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WELDING PROCEDURE SPECIFICATION 2F AL (AWS 56)

Material Spec. §051-T6 or 6081-T8_
Welding Process{es) GMAW L sl i
Positon of Welaing  Horontal 3 f

Manual (] Msching [ © Semi-Automatic ) Automatic OJ
Fifle? Meta) Spoctficaton  AWS 85,10
Filer Metel Cigssffication. SRB355 P22 .
Plux A | :

Shisiding Gas 100% Argon Gas Flow Rate 38 GER

-

Single or Multipie Pass  Singlo _ 4
Singo orMutpio Arc Single _ |
Wekiing Current  Diroot Current

Polarity: AC1  ocEPR DCENDD  Fulsed (O

Welding Progression  Up{]) Bowni

Root Truatmen Wire Brysh .

Preheat Temperature 80 Deg. F min. N Interpass Temperaturo NA'

I3

Posthest Treament Nons — | ;
Hoatlmpt  Min N/A L e NA . ; O

' WELDINGPROCEOURE B
Pass No. BlectrodeSize Ampetos | Volia | Travel Spoed: Other T ook Dot
Py TRy 160 ) 2004

T "'.1_90‘ i ‘....,‘..;....w...u..._w..,_.._
&8 oosst 160 23 200PM , -
38 oow 160 23 20PM R

; k] -

R erTed e R b e SR RERIA B ot ve ke rry Ades faa

T T TR et b rmipam 1A taecmme £ b kwear s e et AR RSN e e rereane ey T

[ R ) [ L 4

This procadure may vary due to tabrication S8quercs. F-Up. pass size, sic, within the limitaion of variables given In Seation 5,

Procedure No. 2F AL (AWS 56) " Contractor LB.FosterGo_ - -
Authorized By dltan M. Pedrszzani ‘ Daws 22172005
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