Highway Safety Corporation
Glastonbury, CT
Welding Procedure Specification

Material specification A572 gr 50, A709 Gr 50

Welding process __Gas Metal Arc Welding (GMAW) Spray Transfer _

Manusil, semi-automatic, or automatic - Samiuﬁutﬁmatm

Position of welding Flat (1F) or Hﬁrizan tal {_ZF
Filler metal apeaiﬁﬂatian AWS A5.18

Filler metal classification ER?QS*E

Etectrode and manufacturer | Lim:oin Eieatr[a Llnm!n W&ld L-SG
Flux and manufacturer N/A

 Shielding gas __86% Argon | 14% caz - _ Flowrate  __35-45CFM
Single or multiple pass Smgi& or Multjp!e . .
Singte or multiple arc Singie N

Welding current DCEP

Polarity Hevérse alectrode pﬂsitive
Welding pragresskm | Stﬂnger’ﬁ | |

" Root treatiment ciaan base metai o
Preheat a—nﬁ-int&mss lemperaturs base matai up to 3:‘ " (50°F} gver 3!4 thru 1-1:’ " { 156“1‘-‘} av{ar*i 11‘ " thry 2-1727 (225¢F} |
Postheat treatment None |
Elecirode extension | _3_!4’; i 1}4"‘ |

WELD NG F’ROCEDURE
‘Weld | Pass | Electrode | Welding paramelers " Travel | -~ Joint detall
__size no. | size | Amperes | Voits_ speed
5M6" | 1 | 0.082° | 300A | 29V 18 ipm
6" | 1&2 | 0.082° l | L 15 tpm —_—
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T’hia pm&edure may vary dus to fabnaatiﬂn s&quem&; ﬁwp, pass size, elc, wzthiﬁ tha Hmitation ﬂf uanab!ea ' i p‘
section 5 of latest edition AWS D1.5 . ONWED o Yag,
Wf' C’?C

| QC? Eiﬁa 033@
wpsno. W-VTPEDPOST1 _ Fabricator  Highway Safety Corporation-_ 7 ,._f
Ravision no. 1 | ' _ __ Prepared By: Rmbert L‘ight _ e
Supporting POR no. Pr&-ﬂuahﬁed | Data 06722111

Project Name MQL L "~ Project Number BHFE (.?2.‘-H 130\




