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WELDING PROCEDURE SPECIFICATION

SPECIFICATIONS AND CODIE,  AASHTO--AWS D15
MATERIAL SPECIFICATION ASTM A705 GR 50W, GR 30, GR 26
WELDING PROCESS--mwmm FCAW-G
MANUAL OR MACHINE—— SEMLAUTOMATIC
POSITION OF WELDING-—'F & 2F .
FILLER METAL SPECIFICATION AWS 620 CLASSIFICATION: E71Y

TMANUFPACTURER! LINCOLN ELECTRIC " TRADENAME: EHT OUT ERSHMIELD
FLUX~---~ INTERNAL.

SHIELDING GASmmmmmmmvssnans (3002 \ FLOW RATE 45 CFH
SINGLE OR MULTIPLE PAS 8§ MULTIPLE
SINGLE OR MULTIPLE ARC  SINGLE
WELDING CURRENT =« ovasae 30
POLARITY : REVERSE P
WELDING PROGRESSION
ROOT TREATMENT e (SLEANED & PREPARE!) BRIGHT METAL
PREHEAT AND INTERPASS TEMPERATUREwsswsrw ~wnee SEE BELOW
POSTHEAT TEMPERATURE MIA
HEAT IMPUT MIN. MK, ——
WELDING PROCEDURE
PASS ELECTRODE 'WELDING CURRENT TRAVEL SPEED JOWNT DETAIL
NGO, SIZE AMPERES VOLTS ’
ALL 0.045 190-230 27-23 8-9
£ IG5 g =}
PREHEAT TEMPS, . = ’
THICKNESS CTTEMP. < e L7l
UP TO 34" : 30 DEG.F
OVER 3/4" TO 1 172" 70 DEG. F =
OVER 1 12" TO 2 172" 150 DEG. F s
OVER 2 1127 225 DEG.F
INTERPASS TEMP: 400 DEG.F
it Ho

THIS PROCEURE MAY VARY DUE TO FABRICATICN SEQUENCE, FIT-UP, PASS BIZE, ETC.
WITHIN THE LIMITATION OF VARIABLES GIVEN IN SECTION §.
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