 UDINT WELDING
PROCEDURE SPECIFICATION

i}

| MATERI AL seecirication _ASTM __A572 GR50 4 AsTM A3g

WELDING PROCESS
MANUAL OR MACHINE
POSITION OF WELDING

FLUX

POLARITY

FLL¥X COoRED ARC WELDING CFCAw)

_MANUAL

Frat (iF)

o7 Horion AL (2F)

FILLER weTaL seeciFicaTion _ AwS D5.ze
FILLER METAL CLASSIFICATION _ LINCOLH ELECTRIC UVULTACORE TI<C ETIT-]
WA
SHIELDING GAS co% FLOW RATE do cFH
SINGLE OR MULTIPLE PASS BorH -
SINGLE 0R MULTIPLE ARC - SINGLE
WELDING CURRENT DC
DCEP _( DIRECT CURRENT FLECTRODE PosTiVE)

WELDING PROGRESSI ON NA

NA

ROOT TREATMENT
PREHEAT AND INTERPASS TEMPERATURE
POSTHEAT TREATMENT

AS PER TABLE 4.4 OF AWS Dl.S5-95

WELDING PROCEDURE

RepeReNcED To
PaR. o7 7-10-06

TVELDING

CURRENT

FILLET

PASS | ELECTRODE TRAVEL JOINT DETAIL
NI SIZE AMPERES MIOLTS SPELD SIZE

| | .o52 [25¢-30 26-30|5%0-380 &

2 | L0552 |156-320 -30 330388 & N\
oprimom | 290 29 | 330

Mm/mud-

—5T

I

THIS PROCEDURE MAY VARY DUE TO FABRICATION SEQUENCE, FIT-UR, PASS SIZE, ETC., WITHIN

THE LIMITATION OF VARIABLES GIMVEN IN SECTIIN 5

FROCEDURE ND. ;azf LM CONTRACTOR U.S. BRIDGE
REVISION NO. -  AUTHORI ZED BY .
BRib&GE No-45 DATE

CavedpisH , VERMONT




