Highway Safety Corporation

Welding Procecure Specification

Material specification ASTM ANDY &R 50, AN G 3l ASTL 6450 AdMe
Weiding process Gy METARL ARG ' WELD AN~ CGW\?\N)
Manual, semi-automatic, or automatic SEWAY = ATO WAATIC
Pasition of welding PORATF ONTA (2_ Fv
Filler metal specification AWS ATS.VE
Fiifer metal classification ERTBS-R
Electrode and manufacturer  _\NCoLN ELECTRNC L) NLOLNWELDS L -5D
Flux and manufacturer N/ ,
Shielding gas RG%e ARGOMN (1S9 02 Flow rate Lt CFEW T Sle
Single or multiple pass  MOULTVE LE™
Singie or multiple arc SiMLE
Weiding currant D )
Potarity LENT RS £
Weiding progression STRANGE RS
Roct treatment NOIE
Preheat and interpass temperature S0°%F min (wﬂ o 2/ ) TID°F s g/ Y e Ui )
Fostheat treatment NONE )
Electrade extension 3/@( P e
WELDING PROCEDURE
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This procedure may vary due fo fabrication sequence, fit-up, pass size, etc. within the limitation of variabies given in
saction § of AWS D1.5-88.
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