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PLAN VIEW PLAN VIEW HOLE POSITION CHART HOLE POSITION CHART
= = PLAN VIEW |—E" POST LENGTH PLAN VIEW POST LENGTH
& . q:l—r 16 To/Ier & 5 T 5/5°
|_— I:l_4 8 CITEM # 3 [ Ve x 6 X 24 SPADE fee s I— I:I—4" 3 v-1t 178°
7 1’-10 5/8
1/4" X 8" X 24" SPADE ( I TEM # 1 ) 4" _'.L'_ 1~ 9/8° i \=-1/4"xs"x31 1/2" SPADE g T7-10 1/8°
9 -9 7/16°
5, 1/4" X 8" X 24" SPADE 5 10 1'-8 374*
& H ’ o M e B .. 5 H 5 n
8—| 2 |-_[1% . 5. ! i e . 'I 2 |‘_[1_21
3 & s kil — | 3
[ [T 8 1%—' I— 1 o 1L 4 NG 13 116" HOLE [T
g I I | N9 13/16" HILE _riy" (JARIES, (FOR GALY) g ' [\ 13716 HOLE
| P oR GaLvs T 1 1o 8E P LsED L L[] roroww
N\ 5/8" HOLES | % I ! I\ 18 /16" HOLE VARIES, | | 5/8" HOLES |
woTye. ! -Ll_| 16 | (FOR GALY) percharn  (IHll @yREQD .
| | I gn R ) 1 TO BE FIELD DRILLED I | |
H AN TNz 58" sLoTS I e | '
35" S3%9.7 (2%) I 4 1 a7 \
il | i | ,, it i |
B H ) | | | 14 23/8" (4 REQD) HH H
i | T — | o [ I
1 | | | 4471/8" | ASTM AS572 Gr. 50 ! \
I | | 1 I [ Nsaxsr
Il i ' WPS 3022 hH H
| | i | | WPS 3022 | | B W I l
I . L 298 HH | H i i i VXS
T[] - WPS 3022 14 1/ 211 \ T WPS 3022
! !Q B3"£1/8" ! 2t ! ! ! SIS WPS 3022 i '\ 1
I | I | I I AN | | gadrs18" |
2 114" |/ 2-10 141 WPS 3022 1
i i WPS 3022 i i i i | | N |
[\ " 0 . 1
‘ 10 174" |/2_11 | o m (] S | 31%“ l | 1/4° V2 10 |
2 | | | 418" M J_ a7 288" || e || .
i i i — E— WPS 3022 ki | | |
it/ . FRONT IDE ] |
L | CITEM # 4 i i
n " 1 ]
esm [ L b T GENERAL NOTES: | i i
WPS 3022 3
FRONT SIDE 1) ALL RAILING IS TO BE FABRICATED AND ERECTED ACCORDING TO SECTION 525 OF ErONT SOE O .
THE STANDARD SPECIFICATIONS, ERONT SIDE §. I |
2) BOLTS SHALL BE TORQUED SNUG TIGHT (APPROXIMATELY 100 FT-LB). 18472 YCITEM # 5O !
PLAN VIEW 3) PROTRUSIONS CAUSED BY WELDING OR GALVANIZING ARE NOT PERMITTED ON THE I |
—_ ADJOINING SURFACES OF THE BOX BEAM RAILS, SPLICE TUBES AND FILL PLATES. iy '
&= . 4) BOX BEAM TUBE AND STEEL POST MATERIALS, DIMENSION SIZES AND NOTES SHALL ] 1 ] J_
T o BE THE SAME AS THOSE OF THE BRIDGE RAIL, UNLESS OTHERWISE NOTED. WS 3022
147X 8" X 24" SPADE 5) ANY BENDING OF RAIL SHALL BE DONE AT THE FABRICATION PLANT. RADI| GREATER FRONT SIDE
CITEM & 2) THAN 16' TO BE CURVED ON A TUBE BENDING MACHINE, RADII EQUAL OR LESS THAN 16'
4—% TO BE "PIE CUT" AND WELDED. CURVED RAILING WIIL HAVE AN 18" LENGTH ON EACH
5. 1
Gl -l R END STRAIGHT TO ACCOMADATE SPLICES. "PIE CUTS ARE LOCATED SO AS TO NOT
| Wl T[& -tz CONFLICT WITH POST FASTENING HOLES. PIE CUTS WILL BE WELDED ACCORDING TO
A W . PROCEDURE WPS-3026.
= | e tone voe 6) ALL STEEL COMPONENTS SHALL BE COATED BLACK IN AGCORDANCE WITH ASTM
Ll __i D7803 FOLLOWING GALVANIZING.
o il i BILL OF MATERIALS, EACH OF 3 CORNERS
| | ITEM #) QTY. | COMPEINENT DESCRIPTION MATERIAL CASTM)
151 ]
1 a5 | Nsaxs7 1 3 | 001357021 |3° 1-POST, PUNCH 8° W/SPD @ 63’ LG ASTM AS572 Gr. 50
1! z 1 [ 0013.57025 [3° 1-POST W/SPD € 63°, PUNCH 87, & 20° & HOLES @ VARIOUS ASTM AS572 Gr. 50 HARDWARE NOT
| ™\ 558" HOLES | 3 Z | 0013.57060 |3° 1-END POST W/SPD @ 3-8 LG ASTM AS72 Gr. 50 e R FEUNCEDNES
gl Y. , 7 7 - W6X5 POST @ 7" W/SPD & 5/8” HOLES @ VARIOUS ASTM AS572 Gr. 50 S TBOLT RAIL 0 SHELE ANGLE GITEN 7100
| | | 5 3 - 37 1-POST, PUNCH 8’ & VARIOUS', W/6X32® SPADE € 7 ASTM AS72 Gr. 50 20 1BOLT SHELF ANGLE <ITEM # 10 & 1D 10 POST
i ‘ 7 1 10033.00640 [HSS SX5 TUBE SPLICE @ 27" LG W/ 1/4’ SHIMS AS00 Gr. B / AS72 Gr S0 21 [BOLT BLOCK-OUTS (ITEM # 13) TO HEAVY POST (ITEM # 4)
I | | A8 1 5X5 DBL TUBE WALL CONNECTION, 12X25X1’ W/ STUDS (APPROACH) PER COMPUNENT BOM 23 |SPLICE TUBING CITEM #S 7 & 12), & PARAPET WALL CONNECTION CITEM #7 OR
Iyl , A VErTT NS 1 5X5 DBL TUBE WALL CONNECTION, 12X2oX1° W/ STUDS (TRAILING PER COMPONENT BOM 24 |DOUBLE BEND SPLICE & RAIL CITEMS # 12 & 18) TO SHELF ANGLE & POUST CITEMS % 1 & 2
——| | — | WPS 3022 10 | 18 | 005400050 [REG BB SHELF ANGLES @ 4-1/2° ASTM A36 25 [BOLT RAIL CITEMS #'S 17, & 18 TO BLOCK-OUTS (ITEM & 19
: \ SRl 11 1 [ 0054.00052 [DWY BB SHELF ANGLES @ 4-1/2° ASTM A36
|| | 2 | 1 - FSS 5%X5 DBL BEND TUBE SPL @ 277 LG, W/ VARIOUS ANGLE AS00 Gr. B / AS72 Gr 50
! WPS 3022 ! 13 | 8 | 005400563 [6X8’° TRANS. TUBE B/0 € 6’ LG AS00 Gr. B
I N | 15 | 1 | 0054.09000 |6X6" BB @ 9'-0° KICKBACK, W/ CAP AS00 Gr. B / A36 ITEM #:621.72 | SHEET 2 OF 5
! D ! xI6 | 1 | 0054.18000 |[6X6’ BB @ 9'-0° +, DRILL 3’ CC AS00 Gr. B : : : :
Pl V| T - eXeT 55 TOP TRANS € 279 U#7 IC AS00 G 3 structuraL steee 7o | Galvamized ¢-Rail Box Beam Cuardrail Acpproach Jection
HH H *18 1 - 6X6” BB BTM TRANS @ 25'-5 1/27 LG. AS00 Gr. B COMPLY W/ ASTM A6 EM14-277, VT ROUTE 114 (MAJOR COLLECTOR) BRIDGE #13
H | 19 18 | 0080.03355 [3/8° X 7 1/2° BOLT, NUT, & 2 FW A307, AS63, F436 PROJECT: BURKE BRF 0269 (13), TOWN OF BURKE, CALEDONIA COUNTY, VT
,,/ ! 20 | 19 | 0080.04100 |I/2° x 1-1/2° BOLT, NUT, & FW A307, AS63, F436 TOLERANCE UNLESS R|NO. | DATE | _DESCRIPTION BY] R [NO.] DATE | _DESCRIPTION _|BY
|- | 21 | 16 | 0080.04120 |I/2° x 1-1/2° BOLT, NUT, 2 FW & LW A307, AS63, F436 OTHERWISE NOTED: E E
o m,[ , 23 | 8 | 008006340 [3/4” X 7-1/2° BOLT, NUT, 2 FV A32S, A563, F436 FRACTIONS = % 1/16” v
KR Ll TRVETT 34 | 2 | 0080.06400 [3/4° X 8°, NUT, 2 FW & LW A325, AS563, F436 N g =eTro| _DRAWN | EP. | 2767
Wi 3002 25 | 8 [0080.06370 |3/4° X 8 CARR BOLT, NUT, FW & LW A307, AS63, F436 ANGLES = & 1/2° FABRICATOR|| CHECKED | D.L_ | 2/20/15
FRONT SIDE * Wwe ITEMS 16, 17, & 18 FACE OF RAIL TO HAVE ‘14’-0* CONVEX RADIUS DIAMETERS = % 1/32 APPROVED M.Y. =
- N s 2l - - _Mail: SCALE SCHEMATIC
/AITEM # 8 FOR Ww2, ITEM #9 FOR WW1 & 3 E M‘#Z‘;ﬁ?’;‘?%lgdfgf%c?m@ gpeekelderice. com DRAWING NOFA T BorcaT
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3é~l OTHERWISE NOTED: v v
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(ITEM # 155

| —7116" X 3" SLOT

FASTEN SHELF ANGLE TO

POST W/ (1) 172" BOLT
IN EITHER ¢5/8° HOLE

~g% 5/8” (2X)

® 5/8”
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HOLE FOR GALV

(TOP &

BOTTOMD

a
~

3 REQ'D
CTYP)

S/8°x2° SLDT

1" HOLES

CITEM # 11D

WPS#3016
N

HSS 5" x
Galvanized Tube

N
PN

5" x5/16" @ 2' 3"

4" x 1/4" x 26" Fill Plate
(Front & Back)

Typ.

4" x 1/4" x 26" Fill Plate

-

WPS 3009

Bottom)

3/8'x4°x9-1/2°
SHIM PLATES
4-REQ. (2Bw/SLOTY

@1°x7° HOR, SLOT
TOP+BOTTOM

#1°x7° HOR, SLOT
TOP+BOTTOM

e

DOUBLE BEND

ELEVATION

FIXED SPLICE TUBE

===

TJUBE SPLICE

ITEM® | GTY,

DESCRIPTION

FXTX
3767 X 4 X9 172" W,

S/K’ TUBE € 26 374"

/A XIXT l/c

\I/u SUOTS-ASTH AIEXAT09- GV
3/13- X 17 X 4" BACKER E; (4

‘A" - WW1 & 3 - 25°,

wwa - 46°
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Welding Detall
WPS 3007

CITEM # 12>

ITEM #: 621.72
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u'l|l

(4) 3/4" FuIIy Threaded Bolts. 7 1/2" Long
(ASTM A325, TYPE 1) 2 Washers and a
Heavy Hex Nut on each Bolt. Nut to be Finger

Tight and the First Thread below the nut to be
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TOP VIEW
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5113 4
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BILL OF MATERIALS

ITEM #|QTY DESCRIPTION ASTM #
1 1 DBL TUBE WALL PLATE - 1* X 12" x 25* ASTM AS72 Gr. 50
2 12 $3/4" X 10”7 STUD TO BE PURCHASED
3 2 5" X 5" X S/16” TUBE W/ SLOTS e 18* ASTM AS00 Gr. B
4 2 SHIM PL 1/2° X 4" X 16 W/ SLOTS ASTM A36(ASTM A709 Gr. 36)CVN
5 2 SHIM PL 1/2* X 4 X 16" <(W/0 SLOTS ASTM A36C(ASTM A709 Gr. 36>CVN

TYP.
WPS 3019 .

WELD

5716

( ) Osrig T
SEy S/16 WPS 3016 |

1 x 47 SLOT, TOP

87-1/4°
& BOTTOM

PROTRUSIONS CAUSED BY WELDING OR
GALVANIZING ARE NOT PERMITTED ON THE

3"
24

"RIGHT / APPROACH”

CITEM # 8>

2X(REF)

1
N WPS 3037 4

1/4' |/ 2-6 1/2”

' 1||
1-05

2X (REFD

1 P
|—1'x45°-\" 4" = l_4" '7 2

91" GALV. HEILE/ @

SPLICE TUBES AND FILL PLATES

AT ]
+ +__|_ 1n
'd}l 72 1"01"
" _.I__ |
- Y ol 1 1_5%n
T
REF.
+ 1!_1o§||

BILL 0OF MATERIALS
ITEM #|QTY DESCRIPTION ASTM #
1 1 DBL TUBE WALL PLATE - 1* X 12* x 25° ASTM A572 Gr. 50
2 12 #3/4" X 8 STUD TO BE PURCHASED
3 2 5° X 5 X 5/16° TUBE W/ SLOTS @ 187 ASTM AS00 Gr. B
4 2 SHIM PL 1/2° X 4% X 167 W/ SLOTS ASTM A36(ASTM A709 Gr. 36)CVN
5 2 SHIM PL 1/2” X 4° X 167 (W/0 SLOTSY ASTM A36(ASTM A709 Gr. 36)CVN
TYP,
WPS 3016, —
TYP.
@\T 5/16° wPS 3019
81" x 4* SLOT, TOP L _
PROTRUSIONS CAUSED BY WELDING OR J & BOTTOM —ELD ‘L”
GALVANIZING ARE NOT PERMITTED ON THE = I
SPLICE TUBES AND FILL PLATES
3" ] |
24 _ 4_1n
1. 2
8
___101.. “LEFT / TRAILING”
2
" I 8"
I 2§ '1" 3/4 8
] " " fx 8
7 44 ,;,4 STUD <12X>
1 + +I
7_|| '
2 )
I An
' 1|'J—_—4..+ 4t 4:j 4 AWPS 3037/ ==
1-O§ T WP e V26 1727
2.1 Lol 1._01.. - _
REF. 1'-55"
! +
1-105

@5 17 GALV. HOLE =1
2X (REF)
1' CITEM # 9)
ITEM #: 621.72 | SHEET 5 OF 5

STRUCTURAL STEEL TO
COMPLY W/ ASTM A6

Galvanized 2-Rail Boz Beam Guardrail Approach Section
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WELDING PROCEDURE SPECIFICATION
PQR ELDERLEE#3

Material Specification A500 GR B to A572 GR 50
Welding Process FCAW-G

Manual or Machine SEMAUTOMATIC

Position of Welding FLAT/HORIZONTAL

Filler Metal Specification A5.29

Filler Metal Ciassification E81T1-Ni1C-JH4

Flux N/A
Shielding Gas CO?2 Dew Point -40DEG F Flow Rate 50CFH
Single or Multiple Pass SINGLE
Single or Multiple Arc SINGLE
Welding Current DC
Polarity REVERSE ELECTRODE POSITIVE
Welding Progression STRINGER
Root Treatment PER D1.5
Preheat and Interpass Temperature PER D1.5
Postheat Temperature NONE
Heat Input Min Max
'+ WELDING PROCEDURE |
Pass Electrode Welding Current Travel Joint detail
no. size Amperes Volts speed
1 116 310 25 11
Variable LIMITS 341 27 12 T - 3/16"~3/8"
TO TO TO

269 23 10

This procedure may vary due {o fabrication sequence, fit-up, pass size, etc., within the limitation of
variables given in Section 5.

Procedure No. 3007 Contractor Elderlee, Inc.
Revision No. Authorized By RANDY SCOTT
Date 712812014




WELDING PROCEDURE SPECIFICATION
PQR ELDERLEE #3

Material Specification A709 TO A500 GR B
Welding Process FCAW-G

Manual or Machine SEMAUTOMATIC
Position of Welding FLAT/HORIZONTAL

Filler Metal Specification Ab.29

Filler Metal Classification E81T1-Ni1C-JH4

Flux N/A

Shielding Gas CO2 Dew Point -40DEG F Fiow Rate 50CFH
Single or Multiple Pass SINGLE

Single or Multiple Arc SINGLE

Welding Current DC

Polarity REVERSE ELECTRODE POSITIVE

Welding Progression STRINGER

Root Treatment D1.5

Preheat and Interpass Temperature D1.5

Postheat Temperature NONE

Heat input Min Max

+ WELDING PROCEDURE,

Welding Current

Pass Electrode Travel Joint detail
no. size Amperes Volts speed
1 1/18 310 25 11
Variable LIMITS 341 27 12
TO TO TO
269 23 10
L/ 47

This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation of
variables given in Section 5.

Procedure No, 3009 Contractor Elderlee, Inc.

Revision No. Authorized By RANDY SCOTT

Date 3/20/2014




WELDING PROCEDURE SPECIFICATION

' PQR ELDERLEE #3
Material Specification A500 TO A572 GR 50

Welding Process FCAW-G
Manual or Machine SEMAUTOMATIC
Position of Welding FLAT/HORIZONTAL

Filler Metal Specification A5.29

Filler Metal Classification E81T1-Ni1C-JH4

Flux N/A
Shielding Gas CO2 Dew Point -40DEG F Flow Rate 50CFH
Single or Multiple Pass SINGLE
Single or Multiple Arc SINGLE
Welding Current DC
Polarity REVERSE
Welding Progression STRINGER
Root Treatment PER D1.5
Preheat and Interpass Temperature PER D15
Postheat Temperature NONE
Heat Input Min Max
' WELDING PROCEDURE .,
Pass Electrode Welding Current Travel Joint detail
no. size Amperes Volts speed
1 116 310 25 11
Variable LIMITS 341 27 12
TO TO TO
269 23 10
1/4~3/8"

This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation of
variables given in Section 5.

Procedure No. 3016 Contractor  Elderlee, Inc.

Revision No. Authorized By RANDY SCOTT

Date 8/4/2014




WELDING PROCEDURE SPECIFICATION
PQR ELDERLEE #3

Material Specification ASTM A572 GR. 50  TO A325
Welding Process FCAW-G

Manual or Machine SEMAUTOMATIC

Position of Welding FLAT/HORIZONTAL

Filler Metal Specification A5.29

Filler Metal Classification E81T1-Ni1C-JH4

Flux N/A

Shielding Gas CO2 Dew Point -40DEG F Flow Rate 50CFH
Single or Multiple Pass SINGLE

Single or Multiple Arc SINGLE

Welding Current DC

Polarity REVERSE ELECTRODE POSITIVE

Welding Progression STRINGER

Root Treatment CLEAN PER D1.5

Preheat and Interpass Temperature PER D1.5

Postheat Temperature NONE

Heat Input Min Max

' WELDING PROCEDURE ,

Welding Current

Pass Electrode Trave! Joint detail
no. size Amperes Volts speed
1 1/16 310 25 11
Variable LIMITS 341 27 12
TO TO TO
269 23 10

5/167 ],

N

This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation of
variables given in Section 5.

Procedure No. 3019 Contractor  Elderlee, Inc.

Revision No. Authorized By RANDY SCOTT

Date 7/28/2014




WELDING PROCEDURE SPECIFICATION

Material Specification A572 GR 50

Welding Process GMAW

Manual or Machine SEMIAUTOMATIC/ROBQTIC

Position of Welding FLAT/HORIZONTAL

Filler Metal Specification Ab.18

Filler Metal Classification L-56 LINCOLN

Flux N/A

Shielding Gas 90% ARGON /10% CO2 Dew Point -40DEG F Flow Rate 45CFH
Single or Multiple Pass SINGLE

Single or Multiple Arc SINGLE

Welding Current DC

Polarity REVERSE

Welding Progression STRINGER

Root Treatment PER D1.6

Preheat and Interpass Temperature PER D1.5

Postheat Temperature NONE

Heat Input Min Max

' WELDING PROCEDURE .

Welding Current

Pass Electrode Travel Joint detail
no. size Amperes Volts speed
.045 190 22 19
Variable LIMITS 171 20 17
TO TO TO l"*B}-T—j

209 24 21 T e o Bar

1/4° 1 E-378°

3 WELDS £4. S1DE
& EQUAL SPACES

174V 2-3/8"

This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation of
variables given in Section 5.

Procedure No. 3022 Contractor  Elderlee, Inc.
Revision No. Authorized By RANDY SCOTT
Date 3/20/2014




WELDING PROCEDURE SPECIFICATION

PQR ELDERLEE #3

Material Specification AB00 TO A36
Welding Process FCAW-G

Manual or Machine SEMAUTOMATIC
Position of Welding FLAT/HORIZONTAL

Filler Metal Specification A5.29

Filler Metal Classification E81T1-Ni1C-JH4

Flux N/A

Shielding Gas CO2 Dew Point -40DEG F Flow Rate 50CFH
Single or Multiple Pass SINGLE

Single or Multiple Arc SINGLE

Welding Current DC

Polarity REVERSE

Welding Progression STRINGER

Root Treatment CLEAN PER D1.5

Preheat and Interpass Temperature PER D1.5

Postheat Temperature NONE

Heat input Min Max

* WELDING PROCEDURE

Welding Current

Pass Electrode Travel Joint detail
no. size Amperes Volts speed
1716 310 25 11
Variable LIMITS 341 27 12
TO TO TO
269 23 10

Per AWS D15
—JFJ\B—LM—GF
N
{ |7

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

variables given in Section 8.
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Revision No. Authorized By

RANDY SCOTT

Date 3/24/2014




