H

ighway Safety Corporation

Glastonbury, CT
Welding Procedure Specification

hiaterial specfication

Welding process
Manuzl, semi-automatic, or avtomalic

ASTM A

500 gr B

Gas Mefal Arc Welding (GMAW)

osition of weiding

Semi-Aufomatic

_Flat {1F) or Horizontal {2F}

Fitler metal specification

Filer matal classi#fication

Elecirode and manufaciurer

AWS AG.18

ER70S8-2
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Fiux and manufacturer NiA -
Shislding gas  BS% Argon / 15% CO2 Flow rate 19-27 L/ min
Single or multiple pass Single
-"Sih'éfe ar muitiple arc Single
Welding currens DCEP _ -
Polarity Reverse - electrode positive
Welding orogression atringers o
Roct freaiment clean base metal
»reheat and interpass temperaiure base metal up to 344" [50°F)
Pestheat treatmant None o .
Slectrods extension 314" £ 44"
WELDING PROCEDURE
Weid Pass a Electrode | Welding parameters Travei Joint detay!
size no, 1 skze Amperes Velte spesd
1 0.045" 300 A 29V 14 ipm
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This procedure may vary dus e fabrication sequence, fHl-up, pass sizg, etc. within the imitaticn of variables given in
section S of latest edition AWS D 1
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