu{fip%e pass Single

Single or multiple arc Singie

Walding current DO

Polarity HReverse

Welding progression Stringers

Root reatment MNone

Preheat and interpass femperature Base Matal up to 3/4" (50°F) ; over 3/4-1 1/2" { TOPF )

Postheat treatment None
Electrode extension 34" x /48"
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Project Name St Johnsbury, Lyndon, Waterford VT Project Number HES 091-3(42) & HES 083-1(10)




