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Welding Procedure Specification
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Material Spec, 6061-T6 or §061-T6
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I Position of Welding Flat
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Filter Metal Specification AWS A5.10 - oo /
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Filler Metal Classification ER5356 F22 R £
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Flux N/A
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Shielding Gas  100% Argon R Gas Flow Rate 35 CFH

Singte or Muitiple Pass Stngle
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i Single or Multipie Arc Single

Welding Current Direct Curr&nt
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- Welding Progression  Up[} Down ]

Boot Treatment Wire Brush

Preheat Temperalure 60 Deg. F min. interpass Temperature N/A
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Postheat Treatment hir.:ne

Heat input Min N{A Max N/A
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WELDING PROCEDUHE
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This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation of varables given in Section 5.

Procedure No, 1F AL (AWS 56} Contractor L. B. Foster Co.
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