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Material specification

Weiding process
Manual, semi-automatic, ot automatic

Position of welding
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Filler metal specification’

Filler metal classification
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Electrode and manufacturer -

Fiux and manufacturer

Shielding gas
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Single or multiple pass

Single or multipie arc

Welding current

Potarity
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Welding progression I STEANERS

Root treatment NIONE
Freheat and interpass temperature SO A,
p—
Postheat treatment NOoNe
Electrode extension N\ e
WELDING PROCEDURE
Weld Pass Electrode | Welding parameters Travel Joint detail
size no, size Amperes Valts speed
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This procedure may vary due o fabrication sequence, fit-up, pass size, etc. within the limitation of variables given in

section 5 of _AWS D1.5-85.
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