Highway Safety Corporation

Glastonbury, CT
Weldi_ng. Procedure Spec!ﬁc:at;gn

__ASTM AT709 gr 36/gr 50, ASTM A§72 Jr 36/gr.50, ASTM A36, AS00 gr.B
Welding process Gaﬁ Metal Ar‘c Welding (GMAW) Spray Transfer
Manusl, sami-au%amatic, or automatic SemI:Au_;qmaﬁn
Position of welding __Flat (1F) or Horizontal (2F) |
Filler metal specification | AWS AS '18
Filer metal classification ER’IOS:-B
Electrode and manufacturer Linaoln Eiactric Lincaxn Weid L-56
Flux and manufacturer NIA

Malerial specification

Shielding gas __86% Argon / 14% CO2 " Flowrate _ 3545CFM )
Single or muitiple pass Singie | | o
Single or mulliplesrc. __ Single
Welding current E}CEP o s e
Polarity __ Reverse - &I&ctrode Peaiﬂv& _Recetved oo
Welding progression __Stringers _ | - {:m — ord Bff_. e
Root {reatment ciean baa& metal | | o Yy _
Prehaat and inferpasa; tamparaiﬁre basa matai up ta 3!4“ (53*1’*‘"} __ S ) ¥ I'\f{ _'l Al
Postheat trestment __ None_ -
| WELDING F’ROGEDURE

Weld | Pass | Electrode | Welding parameters |  Travel ) _Joint detail

size | no. size Amperes | Volts |  speed . —

s |1 063" | 300A | 29V 5ipm TYPICAL FILLET WELDS (5/16" MAX)

+ 30 2 +2 ./‘\/..._....
e 1 063" 300 A 28V 18 ipm
| %30 t 2 +2
114 1 083" | 300A | 29V | 5%pm 4
+£30 k2 2 J
586 1 063" | 300A | 20V 16 pm é
' £30 % 2 £2 o

sechtm 5 of Iatest efi‘ tion AWS D‘i 1/D1 5
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