Highway Safety Corporation

Welding Procecure Specification

Material specification _ASTHA  AT0q G 2, Aty AT04 6+ §D
Welding process GAS METARL ARCL  WELDING CG‘M#\W)

Manual, semi-automatic, or atriomatic _SEWMA -~ B ITOMETVC,

Position of welding W OTAFO TR ( '2_{2)

Filler metal specification  _AviS A S\ ¥

Filler metal classification ER T3 & -3

Eiectrode and manufacturer - LANCOLN ELECTRAGC  LANLOLMNWELD  1.=-S0
Flux and manufacturer N} L )
snieidinggas __ 5% ARGON 5% ¢o; Fowrste |9 - 27 Y

Single or multiple pass SINGLE

Singte or multiple arc SINGLE

Welding current e )

Poiarity LENE RSE

Welding progression < RiN (ERS

Root treatment WONE,

Preheat and interpass temperature Base WETh , UP 0 3" ( SO ') L AVER 3/ - K }'L" C 10 GFB
Fostheat treatment NUNE ' "
Electrode extension 3™ xS

WELDING PROCEDURE

Weid Pass Electrode | Welding parameters Travel JOint detail
size 1o, size Amperes Yolts speed
Ve | | o0d5 [ 300A | 24V 1 a¥ipml  qypICAL ALL FILLET WELDS
Two | ta T .
Ao l p.ods" | 300R 1oy | aFipm
LD BY \

it PSM : T
This proce‘a’ure ;nay %@% d
section 5 of AWS D1.5-85.

rication sequence, fit-up, pass size, etc. within the limitation of variables given in

wPsno. W-\RWL & Fabricator  Highway Safety Corporation
Revisionno. : Autherized by Py KADWE
Supporting PR no. MTC % 6041 YO0 pate 2/\) o)y

ject Name _HWSFOAD  SANRON __ Project Number TtA IR 0@9 -~ | ( -3’)
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