MSHTO/AWS D1.1

WELDING PROCEDURE SPECIFICATION (WPS)

Project No. FEGC F 026-1(34) c/2 County Barre Date 8/22/11
Material specification__API—5L—X52, ASTM—A252, Gr. 3 or ASIM—-A500, Gr. B {(Mod. to 52 k.s.i.)
Welding process_GMAW ] -
Manual or machine Machine Semi—automatic

Fosition of welding_1Ilat

Filler retol specification AWS AS5.18
Filler metal clossificution ER_705 6

Flux N/A Monufacturer 1incoln __ Trade pameSuperArc L56Term, qual. date 11/12/10
Shielding qas 98% argon, 2% oxygen Flow rate 40 CFH Dew point —65" F

Single or multiple pass _Multiple = ;

Single or multiple arc Single -
Welding current _0.C. : :
Polarity _Reverse .
Welding pragression_N.A. _
Root treatmant_Machine cleaned

Preheal and interpass temperoture 50" F s

Posl heal temperature N/A -
Angle of clectrode __ Varies
Electrode stickout _17 (£%”)

WELDING PROCEDURE

FPass |tlectrade | Welding Current Travel Proc.
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This WPS may vary due to cnce, (il—up, poss size, etc., within the limitation of variubles given in Saction 3.
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