Highway Safety Corporation
Glastonbury, CT
Welding Procedure Specification
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Wiaterial specification

ASTM A36, A5T2 gr 50, A709 Gr 36, ASTN A709 Gr 50, AS00 gr B, AG3 gr &
Gas i'dietﬂ-i Are Welding (GMAW) Spray Transfer
Semi-Automatic
Flat (1F) or Harizontal (2F)

AWS AS.18

Welding process

Manual, semi-automalic, or automalic

e ——— _—
PEL TR i e

Positian of welding

Filler melal speacification

Filler metal classification ERT0S-6 TP Y ———— iy
Eiectrade and manufaciurer _ Lincoln Electrie Lincoln Weld L.-96

Flux and manufactirer N A ) o

Shielding gas 86% Argon / 14% COZ2 Flaw rale 35.45 CFV B
Single or multiple pass Single ) o o
Single or mulliple arc Single B » Vermont Agency of Transportation

Welding current  DCGEPF

RECEIVED -

Palariy Reverse - elecirode positive - = i e Bl o -
Welding progression _ Stringers B
Roact treatment clean base metal FEeraW 20 20N 5 -
Prehaat and inlerpass temperatirs base matal up o 3/4" (50°F) RESUBMIT No Approved -

None
34" + /4"

Pnstheat frealiment

BY RY DATE 03/09/2015  —

Flectirode extensicn

e
o
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WELDING PROCEDURE

YWeld Pass Electrode Weldil}g paranelers Travel Jeint detail
size no. size Amperes | Valts speed B B
nia 1 0.063 300 A 29 15 ipm BTC=P4-&F_
4= 30 - 3 i 2

As Fitup: X=+10, -4
114" min. thk.

i=1/8"

As Fitup: =116 S=k

This procedure may vary due to fabricalion sequence, Ht-up, pass

cacltion 5 of lates! edition AWS D11 /D15

WPS no.

W-2030-C

Revision no.

0

Supporting PO no.

Froject Mame

Pre-Qualified

Fairfield, Vermont

Fabricator

Prepared By:

Date

size, etc. within the limitation of variables giyen in

Highway Safety Corporation

Paul Raclice

02-18-15

Project Mumber

BRF0281 (25) / BRO 1448(41)




