AASHTO/AWS 011
WELDING PROCEDURE SPECIFICATION (WPS)

Project No.  FEGC F 026—1(34) C/2 County Barre Date 8/22/11
Material spem'ﬁf:nﬁgn AP!—5L~X5;‘, H"lST.M—AES,Z, Gf'. 3 ar ASTM ﬂﬁﬂﬂ, Gf’ H ["Jllf'fljlj. fﬂ' -bé R.SJ—.)

Welding process_ GMAW -
Manuol or mochine _Machine Semi--automatic

Position of welding _Flal, Horizontal -
Filler metal specification _AWS AS5.18
Filler metal clossification ER_705—6

Flux N/A Manufacturer Lincoln Trade namec2UPerAre LS6term, qual. date _11/12/10
Shielding gus_ 387 argon, 27 oxyagen Flow rate 40 CFH ) ___ Dew point_—=85"_F

Single or mulliple pass _Single
Single or multiple arc _Single
Welding current D.C. o -
Polarity _ feverse

Welding progression N.A.
Root treolrment_Machine cleaned

Prehcat and interpuss lemperature =l :
Post heat temperature _N/A _ ]

Angle of electrode ____VYaries

Flactrode stickout _1” (+4”)

WELDING PROCEDURE

FPass |Eleclrode | Welding Current Travel Proc.
No. |Size = Speed Nea. Joint Detail (Fifiet Weid)
Amperes Volls
t | .o45 260 25 M.A :r _
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quence, fit—up, pass size, elc., within the limitation of variables givan in Saction

Fabricator ___Walpar, LLC A A BTIBY
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