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528"

RAIL._BENDING PROCEDURE:
49' PAY LIMIT RADII EQUAL OR GREATER THAN 16’ TO BE
P . FAGE OF RAIL TO HAVE 621 CONVEX RAD. CURVED ON A TUBE BENDING MACHINE, RADII
o6 SPACES @7-6"=45 LESS THAN 16’ TO BE “PIE CUT” AND WELDED.
23-111/2 T 28-7 1/
Fx. JT.
Expansion [T [T 1 1 [T 1 I Expansion
Joint | I ] Joint
L1 L1 [ [T I 1 Il [T
L L L L 4L LL AL
16 1--2"—~I BILL OF MATERIAL
— 2111 1/2" ' 26"-7 1/2" | N—
o] 1'-10 NORTH RAILING FACING NORTH 1'-10" g | @TY PART # DESCRIPTION ASTM DESIGNATION
3-10—- y T | 14 |0033.03610 [W6x25, THREE RAIL POST @ 2-9° DA ON 1 1/4x10xI'-2° BP. |A572 Gr. 50
2 |1 TB.D. |HSS 3° X 5° X 1/4° RAIL @ 2'-11 1/2° W/ 621’ CONVEX R, |AS00 Gr. B
3 | 1 TBD. |HSS 3° X 5° X 1/4° RAIL @ 26'-7 1/2° W/ 621" CONVEX R, [AS500 Gr. B
2 [ 1 T.BD. |HSS 3° X 5’ X 1/4° RAIL @ 20°~11 1/2° W/ 651’ CONCAVE R. [AS00 Gr. B
3 [ 1 TBD. |HSS 3° X 5° X 1/4” RAIL @ 25'~7 1/2" W/ 651’ CONCAVE R._|AS00 Gr. B
. 5 | @ TBD. |HSS 6° X 6° X 3/16° RAIL @ 23'-11 1/2° W/ 621’ CONVEX R. [A500 Gr. B
"2 6 | 2 TB.D. |HSS 6° X 6° X 3/16” RAIL @ 28'-7 1/2° W/ 621’ CONVEX R. [AS00 Gr. B
10" 5 [ 2 TBD. |HSS 6° X 6’ X 3/16” RAIL @ 22’'~11 1/2° W/ 651 CONCAVE R.[AS00 Gr. B
140 " 6 | 2 TBD. |HSS 6° X 6° X 3/16" RAIL @ 27'-7 1/2° W/ 651’ CONCAVE R. [A500 Gr. B
o 10" ’ SECTION A-A 8 | 2 |0033.00840 |p-1/8° X 4-1/4" FIX. SPLICE BAR € 2'-3 AS72 Gr. 50
L |2 72 9 | 4 [0033.00640 [HSS 5° X 5 X 5/16” FIX. SPLICE TUBE e 2'-3" AS00 Gr. B, AS572 Gr. 50
2 & & o ) ! 10 | 14 [0033.00220 [3/8° X 10 X 14’ ANCHOR PLATES AS72 Gr. S0
j (. P P 1t | 14 [0033.90050 [1/8° X 10" X 14° FABRIC PAD AASHTO M251
g . g" 12| 58x [0042.21013__|@ 1° X 13’ ANCHOR STUDS, W/ 2 1/4" THD., EACH END A449 TYPE 1
10" |0 11/8" (4x) 10" R 13 | 114% [0080.18901 _|# 1” HEAVY HEX NUTS AS563 DH
$ $-/ N 5”6{9 14 | 58% [008018911 | 1° FLAT WASHERS F436
Vad 15 | 56 [0080.18905 | 1 HEX JAM NUTS AS63 DH
" 17_9/' 16 | 56 [0080.07500 |@ 7/8° X 8° ROUND HEAD BOLT, NUT, SQ. WASHER, L.W. A449, A563 DH, F436, ASME DI82
1/8" FABRIC PAD HOLE FOR 1“/ 7V WPS-3008 17 | 14 [0080.06400 |¢ 3/4° X 8" HEX BOLT, NUT, @ F.W., & LW, A325, AS63DH, F436, & ASME DI8.2
DIA. ANCHOR L—@_OF POST 18 | 28 |0080.06140 |# 3/4° X 2-3/4° HEX BOLT, NUT, (@ F.W., & LV, A325, AS63 DH, F436, & ASME DI8.2
STUD (TYP.) t 19 | 16 |0080.06340 |8 3/4° X 7-1/2" HEX BOLT, NUT, & (@ F.W. A325, AS63 DH, & F436
112" —ey | 20 | 8 |0080.06255 [# 3/4° X 4-1/2° HEX BOLT, NUT, & (25 F.W. A325, AS63 DH, & F436
21 | 14 [0033.00500 |L5° X 5° X 5/8° RAILING ANGLE € 6° AS72 Gr. S0
3" 110" 22 | 4 DELINEATORS — NOT SHOWN (SUPPLIED BY CUSTOMER)
L r | »-2 EXTRA FOR VOAT TESTING
______ - ]
6 i J,r_, 1 __T GENERAL NOTES:

HSS 6" x 6" x 3/16"

A e
W6 x 25— ) :
| 8" oig
) ]
L ) u ] L5" x 5" x 5/8"
Hes s x s~ 6 Railing Angle
10 13/16" ﬁ{ =
Y
1'2" x 1-1/4" x 10" = 1 P————
Base Plate v
\ [

1/8" FABRIC PA

—
—t

gk i[[————"(4) @ 1" x 13" ANCHOR STUDS
2 - W/ 2 1/4" THD. EACH END &
‘ (2) HEAVY HEX NUTS,
= = (1) JAM NUT -

1 AND (1) WASHERS EACH

I\-Q OF RAILING ANCHORAGE

ELEVATION

SECTION

STEEL BRIDGE RAILING

¢ Of Round Head

?g'r;‘l’}g‘;‘;g:‘ggﬂg Weld procedures require re-
Nut, Washer And submittal. Please resubit the
Spring Lock entire package to reflect any
Washer(Typ.)

changes required for the
welding procedures.

APPROVED: Approval of
drawings and/or procedures
indicates concurrence with the
information presented and does
not relieve the Contractor or
Fabricator of compliance with all
specifications and code
requirements

APPROVED AS NOTED

REVISE AND RESUBMIT

X

NOT REVIEWED

Q Stantec

Date:

12/17/15

1) ALL RAILING IS TO BE FABRICATED AND ERECTED ACCORDING TO SECTION 525 OF THE STANDARD SPECIFICATIONS.

2) PRIOR TO GALVANIZING THE ASSEMBLED POST, GRIND ALL EDGES TO A MINIMUM RADIUS OF 1/16".

3) ALL POST SHALL BE SET NORMAL TO GRADE. THE MAXIMUM CENTER TO CENTER SPACING OF BRIDGE RAIL POST IS 83"
4) SECTIONS OF RAIL TUBE SHALL BE ATTACHED TO A MINIMUM OF TWO BRIDGE POSTS AND PREFERABLY TO AT LEAST 4
POSTS.
5) RAIL TUBE EXPANSION JOINTS SHALL BE PROVIDED IN ANY RAIL BAY SPANNING THE END OF AN INTEGRAL ABUTMENT
BRIDGE AND AT ALL SUPER STRUCTURE EXPANSION JOINTS. EXPANSION JOINT WIDTH SHALL BE 4'@ 68°F AND WILL BE
ADJUSTED IN THE FIELD BY THE ENGINEER FOR OTHER TEMPERATURES.
6) STD. SPLICE HOLES ONLY IN BRIDGE RAIL TUBES. REST TO BE DRILLED BY CUSTOMER. FIELD DRILLED HOLES TO BE
COATED WITH AN APPROVED ZINC-RICH PAINT PRIOR TO INSTALLATION.
7) BOLTS SHALL BE TORQUED SNUG TIGHT (APPROXIMATELY 100 FT-LB).
8) SEE STANDARD DRAWING G- FOR DETAILS OF DELINEATORS. A DELINEATOR SHALL BE INSTALLED AT 30 FOOT SPACING
OR THE NEAREST POST. WHITE IS TO BE INSTALLED ON THE DRIVER'S RIGHT. FOR ONE WAY BRIDGES, YELLOW IS TO BE
INSTALLED ON THE DRIVER'S LEFT. PAYMENT FOR DELINEATORS SHALL BE INCIDENTAL TO OTHER ITEMS.

9) ANY BENDING OF RAIL SHALL BE DONE AT THE FABRICATION PLANT ACCORDING TO A PROCEDURE PROVIDED BY THE
FABRICATOR.
10) THE MINIMUM DISTANCE FROM THE POST TO AN EXPANSION JOINT SHALL BE DETERMINED BY THE MINIMUM EDGE
DISTANCE OF 5" FROM ANY ANCHOR STUD TO THE END OF THE SLAB, OR THE EXPANSION JOINT RECESS POUR, IF ONE IS
USED.

11) PROTRUSIONS CAUSED BY WELDING OR GALVANIZING ARE NOT PERMITTED ON THE ADJOINING SURFACES OF THE
BOX BEAM RAILS, SPLICE TUBES AND FILL PLATES.

12) THIS RAILING MEETS THE REQUIREMENTS FOR A TL-4 SERVICE LEVEL.

ITEM #: 525.335

[ sHEET 1 OF 4

By: _71’“ 2 W

This review by Stantec Consulting Services Inc. is for the sole purpose of ascertaining
conformance with the general design concept. This review shall not mean that Stantec
Consulting Services Inc approves the detail design inherent in the shop drawings,
responsibility for which shall remain with the Contractor. Submitting same, and such
review shall not relieve the Contractor of his responsibility for errors or omissions in
the shop drawing or of his responsibility for meeting all requirements of the Contract

Documents. The contractor is responsible for dimensions to be confirmed and
correlated at the job site, for information that pertains solely to the fabrication

processes or to techniques of construction and installation and for coordination of the

work of all subtrades.

TOLERANCE
OTHERWISE

FRACTIONS
ANGLES
DIAMETERS

UNLESS
NOTED:

=+ 1/16"

£ 1/2°

+ 1/32”

STRUCTURAL STEEL TO
COMPLY W/ ASTM A6

BRIDGE RAIL DETAILS SHEET

VERMONT ROUTE 106 (MAJOR COLLECTOR, RURAL), BRIDGE # 24
TOWN OF WOODSTOCK, COUNTY OF WINDSOR, VT.

DATE DESCRIPTION BY
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DATE DESCRIPTION BY]
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FLDERLEFE,INC.

11/30/15

DRAWN E.P.

CHECKED | D.L. 11/30/15

OAKS CORNERS, NEW YORK 14518
Tel:315—-789-6670 Fax:315—-789-6615

APPROVED
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50'-8" Sraimes s o pvoceaures
H indicates concurrence with the
47' PAY LIMIT Weld procedures require re- oo o
FACE OF RAIL TO HAVE 651' CONCAVE RAD. mittal. Pl r it th Fabricator of compliance with all
, 6 SPACES @}‘6“{43‘ SUb- tta ease ESUb t t e rlcqmimmm d cod St t
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] R —g2: ’ = : = 2] o o d o & PLAN
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Date: ) . .
' 12/17/15 _ _ . : -»

By: _71’_’- g W ) ; WP
This review by StantecC), ting Services Inc. is for the sole purpose of ascertaining S ‘. S T R U C TU R A L L A Y O U T
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WINGWALL 3

STA. 3+13.53
F.G. EL. 985.25

. pAY LIMITS FOR GUARD RAIL APPROACH : .
S “SECTION, GALVANIZED 3 RAIL BOX BEAM / R
\\ \\ \\\
\\ \\\ END BRIDGE, \\
STA. 4+18.80
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\\\\ \\\\ ) \\\\ ACH
: \ PAY LIMITS FOR GUARD RAlL\ Ag)E:RI;)EAM
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= = = =
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PROVED: Approval of
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RAIL POST (TYP.)
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N 1
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This review by Stantec Consulting Services Inc. is for the sole purpose of ascertaining \\ POINT LEFT FASCIA RIGHT FASCIA
c¢nformance with the general design concept. This review shall not mean that Stantec O N FT '
; ) CpL. S : ! \ (FT)
nsulting Services Inc approves the detail design inherent in the shop drawings, S
r¢sponsibility for which shall remain with the Contractor. Submitting same, and such S A 1.73 1. 68 T e
T vieﬁv shellll not relie\'fe}tlhe Cuntracltolr uffhis responsibility for errors or omissions in’ \\ B 2.3t l. 69 l
tl}e shop drawing or of his res sibility for ting all i s of the Contrac N * : 5
b cu]m%:l:its.T{lcgc0};1tractrrnl"?:1:';c]2;;:slil§lcoflo:'n(;::élngsiionrse;lr)ug:lcr;?&};:ic(t‘llaendmmdd S C 2.7 |. 88 ITEM '#_' 525"335 e SHEET 4 o 4
cgrrelated at the job site, for information that pertains solely to the fabricati >< (
o e R ~ > 292 2..23 S o DNDE RAIL DETAIL SHERT
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Material Specification

WELDING PROCEDURE SPECIFICATION
PQR ELDERLEE#1
A572 GRD. 50 /A992-06a

/—{CFH

Welding Process FCAW
Manual or Machine SEMAUTOMATIC
Position of Welding FLAT/HORIZONTAL
Filler Metal Specification A5.20
Filler Metal Classification =~ E70 LINCOLN OUTERSHEILD
Flux N/A 4
Shielding Gas CO2 Dew Point -40DEG F Flow Rate 50-GFMt
Single or Multiple Pass SINGLE {45 TO 63 CFM)
Single or Muitiple Arc N/A
Welding Current DC
Polarity DCEP
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 3/32 390 27 12
Variable LIMITS 351 25 11 @_l}
' TO TO TO 1/2"
429 29 13 /
& g G
I’ 5/16 E
«@ A i Yoz vt

-

A

Sd

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

variables given in Section 5.

Procedure No.

3008

Revision No.

Contractor Elderiee, Inc.

Authorized By

RANDY SCOTT

Date 5/29/2013




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 A5.29

Filler Metal Classification ~ 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 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
1 116 310 25 11
Variable LIMITS 341 27 12
TO TO TO
269 23 10
1/47

This prdcedure 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
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Weld procedures require re-
submittal. Please resubit the
entire package to reflect any
changes required for the
welding procedures.

Q Stantec

e
Y €

NORTH TRANSITION TO HAVE 620’ CONVEX RADIUS,
SOUTH TRANSITION TO HAVE 650° CONCAVE RADIUS.

ITEM #: 621.725

| sHEET 10F 5

TOLERANCE
OTHERWISE

FRACTIONS
ANGLES =
DIAMETERS

STRUCTURAL STEEL TO
COMPLY W/ ASTM A6

GUARD RAIL TO BRIDGE RAIL, TRANSITION DETAILS SHEET

VERMONT ROUTE 106 (MAJOR COLLECTOR, RURAL), BRIDGE # 24

TOWN OF WOODSTOCK, COUNTY OF WINDSOR, VT.

UNLESS DATE DESCRIPTION BY] R [NO.] DATE | DESCRIPTION _ |BY|
NOTED: E
=+ 1/16" \Y;
+ 1 /2°/ {“‘““"%. ~cir ol DRAWN | EP. [ 118015
i< CHECK L 11/30715
= 4 1/32” ¥ ELDERLEE,INC, Y ZFABRICATOR| Appn%vig D
ORTHO! PHIC : ‘
OAKS CORNERS, NEW YORK 14618 R

email: dlong@elderlee.com / epeek@eclderlee.com
Tel:315—789—6670 Fax:315—-789-6616

DRAWING NO, F.R. LaFAYETTE-WOODSTOCK (21,
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Text Box
Weld procedures require re-submittal.  Please resubit the entire package to reflect any changes required for the welding procedures.


PLAN VIEW
i
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FRONT (ITEM

STANDARD POST DETAIL
<POST #12)

63":1/8"

1.
FIE
[ 1

| \o 13/16” HOLE
' @or GaLws

| ~S3x5.7 1BEAM

1/4" 23/8"
WPS 3022

114" 23/8"
WPS 3022

TRANSITION: STANDARD
POST DETAIL
C(POST #9 ~ 1D

1o .
Cala

# 2

A NS

—
| N\o 13/16° HOLE
Il &R saLw

)
} 53X 5718EAM
1

174" 238"
WPS 3022

14" 23/8"
WPS 3022

IDE

PLAN VIEW

.

z t1/4" X 8" X 24" SPADE

END POST DETAIL

PLAN VIEW

-

1/4" X 8" X 24" SPADE

REAV

APPROVED: Approval of
drawings and/or procedures
indicates concurrence with the
information presented and does
not relieve the Contractor or
Fabricator of compliance with all

SPOSToDETAIL
\“&1\1 ugnoals

| P

L AN VIEW

] .

<POST

APPROVED AS NOTED

Q Stantec

EE \-1I4" X 8" X 32" SPADE

TRANSITION POST DETAIL
CPOST #5 ~ &

S ;
5, g" 1 %, _|2.-krns1:ANDRESUBMIT X _I ! —‘ I_J%"
_IB__I . - 12" -I |_ _[1%" 43 -+ A T,E:Eww | | HH H :;13116" HOLE
4 ate:
o :r 1 Ko 13 /16" HOLE 12/17/15 “! (FOR GALV)
2 ! [™\@ 13 /16" HOLE - ” . i )
16" | (FOR GALY) i6f e & i | \'3,5§ESSLES |
A This review by Stantec Consulting Services Inc. is for the sole purpose of ascertdini 11 1
| Bnformance with the general design concept. This review shall not mean that Sfantec
2 518" SLoTS SO XS BEA T | | saxs718EAu
(2x) 1 hall not relieve the Contractor of his responsibility for errors or omissiofis in "0 " i
Hi H l . tfe shop draving or of his responsibility for meeting all requirements of the Cojtract 37 __|
l I | ZREET N 56" Qrited s e b s, D oeation it pertains scleyto she fbicsion HH |
— WPS 3022 o focesses or to techniques of construction and installation and for coordination of the
i i {8 REQ'D) | o of al subtrades. | l |
I | I "nr 1
I 44"+1/8" 1 - I | |
Il WPS 3022 | Weld procedures require re- ||
i N ! submittal. Please resubit the ||_ ] e oo
174" 2-11 | -
2 | I 4 , entire package to reflect any ||\
i 84":1/8"
Il | ! B changes required for the I N
M .
| N welding procedures. I N
I | I HH |/ 210 1
T [} ] Se— ' | I |
4"+1/8" JJL[ J_ WPS 3022 b i
CITEM # 3 —H “wpeew N i
WPS 3022 4 L/ 210
FRONT SIDE !'!
) I
GENERAL NOTES: || T !l! —
WPS 3022
1) ALL RAILING IS TO BE FABRICATED AND ERECTED ACCORDING TO SECTION 525 OF w2 J | | .
THE STANDARD SPECIFICATIONS. L | ’ |
2) BOLTS SHALL BE TORQUED SNUG TIGHT (APPROXIMATELY 100 FT-LB). - I .
3) PROTRUSIONS CAUSED BY WELDING OR GALVANIZING ARE NOT PERMITTED ON THE l l (ITEM & J_
ADJOINING SURFACES OF THE BOX BEAM RAILS, SPLICE TUBES AND FILL PLATES. i _ | TRAVETTS
4) BOX BEAM TUBE AND STEEL POST MATERIALS, DIMENSION SIZES AND NOTES SHALL WPS 3020
BE THE SAME AS THOSE OF THE BRIDGE RAIL, UNLESS OTHERWISE NOTED. FRONT SIDE
5) ANY BENDING OF RAIL SHALL BE DONE AT THE FABRICATION PLANT. RADI| GREATER CITEM # 4
THAN 16' TO BE CURVED ON A TUBE BENDING MACHINE, RADII EQUAL OR LESS THAN 16'
TO BE "PIE CUT" AND WELDED. CURVED RAILING WIIL HAVE AN 18" LENGTH ON EACH FRONT SIDE
END STRAIGHT TO ACCOMADATE SPLICES. "PIE CUTS ARE LOCATED SO AS TO NOT
CONFLICT WITH POST FASTENING HOLES. PIE CUTS WILL BE WELDED ACCORDING TO
PROCEDURE WPS-3026. HARDWARE NOTES
ITEM & FUNCTION
19 [BOLT RAIL TO SHELF ANGLE CITEM 810
3 BILL OF MATERIALS (EACH CORNER) 20 [BOLT SHELF ANGLE CITEM #'S 10 & 11> TO POST
TTEM ] QTY. [COMPONENT & DESCRIPTION NATERIAL CASTID 21 |BOLT BLOCK-OUTS CITEM #'S 13 & 14) TO HEAVY POST
1 3| 001357021 |S3 X 5.7 POST, PUNCH 8° W/SPD € 63 LG ASTM AS72 Gr. 50 22 <4 PER SPLICE BAR CITEM #9)
F 3 | 0013.57025 |S3 X 5.7 POST, PUNCH ©°, & 20° W/SPD € 63" LG ASTM A572 Gr. 50 23 |<4) PER SPLICE TUBING (ITEM ¥S 7 & 8
3 Z | 001357060 |53 X 5.7 END POST W/SPD @ 3-8’ LG ASTHM AS72 Gr. 50 24 |BOLT RAIL CITEMS #'S 6,7, & 18 70 BLUCK~DUTS <ITEM #S 13 & 14) [WHERE FASTENED]
4 4 | 0013.09001 |w6 X O POST @ 77 W/SPD & 5/8° HOLES ASTM A572 Gr. 50 25 |BOLT DOUBLE BEND SPLICE TUBE (ITEM #12) T0 RAIL CITEM #18) & KICKBACK CITEM #15)
5 7| 001357010 |S3 X 5.7 POST, PUNCH 8’ & 207, W/8Xa32" SPADE @7 ASTM AS72 Gr. 50
3 T | 0033.80403 |3 X 5’ BTM TRANS RAIL W/5-0° KB, EXP END A500 Gr B
7 i 0033.00640 |HSS SX5 TUBE SPLICE ©27° LG W/ 174 SHIMS A500 Gr. B / AS572 Gr 50 APPLICABLE NOTES IN THE BRIDGE
8 2 0033.00730 [HSS S5x5 EXP TUBE SPLICE € 36 LG W/ 1/4° SHIMS AS00 Gr. B / AS572 Gr S0 RAIL DRAWING SHALL ALSO BE
9 1 0033.00930 |BR EXP BAR SPLICE 2-1/8" X 4-1/4" @ 36 LG ASTM A36 APPLICABLE ON THESE DRAWINGS
10| 19 | 005400050 |REG BB SHELF ANGLES @ 4-1/2° ASTM A36
12 1 | 005400074 |HSS S5 X 5 X 5/16° DBL BEND TUBE SPL € 27° LG, AS00 Gr. B 7 AS572 Gr 50
13 8 | 005400563 |6 X 8 X 174”7 TRANS. TUBE B/0 @ &’ LG A500 Gr. B
14 3 | 0054.00565 |6 X 8 X 1/4° TRANS, TUBE B/0 @ 3° LG A500 Gr. B
5 T 0054.09000 |6 X & x 37/16" BB € 9-0° KICKBACK, W/ CAP, & 13° MITER AS00 Gr. B 7 A36
w6A | 1 TBD. |6 X 6 x 3/16° BB @ 9-0° <THIS PAY TTEW, DRILL 3’ CC, 680' CONVEX AS00 Gr. B ITEM #:621.725 rSHEET 20F 5
*6B | 1 TBD. |6 X 6 x 3/16° BB @ 9°<0° <THIS PAY ITEW, DRILL 3’ CC, 650’ CONCAVE A500 Gr. B :
w174 | 1 TBD. |6 X 6 x 3/16” BB TOP TRANS @ 209 5/8° LG W/EXP END, 620° CONVEX AS00 Gr. B STRUCTURAL STEEL TO CUARD RAIL TO BR[DCE RAIL TRANSIT]ON DETAILS SHEET
%178 | 1 TBD. |6 X 6 x 3/16° BB TP TRANS € 20°-9 578" LG W/EXP END, 650° CONCAVE A500 Gr. B COMPLY W/ ASTM AS
*18A | 1 TBD. |6 X 6 x 3/16° BB BTM TRANS @ 214 5/8° LG W/EXP END, 620’ CONVEX A500 Gr. B / VERMONT ROUTE 106 (MAJOR COLLECTOR, RURAL), BRIDGE # 24
®18B | 1 T.BD. & X 6 x 3/16° BB BTM TRANS @ 21'-4 5/8° LG W/EXP END, 650° CONCAVE AS00 Gr. B TOWN OF WOODSTOCK, COUNTY OF WINDSOR, VT.
19 | 18 | 0080.03355 |3/8° X 7 1/2” BOLT, NUT, & 2 FW 2307, A563 DH, F436 TOLERANCE UNLESS [R[NO. [ DATE] DESCRIPTION BY]| R|NO.| DATE| DESCRIPTION _[BY|
20 | 19 | 008004100 |I/2° % 1-1/2° BOLT, NUT, & FW A307, A563 DH, F436 OTHERWISE NOTED: E E
21 22 0080.04120 [1/2° x 1-1/2° BOLT, NUT, 2 FW & LW A307, AS63 DH, F436 FRACTIONS = + 1/1 6” \2 v
72 | 4 | 008006255 |3/4° X 4-172° BOLT, NUT, 2 FW 7325, A563 DH, F436 B = % 179 A ——————=1 DRAWN EP. 1173015
23 | _12_| 0080.06340 |3/4° X 7-172’ BOLT, NUT, 2 FW A325, A563 DH, F436 ANGLES = /i ., FLDERLEE.INC i@'i%mmmoa} CHECKED | DL | /0715
24 |76 | 008006370 [374° X 8 CARR BULT, NUT, FW & LW A307, A563 UH, F436 DIAMETERS = + 1/32 , NS APPROVED ;
25 | 2 | 008006400 |374° X & BOLT, NUT, 2 FV, & LW 325, A563 DH, F436 W/ OAKS CORNERS, NEW YORK 14578  TORTGoRATHC '
: email: dlong@elderlee.com / epeck@elderlee.com SCALE SCHEMATIC
* ITEM #'S 16, 17, & 18 -~ WW 1 & 3 TO HAVE 620’ CONVEX RADIUS, WW 2 & 4 TO HAVE 650’ CONCAVE RADIUS Tel:315—789—6670 Fax:315-789-6616 DRAWING NO. F.R. LaFAYETTE-WOODSTOCK (21,
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Weld procedures require re-
submittal. Please resubit the
entire package to reflect any
changes required for the
welding procedures.
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OTHERWISE

FRACTIONS
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UNLESS
NOTED:
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£ 1/32”
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GUARD RAIL T0 BRIDGE RAIL TRANSITION DETAILS SHEET

VERMONT ROUTE 106 (MAJOR COLLECTOR, RURAL), BRIDGE # 24

TOWN OF WOODSTOCK, COUNTY OF WINDSOR, VT.

DATE DESCRIPTION BY| R | NO.| DATE DESCRIPTION BY]|
E
\%
RS===—— DRAWN | EP. | 118015
ELDERLFEE,INC ¥ £ FASRCATOR)| CHECKED | DL, 130715
s .
APPROVED | . .
N/ O0AKS CORNERS, NEW YORK 14518 |0 PHIC
email: dlong@elderiee.com / epeck@elderice.com RS 98§ﬁ A SCALE SCHEMATIC
Tel:315~789~6670 Fax:.315-789-6615 B@ DRAWING NO. F.R. LaFAYETTE-WOODSTOCK (21;
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ITEM 16 . /7/8" HOLES 172”7 HOLES

| — O_Il
103 (TOP & BOTTOM) HSS 6x6x3/16" (TOP & BOTTOMD .
—] 41 \ TYP Weld procedures require re- APPROVED: Approval of
|4 ' ' submittal. Please resubit the e e
—-¢é- -——————4———-______44——-—____4_% entire package to reflect any B braces o oo oot al
. specifications and code
:1— . changes required for the requirements Stant
_3__,, y 3 |d d APPROVED AS NOTED an eC
15 I U P — welding procedures.
5" 1 1Z" REVISE AND RESUBMIT X
l._ gu .
8 114 NOT REVIEWED
WW 1 & 3, FACE OF RAIL TO HAVE 620° CONVEX RADIUS, WW 2 & 4, FACE OF RAIL TO HAVE 650’ CONCAVE RADIUS . Date: s 1
12/17/15 |

' 9'-0", PAY ITEM 621.725

By: "71,__,, 2 W

This review by Stantec Consulting Services Inc. is for the sole purpose of ascertaining
conformance with the general design concept. This review shall not mean that Stantec
Consulting Services Inc approves the detail design inherent in the shop drawings,
responsibility for which shall remain with the Contractor. Submitting same, and such

l
_i_
_‘_
+
I
+ +
|
|
» T —
1_/[/_|

L L _— de
I I : review shall not relieve the Contractor of his responsibility for errors or omissions in
the shop drawing or of his responsibility for meeting all requirements of the Contract
Documents. The contractor is responsible for dimensions to be confirmed and
correlated at the job site, for information that pertains solely to the fabrication
processes or to techniques of construction and installation and for coordination of the
work of all subtrades.
@7/8" HOLE
103" 19 x4“ SLOT TOP VIEW 1727 HOLES TOP+BOTTOM
TOP+BOTTOM TOP+BOTTOM (TYPD 2 REQ'D i
S I 6 REQ'D [®
y@% | % % I . = i A
3. v _]
16 5-10" 6
7-10"
9-10"
11-10"
14'-10"
17-10"
2065
1 HOLES , ' CITEM % 17 - 0 -
> FRONT+BACK CTYP) SIDE VIEW 1
+ 0 2 REQ'D ST
8" T 7
f
1-10"
S WW 1 & 3, FACE OF RAIL TO HAVE 620° CONVEX RADIUS, WW 2 & 4, FACE OF RAIL TO HAVE 650’ CONCAVE RADIUS
1’9 x4* SLOT 1/2* HOLES ,
- 108 TOP+BOTTOM (TYP.) DRILL p7/@ HOLE MITER CUT FOR
oy —] l_“ /TEIP+BDTTDM TOP VIEW 6 REQ'D TEIP+BEITTDM_\ ‘/2,_1?3' lK/Ié:qKBACKS
Lt : % | | ———} % % ‘ 4+
6" . 1 __| o
5-10"
7-10"
9-10"
11-10"
14'10"
- . ITEM #: 621.725 | SHEET 4 0F 5
2143 |
—_— S CUARD AT, T0 BRIDCE RATL TRANSITION DETALLS SHEET
FRONT+BACK <¢TYP.) SIDE VIE\A/ CITEM # 18® / VERMONT ROUTE 106 (MAJOR COLLECTOR, RURAL), BRIDGE # 24
1*3" 2 REQ'D ' & TOWN OF WOODSTOCK, COUNTY OF WINDSOR, VT.
‘ -F TOLERANCE UNLESS R|NO. DATE DESCRIPTION BY| R |[NO.| DATE DESCRIPTION BY
6" -i—lr— —]| OTHERWISE NOTED: E E
! FRACTIONS = £ 1/16” Y AT = DRAWN EP 11/30/15
140" — . . ANGLES = + 1/2° ., ELDERLEE.INC i@z %’S\%‘,%H}E% CHECKED | DL 11/30/15
5-10° WW 1 & 3, FACE OF RAIL TO HAVE 620’ CONVEX RADIUS, WW 2 & 4, FACE OF RAIL TO HAVE 650’ CONCAVE RAJIUWMETERS = * 1/32 Y ouks CORNERS, NEW YORK 14578 [oRiGEiEe |-ACPROVED | :
email:dlong@elderlee.::om / epeek@eclderlee.com JJECTION SCALE SCHEMATIC
Tel:315—-789—-6670 Fax:315-789—-6616 B@ DRAWING NO. F.R. LaFAYETTE-WOODSTOCK (21;
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SPLICE BAR - EXPANSION

3 Set @ 4" @ 68°F
1.7l —_
2.7, 1, coli 1"x4" SLOTS, TOP
i 2 102 %2 & BOTTOM OF TUBE
1T, <12 27 45
—{~—F" Typ. 108 L | | | |7 _
1. 10
R IO iy ¢+ CTTEET TSI L
J) J) ____L 1. IR L _)___
F1yp : o o | | I I
| m PLAN
il ] PLAN o/ 1] — 1"x4" SLOTTED HOLES IN
- TvP. Typ. TOP & BOTTOM OF HSS
41/4" X 2 1/8" X 36" o _ xSl (IR
Galvanized Bar | | | | [s I ——J  "DRILL SLOTTED HOLES
[ i HH ] = [J' [ | . | 1 — PRIOR TO GALVANIZING
bl gevarion T ] ' ¥ ¥ w b Threaded Bolte 4 172" |
(4) 3/4" Fully Threaded Bolts. 4 1/2" Long
EXPANSION BAR SPLIGE ELEVATION (ASTM A325, TYPE 1) 2 Washers and a Heavy
EXPANSION SPLICE ASSY. Hex Nut on each Bolt. Nut to be Finger Tight
and the First Thread below the nut to be
damaged A.O.B.E.. 4 Bolts at Each Splice.
CITEM # 9)
2 —-
1+ Typ—
HS8S 5" X 5" X 5/16" @ 2' 3"/ Centerline of @ 7/8"

Galvanized Tube

WPS 3009

in Top & Bottom of

HSS 5"x5"x5/16" @ 36"

Galvanized Tube 1
&
WPS 3009
Typ.
o /210

4"x1/4"x35" Fill Plate
(Front & Back)

4"x1/4"x 20" Fill Plate

(Bottom)

2
- 2.1
| 1—2__ _______________ _—_—I——% Typ
A § NERE:
__________ BLAN N
Typ.

ELEVATION
EXPANSION SPLICE TUBE

SPLICE TUBE - EXPANSION

1"x4" SLOTS, TOP
& BOTTOM OF TUBE

1"x4" SLOTTED HOLES IN
TOP & BOTTOM OF HSS
6x6x3/16" (TYP)*

* DRILL SLOTTED HOLES
PRIOR TO GALVANIZING

(4) 3/4" Fully 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
damaged A.O.B.E.. 4 Bolts at Each Splice.

ELEVATION
EXPANSION SPLICE ASSY.

CITEM # 8

Weld procedures require re-
submittal. Please resubit the
entire package to reflect any
changes required for the
welding procedures.

APPROVED: Approval of
drawings and/or procedures
indicates concurrence with the
information presented and does
not relieve the Contractor or
Fabricator of compliance with all
specifications and code
requirements

Q Stantec

APPROVED AS NOTED

REVISE AND RESUBMIT

X

NOT REVIEWED

12/17/15

This review by Stantec Consulting Services Inc. is for the sole purpose of ascertaining
conformance with the general design concept. This review shall not mean that Stantec
Consulting Services Inc approves the detail design inherent in the shop drawings,
responsibility for which shall remain with the Contractor. Submitting same, and such
review shall not relieve the Contractor of his responsibility for errors or omissions in
the shop drawing or of his responsibility for meeting all requirements of the Contract
Documents. The contractor is responsible for dimensions to be confirmed and
correlated at the job site, for information that pertains solely to the fabrication
processes or to techniques of construction and installation and for coordination of the
work of all subtrades.

Date:

uD HSS 6"x6"x3/16" Tube (Typ.
D . ; xearerTube (ve) ITEM #: 621.725 | SHEET 50 5
4" X 1/4" X 26" Fill Plate == e i
o steuerea, sreet 10| (JAR) il 10 BRIDGE AL TRINSITION DETAIS SHEET
s mgmgs o en £ m g COMPLY W/ ASTM A6 VERMONT ROUTE 106 (MAJOR COLLECTOR, RURAL), BRIDGE # 24
| | | \ A " TOWN OF WOODSTOCK, GOUNTY OF WINDSOR, VT.
| ' I ¢ 3l Fully Thisaded Bolis. 7 112 Long DATE | DESCRIPTION BY| R [NO.] DATE | DESCRIPTION _[BY,
! - ! : =12 A flell] (ASTM A325, TYPE 1) 2 Washers and a SOLERARCE O el
WPS 3009 FIXED TUBE SPLICE ASSY.  Heavy Hex Nut on each Boit. Nut to be Finger RN » v
5% Tight and the First Thread below the nut to be FRACTIONS = *+ 1/16 ps DRAWN =) 1173075
A . damaged A.O.B.E.. 4 Bolts at Each Splice. ANGLES = % 1/2° L DERLEE INC -@;;gg@gm@% ChEcKED T o0 | 11807
(Botom) e ELEVATION CITEM ® 7 DIAWETERS) = & 152" OAngonNgas NEW YORK 14618 JoRTamAFic]| APEROVED | '
FIXED SPLICE TUBE SPLICE TUBE - FIXED e oRgOsldaTisa.cont. 7/ spieekBslderienolii PROJECHON” "SCALE | SCHEMATIC
Tel:315—789—-6670 Fax:8315-789-6615 B DRAWING NO. F.R. LaFAYETTE-WOODSTOCK (21,



tknight
REVISE-AND-RESUBMIT

tknight
Text Box
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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 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 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 /—|3O deg. |
no. size Amperes Volts speed
1 116 310 25 11 |B-U2a-F |
Variable LIMITS 341 27 12
TO TO TO
269 23 10

/—Is this a NY joint
s detail?

_—[3/16 |

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

Procedure No. 3007 Contractor Elderlee, Inc.
Revision No. Authorized By RANDY SCOTT
” Date 7/28/2014




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 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 D1.5
Preheat and Interpass Temperature D1.5
Postheat Temperature NONE
Heat Input Min - Max
« WELDING PROCEDURE.
Pass Electrode ¥elding Gurent Travel Joint detail
no. size Amperes Volts speed
1 1/16 310 25 11
Variable LIMITS 341 27 12
TO TO TO
269 23 10
1/ 47

This prdcedure 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 D1.5

Postheat Temperature NONE

Heat Input Min Max

» WELDING PROCEDURE .

Pass Electrode NiSIding GUFGRL Travel Joint detail
no. size Amperes Volts speed
1 1/16 310 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

Material Specification A572 GR 50

Welding Process GMAW

Manual or Machine SEMIAUTOMATIC/ROBOTIC

Position of Welding FLAT/HORIZONTAL

Filler Metal Specification A5.18

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 D1.5

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
.045 190 22 19
Variable LIMITS 171 20 17
TO TO TO a":!4n
209 24 21 l-_ Wi B 24

f @ ECUAL SPACES

il 9 WELRS EA. SIDE
wav 2
!

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






