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Y own:  Production Joint Welding Procedure Specification (D1.5-02)

Rev. Date:
James R. Connor, Quality Assurance Manager

1. Non-Fracture Critical Fracture Critical ] WPS Expiration Date:
2. Qualified in sccordance with: _AWS D1.5- 2002 (5.12.1)
Referenced PQR No(s). _PQR-(MC)GMAW-0104) . .,
Referenced FWST No(s). _PQR-(MCJGMAW-FWST-01A(04) , PQR(MC)GMAW-FWST-01B(4) , ,
3. Material specification{s) _ASTM A709 Gr. 36, 50, 50W ; For DOT Approval ;
4. Matorial Thickness {es)  Unlimited i
5. Welding process GMAW 4
6. Manual [:] » Tachine D ,  or semisutomatic i
7. Position(s) of welding _1G, 26, IF, IF £ B N R
8.  Filler metal specification AWS A5.13 RECEIVED i
9. Filler metal class and brand name ET0C-6M Corex Metal-Core Maxim L okn oy Oy A
10, Fluxclans & brand  N/A . Type NA !
11, ShieMing gas _75% Ar/25% CO2 Flow rate 45 CFH : AUG 1 4 2007
12. Single pass Or mmitiple pass @ : RESUBMIT
13, Single arc Ormultiplearc [ | oy '
14.  Welding Curent _DCEP :
15. Polarity Revetse : '
16. Welding progression _ stringers , :
17.  Root treatment _ Clear to bright sound meiaf or per AWS D1.5 (3.2.1 & 3,11) : 1
18,  Postheat reatment N/A : K
19.  Calcylated Heat Input (KVln)  Min _30.6 Kifin Max SLiKjlin E
20, Electrode extension (electrical stickout) 34
-. o int Detail (TC-P4-GE -
58 57 |50 § [Welding Process Variables| = g g Ishowall d:mmfooﬁ: mfdt?;gz passes, o AWS symbols
A £E <8 g AMBS/WESY | vorTs ‘; =
1/4" 1 1.052” | 265-320 | 31-345 | 13-16 . /“s‘g;ﬂ{?‘ T1 =% min. -
5/16" 1 0527 | 265.320 | 31345 | 13-16 i L | T2 = Varies
38 | 1.2 1.052" | 265-320 | 31345 | 1316 Ly B myesane
i 134 105 1265320 [ 31345 | 316 T | | 7 ]| £= 1/87 min.
58" | 46 |.052" | 265-320 | 31-34.5 | 1396 | | E—L "“i R=0
344" | 5.7 1052”7 | 265-320 | 31-34.5 | 13-16 ! 'L ! a=45°
78" | 69 | 052" | 265320 | 31345 | 131 e L~ size groove
" ] 710 | 052”7 [ 265-320 | 31345 | 13-16 oo o reintieg
For Bunt Joints sec AWS 2.14 axooed 4" in comer & Tju.

* -Wite feed speed may be used along with smperage {include chart)

Preheat and Interpass Temperature Chart

Wote: When this procedure is used for A709Grs0W materials, It shall bt fimited 1o /16" single pass o7

(7‘2 A o Base Metal Minimum Max Preheut &
{Prepared By: . DEB QA Manager "Thickasss ramge Preheat {°F) | Imerpass ('F)
Project: < 34" SO0F 456°F
_ ) >34 to £1.57 TOF 450°F
‘ =157 10 #5257 150°F A50°F
DSB }Ob 20388'1 296 >2‘5&: 2250‘: ) 4500}"
material be coated.
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