WELDING PROCEDURE | o
OF
B RENAUD BROS. INC. RE-TW—001 A
W DATE: 3/30/18 PROJECT NAME: WOODSTOCK VILLAGE
_ BY: A. DUNKLEE |PROJECT NO. (43)
2 i e e[S CODE: D15 [PQR REF. NO: /A
MATERIAL SPECIFICATION:| A36, A53
WELDING PROCESS:  SMAW
MANUAL, SEMI—AUTOMATIC OR AUTOMATIC:| MANUAL
WELDING POSITION:| ALL
FILLER METAL SPECIFICATION:| ANSI/AWS A5.1—A5.5
FILLER METAL CLASSIFICATION:| E7018
FLUX:| N/A
SHIELDING GAS:| N/A FLOW RATE:| N/A
SINGLE OR MULTIPLE PASS:  MULTIPLE
SINGLE OR MULTIPLE ARC:| SINGLE
WELDING CURRENT:| DC PP FUaNE
WELDING POLARITY:| ELECTRODE POSITIVE (z0112|2(5(212] |)
WELDING PROGRESSION:| N/A gr?.n
ROOT TREATMENT:| REMOVE ALL IMPURITIES & GALV. 20l |2|EP |55 |B
PREHEAT & INTERPASS TEMPERATURE:|>13"=70°F 13"—24"=150'F OVER 2§"=225°F %ﬁ § 2|2 'é
POSTHEAT TREATMENT: N/A %g v
HEAT INPUT:| MIN:| N/A MAX:| N/A 593 )
ELECTRODE STICKOUT:| N/A )
TRAVEL — .
P:\g:s ELI;(IZZTE:ODE wAE';ngNG C\l/JcI;\’LF_\’I_ESNT RAVEL JOINT DETAIl -
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NOTES

A= 1/8" WELD @ PICKETS

A= 3/16" WELD @ POSTS & RAIL CONN.
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