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EASTERN BRIDGE, LLC
WELDING PROCERURE SPECIFICATION

WES NUMBER: SMAW PL#50-03 ISSUE DATE: 3-11-02
PROJECT: CHESTER BHO 144232 EB JOB NO.: 5025
BASE METAL: ASTM A709 GR36,50,50W
WELDING PROCESS: SMAW
D FILLER METAL SPEC.: AS.5 ESOIBC3 ) ' D
FLUIDUSHIELDING GAS: NA
CURRENT AND POLARITY: DCEP : ELEC STICKOUT: WA,
WELDING POSITION: 2F ’
PREHEAT AND INTERPASS TEMP.. AWS D15 TABLE 4.4 WPS QUALIFICATION: PREQUALFIED
HEAT INPUT; 50.68-73.92 KILOIOULES ) SUPPORTING PQR# - NA
ELECTRODE 1 WELDING | CURRENT | TRAVEL
SIZE AMPS VOLTS SPEED  [JOINT DETAIL AWS NUMBER : FILLET 2F
18" 125- 150 13-26 3.451PM
5632 140-19¢ {2326 3-451FM o
15" 180.25¢  |23-26 3-45PM V, &.@-3 +
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MIMUM PREHEAT AXD INTERPASS TEMPERATURES SHALL BE AS FOLLOWS:
MAXIMUM INTERPASS TEMPERATURE SHALL BE 450°F

THICKNESS OF THICKEST PART TEMPERATURE, °F
AT POINT OF WELDING ASTM AT09 STEEL, OR 50W
C UP TO 4 ) SU°F
ATUTO 11 T0°F ) C
12 TO2 L2 ) 150°F
DVER 2 /2" ) 255°F

THIS PROCEDURE MAY VARY DUE TO FABRICATION SEQUENCE, FIT UP, PASS SIZE, ETC. WITHIN
THE LIMITS PROVIDED IN APPLICABLE AWS CODES AND CONTRACT SPECIFICATIONS.

EASTERN BRIDGE, LLC
WELDING PROCEDURE SPECIFICATION

WPS NUMBER: SAW PL#8-1 ISSUE DATE: 3+11-02
PROJECT: CHESTER BHO 1442 (32) ER JOB NO- 5023
BASE METAL: ASTM A708 GR38,50,50W
B WELDING PROCESS: SUBMERGED ARC WELDING
FILLER METAL SPEC.: AWS AS.13 LINCOLN LA7S B
FLUX/SHIELDING GAS: LINCOLN 960
CURRENT AND POLARITY: DCEP ELEC STICKOUT: 1"= /4"
WELDING POSITION: 2F
PREHEAT AND INTERPASS TEMP . AWS DILS TABLE 44 WPS QUALIFICATION: AWS D1.5,5.13
HEAT INPUT 5068 - 73.92 KILOIGULES SUPPORTING POR#E: SAW - A3323 PLAR
ELECTRODE | WELDING | CURRENT | TRAVEL
3ZE AMPS VOLTS SPEED  13OINT DETAIL AWS NUMBER . FILLET
w3z 356 - 440 288-315 {1123-135
V.A.o. 5
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MINEMIM PREHEAT ARND INTERPASS TEMPERATURES SHALL BE AS FOLLOWS: REVISIONS F- Q A N K \,\/ \N/ H ]: T C D M B

MAXIMUM INTERPASS TEMPERATURE SHALL BE 450°F

FHICKNESS OF THICKEST PART ASTEAERATURE NO. | DATE DESCRIPTION CONSTRUCTION CORP,
A UP TO 34” , seoF 7/14/G4 FOR APPROVAL CONTRACT : BHO 1442 (32) VT ADT A
34T TOT 2 TOF
L1202 V2" : 150°F CHURCH STREET (TH 5 OVER WILLIAMS RIVER
OVER 2 1/2° 255°F BRIDGE NO. 11

CHESTER, VT

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