Llectrode and manufacturer Lincaoln Efectric Lir_wolr; Weld L-50

- Fux and manufacturer N/A -

Shielding gas __ 85% Argon/ 15% co2 . Flow rate 19-27 L / min
“ingle or multiple paés Singie or Multiple
Single or multiple arc Singie

Welding current  DCEP

Polarity Reverse - electrode positive
Welding progression __ Stringers

Root treatment clean base metal

Preheaf and interpass temperature base metal up to 3/4" (50°F) ; over 3/4 thru 1-1/2" (150°F ) : over 1-1/2" thru 2-1/2" (225%F)

Postheat treatment None

Electrode extension 34" = 144" ' .
. WELD!NG PROCEDURE
" Weld Pass Electrode | Welding parameters Travel . Joint detail
size no, size Amperes ] Volts . Speed
5/16" T 0.062" 275 A 25V 8-10 ipm
> 25 *2 -
7/16" 1&2 | 0.062" l ' i 8-10 ipm
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