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PROCEDURE SPECIFICATIONS g ‘“‘}% > '
MATERIAL SPECIFICATION ASTM 4733 GRADES: 258, 345, 34 o 2T WELDING PROCEDURE FOR AWS PREGUALIFIED JOINTS
WELDING PROCESS SUBMERGED ARC WELDING 8x & £ J
MBNUAL OR MACHINE SEMIAUTOMATIC OR MACHINE (-4 o 82 £ 4 W44X 3 \g &
B [ 2
i?fgé%ggjmwgféésﬂcmow iifs A%.23 9w W T & PROCEDURE. SPECIFICATIONS ks P @
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MINIMUM PREMEAT AND INTERPASS TEMPERATURE WELD METAL CLASSIFICATION F764-EMIZK-NI1 ‘fg - MATERIAL SPECIFICATION ASTM A-36, A-572, A-588 ﬁ z % E o
WIRE /ELUX LINCOLN. LBL/ 65018 il S WELDING PROCESS — SUBMERGED ARC WELDING -8 o €2 £
WIRE DIAMETER 20 -~ < MANUAL OR MACHINE SEMIAUTOMATIC OR MACHING S & oy & =
) o SINGLE OR MULTIPLE ARC SINGLE ARC & = POSITION OF WELDING oF 2% e
SHIELDED METAL-ARC WELDING WITH LOW SOLARTTY . P 3 FILLER METAL SPECIFICATION. . AWS AB.17 53 -
- - - S ] -
HYOROGEN ELECTRODES, OR suaaﬂ:fgi? ARC RGOT TREATMENT MANUAL CLEANING S 23 WELD METAL CLASSIFICATION F702-EMI2K e 2
WELDING, OR FLUX CORED ARC WELDING PREHEAT AND INTERPASS TEMPERATURE . SEE PREHEAT CHART WIRE/PLX — UINCOLN 1617761 o =
= = ELECTRICAL STICK-OUT 25.4 mm ‘ ; 3681mm S Z
THICKNESS OF THICKEST A e s Tash G i, 117588 SHIELDING GAS D.N.A. REVISED: SINGLE OR MULTIPLE ARC SINGLE ARL g Z .
PART AT POINT OF ASTM A7PS, GRADE 36 WELDING PROCEDURE ORIGINAL 1SSUE: 7/1/96 e e “ =
WELBING = (mm) ASTM A709, GRADE 50 : ROOT TREATMENT MANUAL CLEANING
ASTM A78d, GRADE SEW ) WiRE FEED TRAVEL PREHEAT AND INTERPASS TEMPERATURE _ SEE PREHEAT CHART
N e PASS - ELECTRICAL STICK-0OUT 25.4mm
TO 1.1, INCL, " AMPS SPEED | VOLTS | SPEED JOINT DETAIL e L DI GaG oA REVISED:
: (/MING | {mrn/MING N.A-
OVER 19.0 TO 38.1, INCL. 28°C WELDING PROCEOURE ORIGINAL ISSUE: 3/4/96
‘ 1| 405-495 | 3.2-4.5 | 32.7-38.0| 432-635 -
OVER 38.1 TO 63.5, INCL. 65°C ~ Bl Ze-5 PASS WELDING CURRENT E;‘*EVE%«
) JUINT DETAIL
2+ | 450-550 | 3.9-5.5 | 32.7-38.8 | 343-533 NG. ' FE
QVER 63.5 118°C amps  MEIEEDL vours | temsm
. L] 3ee-448 | 2P 7 12603681279 T | gnm FILLET WELD
’ 60 3,708 685.4
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) L | STIFFENER TO FLANGE |
. \f ‘ REVISED: (GND OTHER APPLICATIONS AS NEEDED) :
~ RESUaMIY APPROVED_ Y, PROCEDURE GQUALIFICATION RECORD MA-FCM-97-1 (EXPIRES 18/27/02) ‘ \
BY DATE ’ ORIGINAL ISSUE: 3/4/96 PROCEDURE GUALIFICATION RECORD MA-FCM-97-3 (EXPIRES 11/11/02) : 2 P
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PROCEDURE SPECIFICATIONS g} s - PROCEBURE SPECIFICATIONS g ﬁ
MATERIAL SPECIFICATION ASTM A-36, 6-6572, A-588 = @ 8 3 - MATERIAL SPECIFICATION ASTM A-36, A-372, A-588 e 8% WELDING PROCEDURE FOR AWS PREQUALIFIED JOINTS
WELDING FROCESS SHIELDED METAL ARC wgmgﬁﬁ L - WELDING PROCESS SUBMERGED ARC WELDING , =~ & € & o W54 X ~
MANUAL OR MACHINE MANUAL =2 = L MANUAL OR MACHINE SEMIAUTOMATIC OR MACHI o = £ g ~ |
: £ A
POSITION DF WELDING BLL (EXCEPT AS NOTED %EL% @ m < F POSITION OF WELDING <k o= ™ < & PROCEDURE SPECIFICATIONS ;?; @
FILLER METAL SPECIFICATION AWS AB.L AND AB.B ﬁig £ FILLER METAL SPECIFICATION. o AWS AS.17 L o MATERIAL SPECIELCATION ASTM A789 GRADES: 250, 345, 3¢5\ - 8
WELD METAL CLASSIFICATION . E7Q18/E7028 (TACKING ONLP@hD E80EEEC3 WELD METAL CLASSIFICATION Fraa-EMIZK S = WELDING PROCESS SUSMERGED ARC WELDING byt % @ 3 pd
WIRE/FLUX D.N.A, & = WIRE/PLUX LINCOLN 1617569 e = MANUAL OR MACHINE SEMIAUTOMATIC = g = £
POLARITY. DC+ DR AC z = WIRE DIAMETER Zdmm 2= = POSITION OF WELDING 2F om e M =3
SREHEAT AND INTERPASS TEMPERATURE  SEE PREHEAT CHORT £ 2 . POLARITY oc- £ g s FILLER METAL SPECIFICATION AWS AS.17 £L -
NTER £ - : 2 ! 32 i o - . o
ELL_CTRICAL STICK OJT Dangn REVISEO. 7/27/88 WERE/FLUX LINCGLN Lel/asg m m
SHIELDING GAS D.N.A, PREHEAT AND INTERPASS TEMPERATURE .. SEE PREHEAT CHARY _ o
- ORIGINAL 1SSUE: 4/9/96 ELECTRICAL STICK-QUT 28.4mm WIRE DIAMETER.___ 2.8 mm = E
WELDING PROCEDURE SSUE: g SHIELDING GAS DA REVISED: SINGLE OR MULTIPLE ARC SINGLE ARC e 2
- = o POLARITY - pe+ 5 5
PASS |WIRE C“Rﬁiﬁél;*m% TRAVEL JOINT DETAL WELDING PROCEDURE ORIGINAL ISSUE: 3/4/96 ROGT TREATMENT MANUAL CLEANING 8 =
& . SPEED - i ~
NO. |SIZE preoe = WELDING CURRENT TRAYVEL PREHEAT AND INTERPASS TEMPERATURE . SEE PREHEAT CHART
(ram) {rmm /1) PASS SPEED JOINT DETALL ELECTRICAL STICK-CUT 5.4 mm REVISED:
t | 32 | ap-1sp) ng-17e | 1527228 rack wELDS NO- 1 amps  WIREFEED) g gg | G/ SHIELDING GAS D.N.A. :
1 4,3 {128-190 |136-2020 ¢ 203-338 | oROOVE ROOT PASSES AND TACK WELDS WELDING PROCEDURE ORIGINAL ISSUE: 7/1/96
: i 405-550 | 3,3-5.0 | 28.0-39.5 ] 394-835 B8mm  FILLET WELD
| pass |wire | CURRENT RANGE | TRAVEL JOINT DETAILL e PASS WIRE FEED TRAVEL
58 I P E7028 {SPEED } (LIMITED T0 FLAT AND HORIZONTAL TACK WELDS | o, AMPS SPEED VoLTS SPEED JOINT DETAIL .‘
Nt | DT A A AND FLAT POSITION GROOVE ROOT PASSES) {m/MIN.) tmn/MIN.} ‘
I | 4.8 |178-24@ 18¢-270 | 2@3-33% | GROOVE ROOT PASSES AND TACK WELDS m“l; 1 | 480-558 | 3.1-5.5 |32.5-39.5| 368-495 | 8 mm FILLET WELDS
; PRIMARY USE:
pass |Wirg | CURRENT RANGE TRAVEL WES TO FLANGE
NG, |size | E8818-C3 SPEED JOINT DETAIL (AND OTHER APPLICATIONS AS NEEDED)
’ (mm{; ac+ - AC {mm/mir) ; } -
1| 4.@-[132-190 | 140-225] 2@3-332 | GRGOVE ROOT PASSES, REPAIR WELDS AND TACKS 5 -
ALL | 4.8 |13@-18g | 148-225) 2@3-330 | FILLET WELDS PRIMARY USE:
ALl | 4.8 |188-270|218-290 | 228-381 | FILLET WELDS (FLAT AND HORIZONTAL WELDS ONLY PROCEDURE GUALIFICATION RECORD 95-3 (EXPIRES 2/6/20) CROSS FRAMES AND DIAPHRAGMS
AL | 4.8 1258-33g1270-3781 228-406 FILLET WELDS (FLAT OND HORIZONTAL WELDS ONLY) PROCEDURE QUALIFICATION RECORD 385-4 (EXPIRES 2/17/78@ (AND OTHER APPLICATIONS AS NEEDED) ? }
» WELD SIZE DETERMINED BY TRAVEL SPEED N | |
WELDING PROCEDURE FOR AWS PREGUALIFIED JOINTS WELDING PROCEDURE FOR AWS PREGUALIFIED JOINTS '
WE 9 1 o W34X PROCEDURE QUALIFICATION RECORD 95-1 (EXPIRES 2/3/0®)
3 B 2 PROCENURE QUALIFICATION RECORD 95-2 (EXPIRES 3/3/02)
PROCEDURE SPECIFICATIONS Yo B PROCEDURE  SPECIFICATIONS é &
& ey
MATERIAL SPECIFICATION ASTM A-36, A-572, A-588 @ 3 81 od MATERIAL SPECIFICATION ASTM A-35,A-572,A-588 o T01 a 8 1
WELDING PROCESS FLUX CORED ARC WELDING s-?m o 9 o WELDING PROCESS SUBMERGED ARC WELDING . gey & % B =
MANUAL. OR MACHINE SEMIAUTOMATIC 2 E em Z MANUAL QR MACHINE SEMIAUTOMATIC OR MacHikts £ g = o
POSITION OF WELDING ALL POSITION TACK WELDS®, pes o4 POSITION OF WELDING 2F a=c ™ <3 SHeY
FILLER METAL SPECIFICATION... AWS AB.20 4 g FILLER METAL SPECIFICATION AWS pE.LT7 £¢3 o
WELD METAL CLASSIFICATION. L ETIT-L 5;? = WELD METAL CLASSIFICATION F7A2-EMI2K wlsh =
WIRE /FLUX £908 DUAL SHIELD II = = WIRE /FLUX LINCOLN L61/960 4 =
' WIRE DIAMETER Loimm = WIRE DIAMETER 2.4mm - = T ALL QUESTIONS TO: L
SINGLE OR MULTIPLE ARC SINGLE ARC s = ” SINGLE OR MULTIPLE ARC SINGLE ARC o = DIREC : e iy
POLARITY DC+ 5 £z POLARITY ne- X 2 x SCOTT W. KOPP, WELLDING TECHNICIAN
ROOT TREATMENT MANUAL CLEANING ROOT TREATMENT. MANUAL CLEANING HIGH STEEL STRUCTURES, INC,
PREHEAT AND INTERPASS TEMPERATURE — SEE PREHEAT CHART PREHEAT AND INTERPASS TEMPERATURE — SEE PREHEAT CHART . -
ELECTRICAL STICK-QUT 19.0mm - ELECTRICAL STICK-QUT 25.4mm PHONE: (717)1388-4232
. REVISED: REVISED:
SHIELDING GAS 1607 Co2 SHIELDING GAS DA,
WELDING PROCEDURE ORIGINAL ISSUE: 6/17/59 WELDING PROCEDURE CRIGINAL IBSUE: 3/4/98 A
PASS WELDING CURRENT TRAVEL | GAS PASS WELDING CURRENT TRAVEL
' SPEED FLOW JOINT DETAIL SPEED JOINT DETAIL
45-29¢ | 18.0-12.7 | 26.7-30.0 | 588-635 | 18.9-23.6 | TACK WELDS -44 2.9-3.7 |29.0-36.8 | 279-686 T WE
1 2 5 2 1 } 36@ 4 @ £ 8 3 7 4 8mm FILLE WELD NG» REVISIGN BY DATE
FeAw  Mavy RE usEd eonLy WHEN PRI1GA  AvTHOR 12 ATION [!70 Haf' ps*:firzggdooos
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HAS BEss GRANTED HIGH STEEL STRUCTURES, INC. Phone T17/299-521]
PRIMARY USE:
STIFFENER 10 WEB A Diviston of High Industries,inc.
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PROCEDURE GQUALIFICATION RECORD DS-2 (EXPIRES 9/17/8% VT. 116 OVER NEW HAVEN RIVER
PROCEDURE QUALIFICATION RECORD 95-3 (EXPIRES 2/6/00) VT. 116 STA. 1+255.88 TO STA. 1+239.80
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