Hayward Baker Inc. BAKER

Mid-Atlantic Area Office A Keller Company
1875 Mayfield Rd

Odenton, MD 21113 4|
Tal: 410-551-1980 lﬁ‘?I.l.Ell
Fax: 410-551-8206

WELDING PROCEDURE SPECIFICATION (WPS)

R
AWS D1.1-2010 PQR: PREQUALIFIED

MATERIAL: ASTM A36, A53 GRADE B, A500, A572 GR50,A992
WELDING PROCESS: SHIELDED METAL ARC WELDING (SMAW)
SEMI-AUTOMATIC OR MANUAL: MANUAL
FILLER METAL SPECIFICATION: AWS A5l
FILLER METAL CLASSIFICATION: E7018 (Lincoln)
POSITIONS ALL POSITIONS (VERTICAL UP)
SINGLE OR MULTIPLE PASS: MULTIPLE OR SINGLE
SINGLE OR MULTIPLE ARC: SINGLE
SHIELDING GAS NA
WELDING CURRENT: DCEP
POLARITY: ELECTRODE POSITIVE
WELDING PROGRESSION: VERTICAL UP
ROOT TREATMENT: CLEAN AS REQUIRED
PREHEAT TEMPERATURE:..................... [/8” TO 3/4”= NONE (WHEN ABOVE 32F)

b. OVER %” TO 1-1/2"=50F

¢. OVER [-1/2” TC 2-1/2"=150F

d. OVER 2-1/2"= 225F

NOTE |: WHEN BASE MATERIAL IS BELOW 32 DEGREES F , PREHEAT OF 70 DEGREES FIS REQUIRED
NOTE 2: WHEN AMBIENT TEMPERATURE IS BELOW 0 DEGREES F NGO WELDING IS ALLOWED

SIZE AMPS VOLTS PASS Procedure
3/32 80-+10% 22+7% ALL

1/8 115+10% 23+7% ALL See page 2 of 2
5/32 150+10% 24+7% ALL

APPROVROVED FOR ALL PREQUALIFIED JOINTS
PER AWS DI1.1-2010 WELDING CODE STEEL

APPROVED FOR ALL FILLET WELDS

For Joint Details

NOTE 3. ADJUST TRAVEL SPEED TO PRODUCE A SMOOTH WELD BEAD. WHEN DESIRED SETTINGS ARE
FOUND, NOTE THEM ON THIS PROCEDURE AND CONTINUE USING THOSE SETTINGS +/- 10% TO
INSURE CONTINUITY.

Maruice Grenier, CWI and weldingprocedures com are not hable for any welding work conducted with the use of this procedure
‘The user 1s respansible to venfy any seismic or CVN requirements for each application of this procedure
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Hayward Baker Inc.
Mid-Atlantic Area Office
1875 Mayfield Rd
Qdenton, MD 21113
Tel: 410-551-1980

Fax: 410-551-8206

HAYWARD

Dimensions

BOTTOM VIEW

Installation Instructions
Super Bite Point Series PAR-T

1. Rt point onto the end of the square cut pile end.

2. Weld point lo the pile in either flat or vertical
position using AN E70XX electrodes.

3. Weld across lull width of flange lolowing chart
below for minimum size weld.

\_/_\—/

PEITITTL

Weld
(Ses Chart)
Wald o/
c A p. [:T \{ 45" Beval
ASTM A148 90/60 - Heat Treated —
Pio Stze Flange Min. Size
10° 19" 14" Thickness Groova Weld
fHR.14 5117 805 mMe
» 174" 174" 2102 705 am
A ! 1174 VR wRBgEE RIS Sy (e AR
n n n x?3 505 5/18
B } 1-1/4" | 1-716” | 1-3/4 HPA2 x84 T as -
. . & 74 T | e | OB |y a8 e
C | 2-9/16" | 2-5/8" |2-15/16 ' B3 515 5/16
x 53 4356 51§
WT 14 23 30 HP 10 x 67 565 816
42 420 518§
NORMAL FOUNDRY TOLERANCES APPLY .
PROCEDURE NO._HBI-SMAW_-E7018-Point REVISIONNO. 0
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