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WELDING PROCERURE SPECIFICATION

MATERIAL SPECIFICATION

WELDING PROCESS _SMAW

MANUAL, SEMIAUTOMATIC OR AUTOMATIC MANUAL

POSITION OF WELDING HORIZONTAL

FILLER METAL SPECIFICATION AWS AS1 "
FILLER METAL CLASSIFICATION E7018
ELECTRODE AND MANUFACTURER JETWELD LH-73 LINCOLN ELECTRIC {Conforms to AWS5.1, ASME SFA-5.1)
FLUX AND MANUFACTURE N/A . | ] :
SHIELDING GAS NiA ) DEW POINT NIA ___FlowratE __ NIA
SINGLE OR MULTIPLE PASS SINGLE PASS
SINGLE OR MULTIPLE ARC SINGLE ARC _
WELDING CURRENT DG 5
1 poLarnY __ REVERSED - _ _
WELDING PROGRESSION N/A

ROOY TREATMENT REMOVE RUST, SLAG, MOISTURE, GREﬁ}ﬁE & ANY FOREIGN MATERIAL
* PREHEAT AND INTERPASS TEMPERATURE NIA
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POSTHEAT TEMPERATURE NIA ) | o )
| WELDING PROCEDURE
|PASS | ELECTRODE | WELDING PARAMETERS | TRAVEL | JOINT DETAIL
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* THIS PROCEDURE MAY VARY DUE TO FABRICATION SEQUENCE, FIT-UP,PASS SIZE, ETC., WITHIN THE LIMITATION OF VARIABLES

VARIABLES GIVEN IN SECTION SA.
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