Pile and Driving Equipment Data Form

Project Name: ROCKINGHAM
Project No.: BRF 0126 (12)
Route No.: rRT 121

Structure Name: SAXTONS RIVER BRIDGES
Structure No: BRIDGE # 11R

Pile Driving Contractor: COLD RIVER BRIDGES, LLC
Foreperson: JOSH MARTIN

Manufacturer: APE

Type: Diesel Impact Hammer
Rated Energy (kip-ft): 52,362
Length of Stroke (ft): 12'-6"
Model: D19-42

Serial No: 0309222

Modifications:

Material: Monocast MC 904

Thickness (in): 2 | Area (in%): 398

Modulus of Elasticity — E (ksi): 175ksi

Coefficient of Restitution-e: .92

Also named:
Helmet

Bonnet Weight (Ibs): 3000
Anvil Block

Drivehead

Cushion material:

Thickness (in): Area (in?):
Modulus of Elasticity — E (ksi):
Coefficient of restitution — e:

Pile Type & Size: HP 12X74

Length (in Leads) (ft): 40

Weight (Ib/ft): 74

Wall thickness (in):

Taper: N/A

Cross Sectional Area (in?): 21.8

Ultimate Axial Pile Capacity (kips): 277 KIPS

Steel Yield Strength (ksi): 50 KSI

Description of Splice: WELDED VTRANS STANDARD
Tip Treatment Description: 4arp POINT

Distribution- One copy each to:
[ ] State Structures Engineer
[] State Soils & Foundations Engineer

™ Resident Engineer:

NOTE: If mandrel is used to drive the pile, please attach separate
manufacturer’s detail sheet(s), including weight and dimensions.

Submitted by: Chad Contaldi Date: 1/26/15
Title: Project Manager

Revised 5/5/10 by Soils & Foundations
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GREEN & WHITE MOUNTAINS SECTION
AMERICAN WELDING SOCIETY

WELD QUALIFICATION TEST REPORT

NAME :_Jé ;b_mx?f Deel Ll

ADDRESS: AC L 7/ Aax 78

11y ngent g Ao

SOCIAL SECURITY # OO%-~ %0-0//4
TELEPHONE # SO~ #°9-so¥g

COUNTY : enaloon.

v

CO / NAME :

STATE : Z2IP

. 95937 rgsr oars : Y9074

KK AR AR R AR R A A E AR A N A A R A AR AT R N A AR A XA AT AN R R AR AR AR A RN A&

TEST TYPE : /WS 1. S84

PROCESS :_S 74V
POSITION :__ 3&
BASE MATERIAL : AZE

THICKNESS : /

o Secrred

EDGE PREPARATION

SAMm oo

POWER SOURCE

AMBIENT TEMP : 70 PREHEAT : _AZ_/_/_I_

NA
/

VOLTS: 2%

INTERFASS TEWP

PASSES REQUIRED :

/50

TRAVEL SPEED :

CLEANING : C‘/é'/ *M

AMPS :

TYPE OF CURRENT AL

SPECIMEN TYPE :AWS S</0.L5

FILLER METAL TYPE : & JO0/§

75003

LAB NUMBER

/72

FILLER METAL DIA

DATE ek kv )

vA

FLUX TYPE

T KKK KR KKK KKK NN

TEST RESULTS
VISUAL :

VA

SHIELD GAS TYPE

BEND TEST : Ao/ ale®

NS

GAS FLOW RATE

race : ¥4 sipE

ROOT : NA

WITNESSED BY CWI # 92028051




GREEN & WHITE MOUNTAINS SECTION o

AMERICAN WELDING SOCIETY 787

~ {,g )

/ ‘\\ sJ«

WELD QUALIFICATION TEST REPORT

NAME :f%/ d@éﬁ SOCIAL SECURITY # _gO8 ¥0-0/4
ADDRESS : 4/l 7/ Kox TE [ TELEPHONE #_ S0 X - ¥€4-50 45
crry Lioerns VLI | COUNTY :_ Mo

state i /7 zIp : 05937  TEST DATE :_ 4-¥-2%
CO / NRME :

KRR KRR KR A KA R KA E R AR KA AR AK KK AR AKRKRARE LR AR AR A AR R AR RR A E R K k%

TEST TYPE : AWS5 QI /84 AMBIENT TEMP : /0 pREHEAT : /A

prROCESS S MAW INTERPASS TEMP :__ V4
POSITION : Y & | PASSES REQUIRED :__ /3

BASE MATERIAL : 7~ 3% AMPS :___ /50 voLrs: %%
THICKNESS : /" TRAVEL SPEED :

EDGE PREPARATION :  wev??’ CLEANING : 5{;’& # Lrventl

POWER SOURCE :__ SAM 409

TYPE OF CURRENT L < SPECIMEN TYPE AVS $/0./3T
FILLER METAL TYPE : £ J0/8 LAB NUMBER : 3?750‘/
DATE : b G-3
FILLER METAL DIA : %2 - :
TEST RESULTS :***********‘k**
VISUAL ; .
FLUX TYPE wA
" A BEND TEST : /tcolads
SHIELD GAS TYPE _ s
Ao race : A sipE ¥
GAS FLOW RATE
root A
A
WITNESSED BY CWI #%@@Ql
RAY HENDERSON II 27 N

7 4 ;




GREEN & WHITE MOUNTAINS SECTION
AMERICAN WELDING SOCIETY

WELD QUALIFICATION TEST REPORT

NAME : _{g% Deiele £  socIAL SECURITY # O98~ Y%0-0//4
ADDRESS: ACK 7/ Aox 7Z[  TELEPHONE #_§02- ¥99-S0YE

c11Y : Loty e COUNTY :_“lenaleer.

srate ;_ V7 21p : 95937 resT oate : ¥-5-04

CO / NAME :

ERARK KR A AR R AR R A A A AR A A A A R AR AT AR A AR AN AR R AR R AR AN R AR AR LR LA RR AR K

TEST TYPE : /WS 4I.[ S84 _ awprenr TeMp :_70 premear : NA

PROCESS :_JS 4 W INTERPASS TEMP : NA
POSITION :__ 3& PASSES REQUIRED : /7

BASE MATERIAL : /‘73 £ aMps :_ /50 voLTs: 4 >~
THICKNESS :__ / TRAVEL SPEED :

Beh. PREPARATION ; Seestd CLEANING : C‘fé? *M

POWER SOURCE : SAM 400

TYPE OF CURRENT A/ SPECIMEN TYPE WS Sro/5s
FILLER METAL TYPE : & JO/§ LAB NUMBER‘/: Zé%”ﬁ
| = DATE : =% -
FILLER METAL DIA ;: /3‘1
TEST RESULTS :**********k***
. 4 VISUAL :  /eceds?®
FLUX TYPE P
BEND TEST : Alce/a?
SHTELD GAS TYPE VA 4 ,//
N FACE : ¥ SIDE : ¥
GAS FLOW RATE
: ROOT : NA

WITNESSED BY CWI # 92




GREEN & WHITE MOUNTAINS SECTION 0, _
AMERICAN WELDING SOCIETY Cy

~ ‘(/’4
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WELD QUALIFICATION TEST REPORT

NAME : 1 SOCIAL SECURITY # IO Y0-0/%
ADDRESS : /ol 7/ Kk TE L TELEPHONE # 50 % - ¥§¢-50 48
cITy Lpocns VA | COUNTY : W pyalitor

STATE v7 Z1p : 05937  TEST DATE :_ 4-¥-24
CO / NRME :

KRR RK KRR AT XA KA KRR AR TR ARAK K KA ARKRAR L LR CR AR A AR AR I AR AR R kR, ok k

TEST TYPE : S5 QLI 5 /84

prOCESS S MAW
posiTION : Y&
BASE MATERIAL : 7~ 3%
THICKNESS : /"

EDGE PREPARATION : Jweved?

PREHEAT ; /A4

AMBIENT TEMP : 70

INTERPASS TEMP : VA
PASSES REQUIRED : /3

Z
AMPS :_ /5D VOLTS: *~

TRAVEL SPEED :

CLEANING : éf;a ¢ et

POWER SOURCE SAm 400
TYPE OF CURRENT 4 < SPECIMEN TYPE : /WS §/0./.5T
FILLER METAL TYPE : £ J0/8 LAB NUMBER : ??’50‘/
DATE Y- g-3
FILLER METAL DIA : Q«Z :
. TEST RESULTS :**************

A VISUAL :___Aecspdit s
FLUX TYPE i ' -
4 v A BEND TEST : _secolafs”
SHIELD GAS TYPE _ -

7, race : A SIDE :__

GAS FLOW RATE

rooT A

AN
WITNESSED BY CWI #%@@Ql
RAY HENDERSON II 7 ¢} %
A\ =
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PILE SP=€E WELDING PROCEDURE
ROCKINGHAM BRF 0126(12)-COLD RIVER BRIDGES,LLC

MATERIAL SPEC ASTM A572 GR 50
WELDING PROCESS SMAW

MANUAL OR MACHINE MAUAL

POSITION OF WELDING HORIZONTAL
FILLER METAL SPEC AWS A5.1

FILLER METAL CLASSIFICATION E7018
FLUX N/A
SHIELDING GAS N/A

SINGLE OR MULTIPLE PASS

MULTIPLE IF REQUIRED

SINGLE OR MULTIPLE ARC SINGLE
WELDING CURRENT DC
POLARITY REVERSE
WELDING PROCEDURE N/A
ROOT TREATMENT POINTS PRE-BEVELED TO PROFILE
PREHEAT AND INTERPASS TEMPERATURE PER AWS D1.1
POST HEAT TREATMENT NONE
WELDING PROCEDURE
PASS ELECTRODE |WELDING CURRENT TRAVEL
# SIZE AMPS VOLT SPEED JOINT DETAIL
1 1/8" 120-150 (12-24 1 FT/MIN
2+ 5/32" 140-180 (12-24 1FT/MIN
N N
: RP 2y Y 3
| J| "eoo—-g - 30
‘ Pl
4N ~

[the limitations of variables given in section 5

PROCEDURE-PILE POINT
REVISION#-O

This procedure may varry due to fabrication sequence,fit-up,pass size, ect. Within

CONTRACTOR: COLD RIVER BRIDGES,LLC

AUTHORIZED BY:

DATE: |l-26-15 |
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Dimensions installation Instructions
- 7. Fit point onto the end of the square cut pile end.
TOP VIEW l ﬁ BOTTOM VIEW @
! B J 2. Weld point to the pile in either flat or vertical
ve— e position using E7018 electrodes.
=
TUTTTETTTTY LT 3 -
| 3. Weld across full width of flange following chart
| I J below for minimum size weld.
=g |
A - N
450 N‘K \‘__,,f-«‘-' \fw
s
B . 5 e H-PILE N
A / \
L Weld Weld
Cle—> N (See Chart)
| M| HP-77600-B
6 30+# ﬁ j45° Bevel
MATERIAL: CAST STEEL o N 7 7
ASTM A148 90/60
Pile Size Flange Groove Weld
19" Thickness
., HP 12 x84 685 3/8
1 x 74 610 3/8
1_5/1 6" X 63 D15 5/16
x 53 435 5/16
3!’
Wt | 31#
PO Box 5933 Parsippany, NJ 07054-5933
Tel: 973-773-8400
<= Fax: 973-428-5146
et email: apf@associatedpile.com
@ FITT ﬁ G www.associatedpile.com
Cali Toll Free: 800-526-9047

(12/11)



FLUX

POLARITY

MATERIAL SPEC

PILE SPLICE WELDING PROCEDURE
ROCKINGHAM BRF 0126(12)-COLD RIVER BRIDGES,LLC

ASTM A572 GR 50

WELDING PROCESS

SMAW

MANUAL OR MACHINE

MAUAL

POSITION OF WELDING
FILLER METAL SPEC
FILLER METAL CLASSIFICATION

HORIZONTAL

AWS A5.1

E7018

N/A

SHIELDING GAS

N/A

SINGLE OR MULTIPLE PASS
SINGLE OR MULTIPLE ARC
WELDING CURRENT

MULTIPLE IF REQUIRED

SINGLE

DC

REVERSE

WELDING PROCEDURE

N/A

ROOT TREATMENT GRIND/BEVEL TO PROFILE
PREHEAT AND INTERPASS TEMPERATURE PER AWS D1.1
POST HEAT TREATMENT NONE
WELDING PROCEDURE
PASS ELECTRODE |WELDING CURRENT | TRAVEL
# SIZE AMPS | VOLT | SPEED JOINT DETAIL
1 1/8" 120-150 [12-24 1 FT/MIN
2+ |5/32" 140-180 |[12-24 1FT/MIN

[the limitations of variables given in section 5

PROCEDURE-VAOT DIAMOND SPLICE
REVISION#-O

This procedure may varry due to fabrication sequence,fit-up,pass size, ect. Within

CONTRACTOR:

AUTHORIZED BY:

COLD RIVER BRIDGES, LLC

e

DATE: \23\is
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