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Proc, Qual. Record No. (Pare | IDSI-8 . D €f«£
- ASTM A36, AS88, A709 Gr 36, A709 Gr 50, A709 Gr 50W, AS72.Gr50 oi
Material Specification AB92 - as per approved shop drawings. -
Welding Process GMAW
Manual or Semi-auto Semi-automatic
Position of Welding 1G - Flat
Filler Metal Specification AWS A5.18
Filler Metal Classification AWS ERT0S5-6
Electrode and Manufacturer ESAB Spoolarc 86
_ ' 85% Argon Dew Flow . ,
Shielding Gas 15% €02 Point | -40degreeF Min. | Rate | 40 cfh
Single or Multiple Pass Single : :
Single or Multiple Arc Single
Welding Current BC
Polarity Reverse
Welding Progression NA , L
Root Treatment Wire brush as necessary to remove foreign material
.| Preheat and Interpass Temp, | 50 degree F min to 400 degree F Max
Postheat Temperaiure None
Heat Input 25.5 kJfin Min. to 36 kJ/in Max.
NOTES: ;
y
. WELDING PROCEDURE
Pass | Flecirode Welding Parameters Travel CROSSBAR PUDDLE WELD
no. sz&  Rmperes | Vols | SPeed JOINT DETAIL
Al 045 257-300 26.5-29 14.5 -
: 16 IPM

£ eposs pAR 4

SURFLEMENTAL —//
BAR

This precedure may vary due to fabrication sequence, fit-up, pass size, etc., within the timitation of variables given in AWS DL5, Section SA.
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