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CARBON STEEL METAL ARC WELDING PROCEDURE
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Macerial specification

Specification NO. SB75 HP-1 Re .5

PREQUALIFIED JOINT WELDING PROCEDURE

PROCEDURE SPECIFICATION

A569 to A36

S717 MP-6 Rev.O

_CHAW

Welding process

Manual or machine ______Seml Automatic

Position of welding

d Horizontal

'.12‘-

Filler metal specification AWS AS5,18

Filler metal classification

Flux

05-3
[A

Weld metal grade”

12-20 cFM

Shielding gas _._SIAL 252 CO2 Bhowt sode
Single or multiple pass __ Single

Single or multiple arc Sing Le

Welding current DC

Polarity __Reyerse

Welding progression Upward

Root treatment

Crind to achleve shape

Preheat and interpass temperature ___None
Pottheat treatment

*Applicable only when filler metal has no AWS classification.
WELDING PROCEDURE

None

Welding current

Pass | Electrode Travel X |
y J detail

no. size i Vein oint detai

For IT ! -J125

1 035" 110510 18-22 9-10 | pm

Eor 4187 . 1
1 | 035 150510 18-22 - atc

For |T ,187-4250 3/8" max
1 .035| 160710 264-28 d

P
2 3

This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation of variables given in 48,

C, or D of AWS 01,1, Structural Welding Code.
5875 MP-1

Procedure no.

Revision no.

Form E-1

‘ .-
Manufacturer or contractor ﬂﬂ{{ ﬁ
Comsip, Inc.
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Authorized by

April 9, 1982
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Specification NO. 5875 MP-1 Rev.S

208/ Arrenoix E
PREQUALIFIED JOINT WELDING PROCEDURE ( 9
PROCEDURE SPECIFICATION  §717 MP-6 Rev.0 L,
Haterial specification AS69 to A569
Welding process CHAW
Manual or machine ______Sem{ Automatic s
Position of welding 26 __Fixed Horizopntal
Filler metal specification . AN3 A5,18
Filler metal classification 05-3
Flux /A
Weld metal grade® L
Shielding gas _ZSZAL_ZSLCM Flow rate _25- mp]
Single or multiple pass ___S_ K
Single or multiple arc Lng]le
Welding current C
Polarity ——______Reyerse
Welding progression . Upwaxd
Root treatment _________Grind to achieve shape
Preheat and interpass temperature ___Noue
Postheat treatment Mone
*Applicable only when filler metal has no AWS classification.
WELDING PROCEDURE
Welding current
Pass Elcc‘uodo Travel Solat st
cout Wi Amperes Volts eed
Eor 125 -
,035" 110—10 18-22 9-10 {L pm
Eor =4187
1 035 150—10 18-22
For|T ,187-4250 ’]T
1 .035| 160510 26-28
t
i T
] T .
Yamax

This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation

C. or D of AWS D1.1, Structural Welding Code,

Procedure no.

Revision no.

Form E-1

__ 5875 MP-1

variables given in 48,

f
Manufacturer or contractor l‘!f ’1 /\/“l‘r o« 'J
Comsip, Inc, //

Authorized by

s April 9, 1982 '

© 1978 by Amarican Walding Soclety. All rights resarved,

e b IR T

B e




ALL WELDS SWALL B’

* Yz-lz'ﬂ
g ke
| s

i
Frore: Miotmum filte vera LS. |
sizes for: T<% 18X 1/32%
T=4 /4t 1/32" L

NOTES

1. Base metal shall be ASTM-569 for
body steel and ASTM A-36 for frame
stiffening and base steel.

e. Edges to be welded shall be pre-
pared by machining, flawme cutting
or grinding, or any combination of
these, to achieve a shape as shown
in the attached diagram.

3. Surfaces to be welded shall be -
cleaned free from slag, paint, oil, |
rust, scale or any other material
which may be detrimental to the
weld.

L, The minimum length of an interrupted
fillet weld shall be 1% inches.

5. Groove welds will be in accordance I
with figure 2.

6. If tack welds are used, they shall
be of the same electrode material
as the first root pass and shall be
deposited in such a manner as to
facilitate incorporation into the ||
weld if need be. Cracked or broken
tack welds shall be chipped out and |
all others thoroughly cleansed prior
to incorporation into the weld.
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