77~ VERMONT

State of Vermont Agency of Transportation
Highway Division

Project Delivery Bureau

Structures Design Section

National Life Building [phone]  802-828-0161
Montpelier, VT 05633-5001 [fax] 802-828-3566
www.virans.vermont.gov [ttd] 800-253-0191

March 15,2016
CCS Constructors, Inc.

138 Munson Avenue
Morrisville, VT 05661

Project Name: New Haven BRF 0183(1)
Structure Identification: TH 2, Bridge 10

The structural steel welding procedures associated with the structural steel fabrication drawings and Items
506.56 Structural Steel, Curve Plate Girder and Item 900.645 Special Provision (Precast Concrete/Steel
Composite Pier Cap) have been reviewed and are being returned herewith.

All sheets are approved.

You must provide notice to our fabrication engineer, Ryan Foster, as to the date fabrication represented by these
drawings will begin. Ryan has requested a prefabrication meeting at your earliest convenience. Ryan must
receive and acknowledge your notice at least seven days prior to that date, as per Specification 506.03. You
may contact Ryan by phone at (802)828-0015 or email at ryan.foster@vermont.gov. Any material fabricated
prior to the notification date is subject to rejection without further cause.

Sincerely,

A fn

Todd A. Sumner P.E.
Project Manager

VTI‘&IIS—“—“—T“—




P—— Casco Bay Steel Structures
CaSCO Bay STEEL One Wallace Avenue, South Portland ME 04106

' STRUCTURES AWS - Welding Procedure Specification (WPS)
WeldOffice WPS
WPS record number 201 Revision 1 Qualified to AWS D1.5
Date 4/24/2014 Company name Casco Bay Steel Structures
Supporting PQR(s) SAWDC + FCM 2-21-14 - Rev 1
Reference docs.
Scope
Fillet, no PWHT (As-welded)
Joint Joint details for this welding procedure specification in:
JOINTS section of this WPS
BASE METALS THICKNESS RANGE QUALIFIED (in.)
Type Gr50/Gr50W P-no. Grp-no. - As-welded With PWHT
Welded to Gr50/Gr50W P-no. Grp-no. - Min: Max. Min. Max
Backing: None P-no. Grp-no. - Complete pen. - - - -
Retainers ::;;:1?:'! :)Zs:ed ) 2 B B
Notes All A709 steels with 50 ksi or less are also qualified Fillet welds 178 Al : )
DIAMETER RANGE QUALIFIED (in.)
As-welded With PWHT
Min. Max. Min. Max.
FILLER METALS THICKNESS RANGE QUALIFIED (in.)
As-weld i
SFA Classification F-no. A-no. Chemical analysis or Trade name n swelded ,Wlth L
Min. Max. Min. Max.
SAW 5.23 ENi1K 6 Lincolnweld LA-75 118 I All - ‘ -
Flux & - = = - Lincolnweld 960 - None -
Sup. filler - - - - - - None -
WELDING PROCEDURE
Welding process SAW
Type : Machine
Minimum preheat/interpass temperature (°F) See Backpage
Maximum interpass temperature (F) ' 490
Filler metal size (in) 5/32
Layer number
Position FH
Current/polarity DCEP
Amperes 604
Volts 29.5
Travel speed (in./min) . 171
Maximum heat input . (kJfin.) 62.5193
Wire feed type Hot wire
Wire feed speed (in./min) N/A
String or weave Stringer
C.TW.D (in.)
Multi/Single pass per side 8 Single or Multiple passes
Multiple or single layer _ Single or Multiple layer
Oscillation None
Multi/single electrode Single electrode
Electrode angle ] (deg.) As needed
Maximum pass thickness (in.) See Backpage
Weld deposit chemistry F8A2-ENi1K-Ni1-H8
Notes
Vermont Agency of Transportation
ON: January 13, 2016
and Checked for
BY: Todd A. sumner DATE: 03/15/16
WeldOffice WPS 2014.01.008 (c) Copyright 2014 C-spec Software. All rights reserved worldwide.
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STRUCTURES !

asco Bay Steg;

Casco Bay Steel Structures
One Wallace Avenue, South Portland ME 04106

AWS - Welding Procedure Specification (WPS)

WeldOffice WPS
WPS record number 201 Revision 1 QL-JaIified to AWS D1.5
Date 4/24/2014

Company name

Casco Bay Steel Structures

JOINTS: Typical joint(s). See actual production drawings and engineering specifications for details.

v

3/8 single pass flat
5/16 single pass Horizontal

Amps Volts Travel Speed
AVG 604 / 295 / 17.11PM
MIN 544 / 274 / 14.51PM
MAX 644 / 316 / 19.7 1IPM

being performed

* Multiple passes may be used if drawing
details call for a larger size fillet weld than
noted above in the position welding is

Type of groove

Fillet weld

Minimum groove angle

PREHEAT TABLE

Minimum root opening
Maximum root face

N/A
N/A
N/A

(deg.)
(in))
(in.)

Applicable standard

AWS D1.5 Bridge Welding Code

For thickness 1/8 to 3/4(in.): 50(°F). Preheat to 70(°F) if the base metal temperature is below 32(°F).

Over 3/4 thru 1-1/2(in.): 70(°F).
Over 1-1/2 thru 2-1/2(in.): 150(°F).
Over 2-1/2(in.): 225(°F).

Refer to AWS D1.5 2010 Table 4.3 (pg 85)

AWS D1.5 2010 FCM

For thickness 1/8 to 3/4(in.): 100°F).

Over 3/4 thru 1-1/2(in.): 200(°F).
Over 1-1/2 thru 2-1/2(in.): 300(°F).
Over 2-1/2(in.): 350(°F).

No welding to be done if ambient temperature in immediate area is below 0(°F)

Surface preparation
Initial/interpass cleaning
Back gouging method

New York SCM Up to 3/4 i —100 (F)
Over 3/4 to 1-1/2 —-------— 200 (F)
Over 1-1/2 to 2-1/2 - --300 (F)
Over 2-1/2 —=mmemmmeem e 350 (F)
TECHNIQUE
Supplementary MF control
Peening

None

Grind/Blast/chemical/wirebrush clean to be free of moisture, slag, millscale, oils, dust
Brushing and Grinding

NOTES

AWS FCM preheats are taken from AWS D1.5 2010 Clause 12 Table 12.4 and are based upon calculated heat input calculated in accordance with
section 5.12 with an as welded H8 designation for the electrode combination we are using. This higher preheat will be used on non weathering steels also.

V

ont Agency of Transportation

RECEIVED

ON- January 13, 2016
and Checked for

CONFORMANCE

BY: Todd A. sumner DATE: 03/15/16
Signature 1 Signature 2
Name Sign;t\u e / Name Signature
Matthew Cote M ew J Cole
Date CW‘ 08051 341 Date
6/2/2014 QC1 EXP. 5/1/2017
Signature 3 Signature 4
Name Signature Name Signature
Date Date

WeldOffice WPS 2014.01.008

(c) Copyright 2014 C-spec Software. All rights reserved worldwide.
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Casco Bay Steel Structures
One Wallace Avenue, South Portland ME 04106

AWS - Welding Procedure Specification (WPS)

WeldOffice WPS
WPS record number. 250 Revision Qualified to AWS D1.5
Date &/10/2014 Company name Casco Bay Steel Structures
Supporting PAR(s) | SAW FCM 3/32 DC-5/7114
Reference dogs: |
Scope
Fillet, no PWHT {As-welded), impact testing
Joint : Joint detatls for this welding procedure specification ing
JOINTS section of this WPS
BASE METALS THICKKESS RANGE QUALIFIED (i)
Type Gro0/Graow P-no. Grp-no. - As-welded With BWHT.
Welded to Gr50/GrSOW P-no. Grp-ne. - , Min. Max. Min. Max
Backing: Yes P-no. Grp-ne. | Complete pen. - - - -
R iimpact tested 0.825 no max. - -
Retainers | Sal e
Notes Alt A708 with 50 ksi or less are also qualified : pen .
' ; Eillet welds no min. nc max. - -
DHAMETER RANGE QUALIFIED G
As-welded With:PWHT
Min. Max: Min, tax.
‘ i
L NA | NA -
FILLER METALS THICKNESS RANGE QUALIFIED
: : As-welded With PWHT.
SFA Classification F-no. A-no! Chemical analysis-or. Trade name ; seice : iih Py ;
8 Sl f in. Max, Min. Max,
SAW. 523 ENITK LincoinElectric LA-75 0.128 i no max. - ! -
Fluxe: : 523 FBAZ LincolnElectric Lincolinweldg60 - Required -
Sup. filer - Required -
Flux type
Fiux from recrush: slag “iNo
Suppl.-filler matal vol. G NFA
WELDING PROCEDURE
Welding process : SAW
Type Machine
Minimum preheatfinterpass femperature .~ ('F) See Back Page
Maximum interpass temperature {7} 400
Filler metal size {ine) 3132
Layer number
Position FH
Current/polarity DCEN (straight polarity)
Amperes 363.3
Vaolts 316
Travel speed 128
Maximum heat input 53.8138
Wire feed type Cold wire
Wire feed speed - {infming NIA
String or weave Stringer
CTWD {in}
Muiti/Single pass per side Single or Muitiple passes
Multiple or single layer Single or Muitiple layer
Oscillation None
Muiti/single electrode Single electrode
Elecirode angle fdegy Varies
Maximum pass thickness dny See Back Page
Weld deposit chemistry. FEAZ-ENITK-Ni1-H8
Notes

Vermont Agency of Transportation

RECEIVED

ON: January 13, 2016
and Checked for

CONFORMANCE

BY: Todd A. sumner DATE: 03/15/16

WeidOffice WPS 2014.01.008

{c) Copyright 2014 C-spec Software. All rights reserved worldwide,
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Casco Bay Steel Structures
One Wallace Avenue, South Portland ME 04108

AWS - Welding Procedure Specification {WPS)

STRUCTURES

WeldCffice WPS
WPS record number. 250 Revision Qualified to AWS D15
Date 6/10/2014 Company.name Casco Bay Steel Structures

JOANTS: Typical jointis). See actual production drawings and enginesting specifications for details.

3/8 single pass flat
5718 single pass Horizental

Amps Volts Travel Speed
AVG 363.3 / 316 i i2.8
MIN 328.9 / 2904 I 10.8
g g 399.6 § 338 i 14.7

* pultiple passes may be used if drawing
details call for o larger size fillet weld than
noted above iy the position welding is
belng performed

H 7

i Type of groove | Filtet weld Minimum groove angle NIA

) Minimum root opening 3 NIA
Maximum root face SUNIA

PREMEAT TABLE
Applicable standard

AWS D1.5 Bridge Welding Code For thickness 1/8 to 3/4(in.): 50(°F). Preheat to 70(°F) if the base metal temperature is below 32(°F).
Over 3/4 thru 1-1/2(in.): 70({°F).
Over 1-1/2 thru 2-1/2(in.): 150(°F).

Cver 2-1/2(in.%: 225(°F). Refer to AWS D1.5 2010 Table 4.3 (pg 85)

AWS D1.5 2010 FCM For thickness 1/8 to 3/4(in.): 100°F).
Over 3/4 thru 1-1/2(in.): 200(°F).
Over 1-1/2 thru 2-1/2{in.): 300(°F).

Over 2-1/2(in.): 350(°F). No welding to be done if ambient temperature in immediate area is below O{°F)

Surface preparation
Initial/interpass cleaning
Back gouging method

New York SCM
Over 1-1/2 10 2-1/2 --
i OVer 2-1/2 ~ememmsmmnmm i
TECHMIGQUE
Suppiementary MF control
Peening Not used

Grind/Blast/chemicaliwirebrush clean to be free of moisture, slag, millscale, oils, dust
Brushing and Grinding
None

NOTES

AWS FCM preheats are taken from AWS D1.5 2010 Clause 12 Table 12.4 and are based upon calculated heat input calculated in accordance with
section 5.12 with an as welded H8 designation for the slectrode combination we are using. This higher preheat will be used on non weathering steels also

Vermont Agency of Transportation

RECEIVED
ON:- January 13, 2016

and Checked for

CONFORMANCE

BY: Todd A. sumner DATE: 03/15/16

i

Bignature 1§

L

4
Name Signaiure v W/{ Name Signature
Matthew Cote ! 3 .

o S Matthew J Coté e
~ . . ’ £t
. S CWI 08051341
6/10/14 - P A

Sigaature 3 %“t’:ﬁ‘” = : i Signature 4
Name Signature Name Signature
Date Date

{c) Copyright 2014 C-spec Software. All rights reserved worldwide.
Page 2 of 2
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i Casco Bay Steg;
f STRUCTURES !
b SRR . |

Casco Bay Steel Structures
One Wallace Ave, South Portland ME 04106

AWS - Prequalified Welding Procedure Specification (pWPS)

— el WeldOffice WPS
Identification # 470 Rev.
Company name Casco Bay Steel Structures Originated by Matthew Cote
Welding process SMAW Date 7121/2014
Process type Manual Authorized by Matthew J Cote
- Date 7/21/2014 =
Joint design used Position
Joint type T-Tjoint Welding position: Groove
Joint design Fillet Weld Fillet| All
Backing No Vertical progression Up
Backing material Not Applicable Electrical characteristics
Root opening (R)* @in)
Root face (f)* (in) Transfer mode (GMAW) N/A
Groove angle (a)* (deg.) Current type Other
Radius (J - U)* (deg) Other DC+and AC
Back gouging No Technique
Back gouging method None . i Stringer or weave bead Stringer or Weave
Base metals * Datum, As Detailed (As Fit-Up) | Mylti/single pass (per side) Single or Multiple
Spec., type or grade Gr 50 Number of electrodes Varies
Thickness: Groove (i) Spacing: Longitudinal  (n)| -
Fillet Gn)|1/8" and above Lateral ) -
: : : e Angle (geg)| -
Diameter (Pipe) (in)| Unlimited
Fil Contact tube to work (in.)] -
iller metals Peening Not permitted
AWS Specification A5.1 Interpass cleaning Brushing or grinding
/ AWS Classification E-7018 H4R Breheat
Shielding Preheat temp.: Min.  ¢F)|See notes
Flux - Interpass temp.: Min.  ¢F|See notes
Electrode-flux (class) - . Max. - (F)| 450
Gas composition g Post weld heat treatment
Gas flow rate (cthy| -
Gas cup size @iny| - Temperature (F| None
; : Time (hrs)| -
Welding procedure
Filler Current Wire feed Travel
Layer | Pass | Process Filler metal class metal type / Amps speed Volts speed Joint details
diameter polarity =
(in.) (in./min) (in./min)
1 Al SMAW E-7018 H4R 1/8 DCEP 90-160 - nla varies =
1 Al SMAW E-7018 H4R 1/8 AC 100-160 - nla varies
1 All SMAW E-7018 H4R 5/32 DCEP 130-210 - nla varies
1 All SMAW E-7018 H4R 5/32 AC 140-210 - n/a varies
1 All SMAW E-7018 H4R 3/16 DCEP 180-300 - n/a varies
1 All SMAW E-7018 H4R 3/16 AC 200-300 - n/a varies b
Designation
Notes )
LINCOLN ELECTRIC EXCALIBUR 7018 MR Vermont Agency of Iransportation
***TACKING ONLY ON GR50W MATERIAL*** ON
- January 13, 2016
I and Checked for
St 3 . Signature 2 BY: Todd A. sumner DATE: 03/15/16
Name Signature X / I J 1/ Name Signature
VY o’
Mathew J Cote Matthew j‘é&{e
Date CWI 08051341 Date
G . QC1EXP 5/1/2017
Signature 3 A4 Signature 4
Name Signature Name Signature
Date Date

WeldOffice WPS 2014.01.008

(c) Copyright 2014 C-spec Software. All rights reserved worldwide.
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' Ry ; Casco Bay Steel Structures
Casco Bar Steg One Wallace sz South Portland ME 04106
" STRUCTURES AWS - Additional Information (pWPS)
e A I X WeldOffice WPS

Identification # | 470 Rev.

AWS D1.5 2010

Single Pass Fillet weld in 1F position, No bigger than 3/8 in a single pass
Single Pass Fillet weld in 2F, 4F position, No bigger than 5/16 in a single pass
Single Pass Fillet weld in 3F position, No biger than 1/2 in a single pass

For thickness 1/8 to 3/4(in.): 50°F). Preheat to 70(°F) if the base metal temperature is below 32(°F).
Over 3/4 thru 1-1/2(in.): 70(°F).

Over 1-1/2 thru 2-1/2(in.): 150(°F).

Over 2-1/2(in.): 225(°F). Refer to AWS D1.5 2010 Table 4.3 (pg85)

FOR FRACTURE CRITICAL WELDS

For thickness 1/8 to 3/4(in.): 125°F).

Over 3/4 thru 1-1/2(in.): 200(°F).

Over 1-1/2 thru 2-1/2(in.): 300(°F). :

Over 2-1/2(in.): 350(°F). No welding to be done if ambient temperature in immediate area is below 0(°F)

ALL VERTICAL WELDING SHALL BE DONE UPWARD

IF A GAP FROM 1/16 TO 3/16 IS EVIDENT, INCREASE WELD SIZE 1/16 FOR EACH 1/16 GAP

EX 1/16 GAP IS +1/16 FROM DETAILED SIZE
1/8 GAP IS +1/8 FROM DETAILED SIZE
3/16 GAP IS +3/16 FROM DETAILED SIZE

TACKING ONLY ON GR50W MATERIAL

- Preheatso theNYSSCM
Gr50 Gr50W
to 3/4 50F 100F
over3/4to1-1/2 70F 200F
over1-1/2to 2-1/2 150F 300F
over2-1/2 225 350F
Vermont Agency of Transportation

RECEIVED

ON:- January 13, 2016
and Checked for

CONFORMANCE

BY: Todd A. sumner DATE: 03/15/16

WeldOffice WPS 2014.01.008 (c) Copyright 2014 C-spec Software. All rights reserved worldwide.
Catalog n® pPWPS00003 Page 2 of 2
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Casco Bay Steel Structures
One Wallace Ave, South Portiand ME 04106

AWS - Prequalified Welding Procedure Specification (pWPS)

WeldOffice WPS
dentification # 480 Rev.
Company name Casco Bay Steel Structures Originated by Matthew Cote
Welding process SMAW Date 712212014
Process type Manual Authorized by Matthew J Cote
: Date 712212014
Joint design used Position
Joint type T-Tjoint Welding position: Groove
Joint design Fillet Weld : Fillet! All
Backing No Vertical progression . ; Up
§ Backing m_ater fal ‘ Not Applicable Elactrical characteristics
| Root opening (R)* i)
Root face (1) i) Transfer mode (GMAW) N/A
Groove angle (a)* {dens Current type Other
Radius (J - Uy dea Other DC+and AC
Back gouging _ No Technigue
Back gvoug}mg metiod None . - Stringer of weave bead Stringer or Weave
Base metals " Datum, As Detailed (As FitU) ) piti/single pass (per side) Single or Muttiple
Spec. type orgrade Gr 50/ Gr50wW Numt}er of electrode_s _ Varies
Thickness: Groove (3 Spacing: Longitudinal  Gnj| -
Fillet  @1)] 1/8" and above Lifnerg -
Diameter (Pipe) - . 98 e
Fil - Contact tube to work () -
fler metals Peening Not permitted
AWS Specification A55 Interpass cleaning Brushing. or grinding
AWS Clgssmcatzon E-8018 H4R Freheat
Shielding Preheattemp.: . Min P See notes
Fiux : - Interpass temp. Min.. . (F}| See notes
Electrode-flux (class) - - : . Max. (5450
| Gas composition L Post weld heat treatment
Gas flow rate {efiyl - -
Gas oup size oyl - Temperature 5} None
Lt Time g~
Welding procedure )
| ~ Filler Current | Wirefeed | S Travel '
Layer | Pass | Process Filler metal class metal type/ “Amps speed Volts: speed Joint details
: ; diameter polarity :
i) 5 fniming {indming
1 All SMAW E-8018 H4R 18 DCEP 100-160 - nla varies -
1 Al SMAW E-8018 H4R 1/8 AC 90-160 - n/a varies
1 All SMAW E-8018 H4R 532 DCEP 140-210 - nla varies
1 Al L smAw E-8018 H4R 5/32 AC 130-210 - n/a varies
1 All SMAW E-8018 H4R 316 DCEP 200-300 - nfa varies )
1 All SMAW E-8018 H4R 3/16 AC 180-300 - n/a varies b
Designation FILLET
Notes ‘
LINCOLN ELECTRIC EXCALIBUR 8018-C3 MR Vermont Agency of Transportation
SEE BACKSIDE FOR MORE DETAILS R E C E IVE D
ON- January 13, 2016
, and Checked for

CONFORMANCE
Signature 1 J Signature 2 BY: Todd A. sumner DATE: 03/15/16
Name Signature’ Name Signature
Matthew J Cote L L4
Date Maithew J Cote Date
712212014 CWI 0BUS1341
Signature 3 N7 VOTEYIRI01T Signature 4
Name Signature Name Signature
Date Date

WeldOffice WPS 2014.01.008

{c) Copyright 2014 C-spec Software. All rights reserved worldwide.
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Casco Bay Steel Structures
One Wallace Ave, South Portland ME 04106
AWS - Additional Information (pWPS)
WeldOffice WPS

] Identification # [ 480 Rev.

AWS D1.52010

Single Pass Fillet weld in 1F position, No bigger than 3/8 in a single pass
Single Pass Fillet weld in 2F, 4F position, No bigger than 5/16 in a single pass
Single Pass Fiilet weld in 3F position, No biger than 1/2 in a single pass

For thickness 1/8 to 3/4(in.): 50°F). . Preheat to 70(°F) if the base metal temperature is below 32(°F).
Over 3/4 thru 1-1/2(in.): 70(°F).

Over 1-1/2 thru 2-1/2(in.}: 150(°F).

Over 2-1/2(in.}. 225(°F). - Refer to AWS D1.5 2010 Table 4.3 (pg85)

FOR FRACTURE CRITICAL WELDS

For thickness 1/8 to 3/4(in.): 125°F).

Over 3/4 thru 1-1/2(in.): 200(°F).

Over 1-1/2 thru 2-1/2(in.): 300(°F).

Over 2-1/2(in.): 350(°F). No welding to be done if ambient temperature in immediate area is below 0(°F)

ALL VERTICAL WELDING SHALL BE DONE UPWARD

IF A GAP FROM 1/16 TO 3/16 IS EVIDENT, INCREASE WELD SIZE 1/16 FOR EACH 1/16 GAP

EX 1/16 GAP IS +1/16 FROM DETAILED SIZE
1/8 GAP 1S +1/8 FROM DETAILED SiZE
3/16 GAP IS +3/16 FROM DETAILED SIZE

Preheat$o theNYSSCM .

Gr50 : Gr50W
to 3/4 50F 100F
over3/4to 1-1/2 70F 200F
overl-1/2to 2-1/2 150F 300F
over2-1/2 225 350F

Vermont Agency of Transportation

RECEIVED

ON- January 13, 2016
and Checked for

CONFORMANCE

BY: Todd A. sumner DATE: 03/15/16

WetdOffice WPS 2014.01.008 {c} Copyright 2014 C-spec Software. All rights reserved worldwide.
Catalog n® feiitizgelashiesl Page 2 of 2
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Casco Bay Steel Structures, Inc.

WELDING PROCEDURE SPECIFICATION
ial specilicali U Gr A0t CGho\ | _
Material specilication AS [ S ; ) . -
Welding process Y e MeTal ARC M @ |l ime - NA Vl—
& Auvter . "

Position of welding
Filler metal specification ___
Filler metal classification
Flux_____ :
Shielding gas
Single or mulliple pass
Single or mulliple arc .
Welding current DcC -
Polanty ) C A :

Welding progmssi}on e { 2‘ ¢ T ’ - : — =7 ey eV ST

Root treatment 2/

1l ‘ oy . )
Preheal and interpass tempe:zl’ure Je € :Z&b Zuz, datd @S Ke g 4§y 4

Manual or machine , ). :
Elal . Hollzoslee] ————"""

Posfheat temperature -3 Reguf red e E R R KT IV
Hedt Input  Min a4 ‘.KJ'M‘\ Max "3 N O frr {36? ‘ [—/fé? F < /
3 35,0 KJ/fin AMia Tov siagle Pess Preheatso theNYSSCM
Minimum _Preheat and Interpass Temperature, °C [°F] Gr50 Grsow
Thickness of Thickest Part at
Point ochldincg, mm [in} to 3/4 : 50F 100F
over3/4to 1-
QOver 20 mm Qver 40 mm 01-1/2 70F 200F
¥4 in} {1-172 in} overl-1/2to 2-1/2 150F 300F
To 20 mm o 40 mm to 65 mm Over 63 mm )
Welding;Process (Base Meual) [3/4 in] Inck. {1-1£2 ia} fnct. (2-1/2 in} Incl (2-1/2in} over2-1/2 225 350F
SAW: OMAW; FCAW: SMAW (M270M [M270} ’ ‘
(A TOIM(A 709)] . 345[50] - 10150 20 {70} 65 [150] 110 [225)
P oF e —oF —oF
FeM &0 |50 308 2.25 325
ce M LpFo W A 3ahsef 350°F e
WELDING PROCEDURE e . a
s , Aox Irﬂ/“@‘“:pa S HYD
T T T g e 1 [Gec. 7.4k ,
Pass | Elecltrode Travel : )
no. size - Amperes Volis speed AlS 0[15/ Joint detal = § [{ & T
3077 292 {15, 5 g F
B 7 <
338.7 | 31 177: >
»
A5 To T o 7o w2

REQ 0743 o 3F
\ 23%.7 | B (7.5

1052 | te to ‘o
2813 |2%.0 | 135 | T /}

, fil-up, pass size, elc., within the limilation of variables given in

This proredure may vary due lo labricalion sequence -
t spec1f1catlons

applicable A.VW.S. codes or contrac

Procedure hoA F cA1 Ii:” 10 Conlreclor e SC 0 ch 2 ‘2,;_‘, _
Vermont Agency of Transportati : ¢ Z{é
portation Authorized By ! SO AT A

RECEIVED e e
Date o b T

ON: January 13, 2016
and Checked for

CONFORMANCE

BY: Todd A. sumner DATE: 03/15/16
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