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Structural Steel Repair Procedure

During inspection it was discovered that (2) small areas on I-91NB girder #6 were cut into with a torch.
See pictures below for reference:

This happened when the welder cut and moved one of the legs for the fall protection. The welder has
since been talked to as has the crew. If cutting of any temporary members is required grinders (not
torches) are to be used. In no situation shall the permanent girders be damaged.

PCL proposes the following repair procedure:

Vermont Agency of Transportation

1. Grind off all latent materials
2. Fill divots with weld (E70XX) RECEIVED
3. Grind areato be flush with flange CK'D BY € _OK'DBY JS_
June 24, 2015
RESUBMIT NO Approved

BY JS DATE 6-25-2015



WELDER, WELDING OPERATOR OR TACK WELDER QUALIFICATION TEST RECORD

Code: AASHTO/AWS D1.5M/D1.5:2010

Name: Chris Bodisher

Identification No. 0314CB

Welding Procedure Specification No.

AWS B2.1-1-016-94R

Date: 05/12/2015

Record Actual Values Qualification Range
Variables Used in Qualification
Process/Type SMAW SMAW
Electrode (single or multiple) Single Single
Current/Polarity DCEP DCEP
Position 2G Flat/Horizontal
Weld Progression N/A N/A
Backing (YES or NO) Yes With Steel Backing Only
M 270M/ M270 (A M 270M/ M270 (A
Material/Spec. 709/A 709M) Gr. 250 | 709/A 709M) Gr. 250
[Gr. 36] [Gr. 36]
Base Material
Thickness (Plate)
Groove A\ 1/8" to Unlimited
Fillet N/A Flat, Horizontal
Thickness: (Pipe/Tube)
Groove N/A 1/8" to Unlimited
Fillet N/A Unlimited Thickness
Diameter: (Pipe)
Groove N/A N/A
Fillet N/A N/A
Filler Metal Vermont Agency of Transportation
RECEIVED AWS A5.1/A5.1M or
Spec. No. . JC ) s AWS A5.1 AWS A5.5/A5.5M
CK'D BY OK'D BY
Class E7018 E7018
F-No. June 24, 2015 F4 F4 Only
Gas/Flux Type REsuBmIT NO Approved N/A N/A
Other BY 15 Rl °2 N/A N/A
Visual Inspection: Acceptable YES or NO
Guided Bend Test Results
Type Results Type Results
Side Accept N/A
Side Accept N/A
Fillet Test Results
Appearance: N/A Fillet Size: N/A

Fracture Test Root Penetration: N/A

(Describe the location, nature and size of any crack or tearing of specimen.)
N/A

Inspected by:

Organization:

Macro etch: N/A

Richard Irick
VT Nondestructive Testing

Test No: N/A
Date: N/A
Radiographic Results
Film Identification Film Identification
Number Results Remarks Number Results Remarks

Test Number: N/A

Date: N/A
this record are corpect and that the test welds were prepared, welded and
i AAS YAWS D1.5M/D1.5:2010 Bridge Welding Code

Interpreted by: N/A
Organization: N/A

We, the undersigned, certify that the statements j
tested in accordance with the requi

Inspected by: - A Witnessed by: Richard Irick
ard Inck AWS/CWI
Contractor: PCL Civil Constructors Inc. Date: 5/12/2015




AASHTO/AWS D1.5/D1.5M:2010

Contractor/

ANNEX N

WELDING PROCEDURE SPECIFICATION (WPS)
PREQUALIFIED[ | QUALIFIED BY TESTING []

or PROCEDURE QUALIFICATION RECORDS (PQR) Yes[ ]
AASHTO/AWS D1.5 Qualification Type 5.12.1 [ ]-5.12.2[ |- 5.12.4[ ]

Organization _PcL ClUIL CoNSTRWCTORS, 1AC.
Welding Process(es) S Aww
Type: Manual [>4 Semiautomatic [_]
Mechanized [] Automatic [ ]
Tandem [] Parallel []
JOINT DESIGN USED
Single [] Double Weld []

Backing: Yes[ |\No[/ Material

Root Opening
Groove Angle
Backgouging: Yes
Root Treatment

oot Face Dimension
Radius (J-U)
No[ ] Method

\ NA - No JunNT

BASE METALS

Material Spec._ AASH T® M270 /MAI0M

Fillet

N/A

Type or Grade 50w
Thickness: Groove | /4"
Diameter (Pipe)__s/A

FILLER METALS

AWS Specification_ANSI/AWS AS.| o ASME SEAS.(

AWS Classification

E8018 C3

Manufacturer Trade Name__&xcact 8ul

Identification

Revision Date y
Authorized by te 7& 7 /CS
Supporting PQR No.(s) /

POSITION

Position of Groove ___HeRi23#4TAL  Fillet
Vertical Progression: yp’[:l Down[] a/m
ELECTRICAL CHARACTERISTICS

Transfer Mode (GMAW): Globular[_] Spray[_]

N/A

Current: AC[] DCEP[] DCEN[] Pulsed[ |
Electrical Stick Out

Other

TECHNIQUE

Stringer or Weave Bead ___ S1R18G£12

Multi-pass or Single Pass (per side)___ M4 LT
Number of Electrodes __ eoné&
Electrode Spacing: Longitudinal
Lateral Angle
Interpass Cleaning _Naad or power esls
PREHEAT

70 DEG MIN

Preheat Temp., Min.
Interpass Temp., Min._70 DEG MIN
Interpass Temp., Max. _S 060 °F

SHIELDING
Flux

N/

Electrode-Flux (Class)

Gas Composition

\\ MfWe Name
%

POSTWELD HEAT TREATMENT
Temp. Hold Time
Heating/Cooling Rate

HEAT INPUT
Calculated Heat Input Value:

kd/in[] kd/mm[]

Flow Rate s Cup Size Max. Heat Input Min. Heat Input
WELDING PROCEDURE
Filler
Pass of Metals Current
Weld Type & | Amps or Wire Travel Divod
Layer(s) | Process Diam. Polarity Feed Speed Volts Speed JointDetails™
smaw |S/22. | DCEP lGo AMPS |24.8-32 |.

Form N-2

Vermont Agency of Transportation

RECEIVED

CK'D BY JC OK'D BY JS

June 24, 2015

REsuBmIT NO

BY JS DATE 6-25-2015

Form N-2—Sample Welding Procedure Specification

Approved AsNoted
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