Casco Bay Steel Structures
One Wallace Ave, South Portland ME 04106

AWS - Welding Procedure Specification (WPS)
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Fillet weld may be
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PREHEAT TABLE B - - -
f App! icablo slandard

’AWS D1.5 Bridge Weld'ng Cod¥or Inickness 1/8 to 3:4(m 50(‘F) Preheat lo 70{°F) if the basa metal tempera!ura is bolow 32(°F).
- Over 3/4 thru 1-172(in.): 70{*F).

; | Over 1-112 thru 2-172{in ): 150(°F).
| Over 2-172(in.): 225(°F).
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Refer to AWS D1.5 2010 Table 4.3 (pg 85)
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Peenng Nof used
Surface preparation Grind/Blastchemica'Mvirebrush clean to be free of moisture, stag, miliscale, oils, dust ’
Initialinterpass cleaning Brushing and Grindng :
Back gouging method Grind'ng or Air Carbon Arc Gouging
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