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This PED is for the preparation of the partial ‘
penetration weld Jon.nt to be used on the sac. -
wall at 541'-5" el..
REFERENCES
, SUBJECT Sac. Shield Wall Welds
LOCATION 541'-5" All A
ENG.SYSTEN. N/A
S/ SVETLM I
) QUALITY CLASS A
i ) CRIiGINATING
- || DOCUMENTS "\N0R « z/57-. 5487
DESCRIPTION OF WORK: .
" Refer to pages 2 through 6 of this PED for direction of weld Joint: preparation
as shown on attached details. :
1. THISPED REVISES DIRECTION REVISE:
PREVIOUSLY PROVIDED BY —_— /
THE FOLLOWING PEDs): N/ b NONE AL
b DRAWINGS AV A,
2. THISPED VOIDS DIRECTION SPECIFICATION 1o
PREVIOUSLY PROVIDED BY
" THE FOLLOWING PEDIg)" .. /A AFPROVALS:
w ‘ .
5 |3  THISPED WORK SHOULD BE —<21S=\) =2 74] W‘fﬂ%
z COORDINATED WITH KNOWN _R\1S=r S~ 274\ DSOS éNG NEER DAT
OTHER WORK = 'y 57
UNDER THE FOLLOWING PED'S; 1S - {lo0Y AD DISCIPLINE ENGINEER DATE |
4. . THIS PED DEPENDS ON THE S/U LIAISON ENJINEER DATE
PRIOR INSTALLATION OF
TH1E FOLLOWING PED'S: n/é RESIDENT PRCJECT ENGINEER ~ DATE
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NOTE: 1)
2)

+3)

4)

'5)

Insure proper preheat of 200°F. ¥ 25°F, with 1% hrs. soak i
time prior to air arc-gouging joint preparation. '
Clean and grind after air arc-gouging to a visual acceptance ,
per AWS Dl.l prior to welding.
Joint preparation shall have a minimum root gap of 3/8"
with installation of backing where open root exist.
Complete I.D. of weld joint shall be buttered with SMAW
E7018 process prior to welding except %" area of base
material shown on detail.
Existing column splice welds shall not be removed, only
. ‘beveled :to make joint preparation acceptable.
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NOTE: 1)
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4y
. E7018 process prior to welding except 3" area of base
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Insure proper preheat of 200°F. T 25%°F, with 1% hrs. soak ["f
time prior to air arc-gouging joint preparation. [ N

Clean and grind after air-arc-gouging to a visual acceptance
per AWS Dl.l prior-to welding. |

Joint preparation shall have a minimum root gap of 3/8"
with installation of backing where open root exist.

Complete I1.D. of weld joint shall be buttered with SMAW

material shown on detail. ]
Existing column splice welds shall not be removed, only
beveled to make joint preparation acceptable.
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NOTE: 1) Insure proper preheat of 200 F. T 25°F. with 1% hrs. soak
time prior to air arc-gouging j01nt preparation.
2) Clean and grind after air arc-gouging to a visual acceptance
per AWS Dl.1 prior to welding.
3) Joint preparation shall have a minimum root gap of 3/8"
K with installation of backing where open root exist.
4) Complete I.D. of weld joint shall be buttered with SMAW
) E7018 process prior to welding.
5) Existing column splice welds shall not be removed, only
béveled to make joint preparation acceptable.
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NOTE: 1) Insure proper preheat of 200°F. * 25°F, with 1% hrs. soak
time prior to air arc-gouging joint preparation. .

2) Clean and grind after air arc-gouging to a visual acteptance

per AWS Dl.l1 prior to welding.
3) Joint preparation shall have a minimum root gap of 3/8"
with installation of backing where open root exist.
4) Complete I.D. of weld joint shall be buttered with SMAW
E7018 process prior to welding.
. 5) Existing column splice welds shall not be removed, only
" beveled to make joint preparation acceptable.
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