PO Box 2620
Ballston Spa, NY 12020
Ph : 518 885-0060

SCHULTZ

l Letter of Transmittal I

To: Chris Williams Transmittal #: 2
VTRANS Date: 2/20/2015
61 VALLEY VIEW Job: M117 VTRANS CASTLETON BRF 015-2(10)

MENDON, VT 05701
Ph: (802)786-3812 Fax: (802)786-3810

Subject: Submittal - Steel Piles

WE ARE SENDING YOU v Attached I"T Under separate cover via the following items:
I¥. Shop drawings [T Prints 7 Plans I Samples
I7i Copy of letter "I Change order "I Specifications [7 Other

Document Type Copies Date No. Description

Submittal 1 505.155-6 Rev 0 | Steel Piles 12 x 63

THESE ARE TRANSMITTED as checked below:

. For approval I Approved as submitted I'7 Resubmit ___ copies for approval
¥ For your use 7 Approved as noted [ Submit ___ copies for distribution
M Asrequested Il Returned for corrections I Return ___ corrected prints

V. For review and comment I Other

I FOR BIDS DUE I PRINTS RETURNED AFTER LOAN TO US

Remarks: Please find attached Steel Piles 12 x 63 from our sub H B Flemming.

Copy To: Jennifer Fitch (VTRANS), KEVIN TURE (W.M. SCHULTZ CONSTRUCTION)

From: MIKE GARN (W.M. SCHULTZ CONSTRUCTION Signature: W = t~—

If enclosures are not as noted, kindly notify us at once. Page 1 of 1
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H.B. FLEMING, INC.

CONTRACTING ‘- ENGINEERING
89 Pleasant Ave. South Portland, ME 04106

Phone 207-799-8514 Fax 207-799-8538
www.hbfleming.com

PILE DRIVING ' BRIDGES SUBMARINE PIPELINES -

~ SUBMITTAL
Submitted To: .
Client: Schultz Construction Date: 02/19/2015

Attention: Kevin Ture ' ' Project: Bridge #93
- Location: Castleton, VT
Subject: Pile Driving Criteria :
H.B. Fleming Proposes to use the following driving criteria for the piles to be installed at the

above location.

Hammer(s) : .

= Either an APE D-19 or an MKT DE 42 may be used for this project. The details for each
hammer are listed below respectfully.

= An APE D-19 open ended diesel pile hammer may be used to drive the piles. The D-19
has a ram weight of 4,190 lbs, a maximum stroke of 10-2", and a rated energy of 42,800
ft-Ibs. - : 4

= An MKT DE-42 open ended diesel pile hammer may be used to drive the piles. The DE-
42 has a ram weight of 4,200 lbs, a maximum stroke of 10’6”, and a rated energy of

- 42,000 ft-lbs. v '

= The hammer cushioning material consists of 2 inches of Monocast MC901 material for

both hammers.

=  HP 12x63 ASTM A572 Gr. 50 steel piles

»  The Nominal Pile Driving Resistance, which we based our analysis on is 288 kips (144
tons). .

= Piles will be fitted with cast steel driving points

Results

= Piles will be driven until a blow count of 3 blows per inch for 3 consecutive inches is
obtained with the APE D19-42, and reach a minimum tip elevation of 25 feet below the
bottom of the proposed abutment pile cap. :

= Piles will be driven until a blow count of 4 blows per inch for 3 consecutive inches is
obtained with the MKT DE 42, and reach a minimum tip elevation of 25 feet below the
bottom of the proposed abutment pile cap. ,

= These criteria are based upon the output generated from the WEAP analysis that
follows. PDA testing of driven piles will determine whether the above criteria are used
throughout the project or if a%[djustments need to be made.

John Allen




H.B. FLEMING PILE EQUIPMENT DATA SHEET

Proj.ect: Bridge No. 93
Location; Castleton, VT

HAMMER

ANVIL

HAMMER CUSHION

DRIVE HEAD

PILE CUSHION

]

PILE

Date: 02/19/2015
Client: Schultz Construction .

Manufacturer: APE
Model: D-19
Type: Single Acting Diesel
Length of Stroke: 10'-2"
Rated Energy at Given Stroke: 42,800 ft-1b
Modifications: None
Material: Monocast MC901
Thickness: : 2"

Area: 283.5 in?
Modulus of Elasticity: - 285 ksi
Coefficient of Restitution: 0.8
Weight: 1200 1b
Cushion Material: N/A
Thickness: N/A
Modulus of Elasticity: N/A
Coefficient of Restitution: N/A

Pile Type: HP 12x63
Length in Leads: - Up to 65'
Weight/LF: 63 1b

Wall Thickness: 515"
Taper: N/A

Cross Sectional Area: 18.4 in?
Ultimate Capacity 288 kips
-Splice Description: Full Penetration Butt Weld
Tip Treatment Description: Cast Steel Point




H.B. FLEMING PILE EQUIPMENT DATA SHEET

Project: Bridge No. 93
Location: Castleton, VT

HAMMER

RAM

L]

ANVIL

.HAMMER CUSHION

- DRIVE HEAD

PILE CUSHION

1

PILE

Date: 02/19/2015
Client: Schultz Construction

Manufacturer: MKT
Model: - DE-42
Type: Single Acting Diesel
Length of Stroke: 10'- 6"
Rated Energy at Given Stroke: 42,000 ft-1b
Modifications: None
Material: - Monocast MC901
Thickness: 2"

Area; 283.5 in®
Modulus of Elasticity: 285 ksi
Coefficient of Restitution: 0.8
Weight; 1200 Ib
Cushion Material: N/A
Thickness: N/A
Modulus of Elasticity: N/A
Coefficient of Restitution: N/A

Pile Type: HP 12x63
Length in Leads: Up to 65'
Weight/LF: 63 b

Wall Thickness: 515"
Taper; N/A

Cross Sectional Area: 18.4 in*
Ultimate Capacity 288 kips
Splice Description: Full Penetration Butt Weld
Tip Treatment Description: - Cast Steel Point




APEISEMWModeI D1 9-42 Single Acting ‘lmpact Hammer

- operates on dlesel or blo-dlesel for all t'pes of impact pile dnvmg

-

Fuel in]ec.tionAdeslgned by APE engineers

§ Optional hydraulic trip MODEL D1 9"42 (1.9 metric ton ram)
S ‘and throttle available. ’ ’ "
’ ? Fits FEC tubgzA ‘ :
% leads or box type. SPECIFICATIONS
>~ — Maximum Rated energy - 42,800 ft-ibs
| § f Minimum rated energy 16,000 ft-lbs
Stroke at rated energy 10 feet 2 Inches
§ Maximum obtainable stroke 10 feet 3 Inches
B Speed (blows per minute) 37-53
g @ 3 WEIGHTS
'< : Ram 4190 ths |
AN Anvil » 754 lbs
'< Hammer weight (includes trip device) 7,800 lbs .
% ? Typlcal operating (weight with drive cap) " 9,600 Ibs
% CAPACITIES '
A Fuel tank (runs on diesel or blo -diessl) 8.5 gal
N a a Ol tank 2.4 gal
k' CONSUMPTION.
@ .
i Diesel or Bio-diesel fuel 1.6 galihr
. Lubrfcation 2.4 gaithr
Grease twice per day
DIMENSIONS OF HAMMER
g a, Length averall 186.2 inches
a "Length over cylinder extenslon 219, 3 inches
b Impact block diameter 17.3 inches
w c Width over holts - 22 Inches
2 9 d Hammer width overall . 19 Inches
l T e Width for guiding- face to face . 12.5 inches
f Hammer center to pump guard * 13,5 Inches
S L o] g Hammer center to boit center 13.6 inches
‘ -h hammer depth overall 26.2 inches
§ ) . . H _ Minimum clearance for leads 14.2 inches .
Direct drive avallable .
§ We.reserve the right to modify specifications without notice.
— Features Contact APE directly for updated literature,

Fuel and lube pumps with 50% less parts than ICE
Hardened plston needs no high maintenance wear rings

Direct drive available for maximum production on steel piles
Fuel pump mounted where heat will not harm it

] Variable mechanical cam fuel pump- no air pistons or rings

h Optional hydraullc variable fuel remote control

Heavy duty trip system for years of fault free operation - -~
Chrome rings for super long life ’ .
Low maintenance and extremely low parts pricing
‘German design at a reasonable pnce

L ; %‘Wm Two year APE warranty
,@si‘*f @ APE Corporate Offices O ——
~ iy s ~* 7032 South 196th Visit our WEB site:
& Kent, Washington 98032 USA www.apevibro.com

(800) 248-8498 & (253) 872-0141 [ASNNNMI. avitife.comm
SHANGHALTNTAICO.UTD. (05 875 8710 Fax 409 e-mail: ape@ap
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"~ HP-77600-B 30#

3. Weld across

Installation Instructions -

1. Fit point onto the end of the square cut pile end.

2. Weld point to the pile in either flat or vertical
position using E7018 electrodes.

full width of flange following chart

below for minimum size weld.

45° )
) \ \
(ﬁ( 5 ‘ -1 H-PILE
7 // \ \
N N
c I;___, Weld \ . \ (S;e\e’:v%’gart)
NN HP-77600-B 3
ﬁ 30# : ﬁ » 45° Bevel
MATERIAL: CAST STEEL V <7 ~ '
ASTM A148 90/60
- . . Flange
1on - Pile Size Thickness Groove Weld
" "HP 12 x 84 685 . 8/8
.1 X 74 610 3/8
1_5/1'611 X683 516 6/16
. %69 435 6/16
3" -
Iwe | 3t#

ﬂSSQCEM’ED NLE

6 FITTIHG

PO Box 5933 Parsippany, NJ 07054~ 5933
Tel 973-773-8400 .

Fax: 973-428-5146 :
email: apf@associatedpllecom . .
www.assoclatedpile.com

‘Call Toll Free: 800-526-9047

{1211)



. - JOINTWELDING. - - . ‘ .
: PROCEDURE SPECIFICATION ‘ )

Matenal spacification P = '45‘7"‘ AcT2. Cr&.ib /f“dwvmf’"“ ?axw /JK(M Az,r (o‘:/SS’

Welding process SapAdta)

" Manual or machine —[hutedt [

. Position of welding ' leniZonTAL ot VaRieal

Filier metal specification . Aws Agwy . .

- Filler metal classification _EZ1016 R | L
FIUX o A 4 T -. ) =
- Shielding gas —_t4{A_. L Flow rate 1[4

- Singls or multiple pass . AR, (,m ﬂﬁauumb) '

Smgle or multiple arc LS, .

~ Welding current’ B’C. -

Polarity . AR

Welding progression Nl . . )

Root treatment — ien-_ Powrcts Aua. Pra- By e Plofing

* Preheat and interpass temperature. __ PRZ Aw¢ Dbl '

Postheat treatment ... Honf :

WELDING PROCEDURE . I
: _ Walding current
. | Pass. | Electrode ’ - “Travel ’ S :
1 "no. size - | "Amperes |- Volts | speed -}’ Joint dgtail. .
. \ . B . . Lot ) . N R R
.\ [8 . ) IQU"SD , R l'?:-'&*l 1 p‘l/m;h) o \\i/\,/\_. ——«"-/—\"/r-

V’.M Shy" | Mo-1Bo | med “IF"/M»,J.": ' E“*‘*’*‘W Z’légm’&%g

\

NP —‘5%‘:1(000-"15 c/(,,

T‘ol st

“This procedure may vary dus to fabncatnon sequence. fll-up pass size, etc within the hmnatlon of varlables glven in
‘Sectlon 5. . . _

. Proceduré no. VA?'T \5"7’ "ZX[ﬁﬁ"T’wr»!‘* /-\~t~(ae.unmr‘/ Contractor H. i3, fmrm»)&v

l.Revision no. % | S " _ “_4 Authortzedby AH\/(

T

Form E-2, . ‘: ‘ \ -Date Q/w?’(

CForm E1~ ‘Weldlng Procf;duré.Specxﬁé:’lt.ibn




JOINT WELDING
- PROCEDURE SPEC!FICAT!ON

Material specifica‘iion _ Do Aﬁ;"“ ‘“’\ 5*‘915’?@%\‘/&‘\(4% o

Welding process Gt An) , :
“Manual or maching” —— AR, e . ' SR
- Position of welding o (AR EtAL, : '

Fillot metal specification ... A ST

Filler metal classification . B0\

Flux . piA S : . ' ” )
Shielding gas . tUA - Flow rata _:\lA. ‘ ;
Single or multiple pass . WAZIRLE 1F Yiﬁ@mm“‘e :

Single or multiple arc ... SUHGLF

Welding current oDl . _ —
_ Polarity: VRN e :

Welding progression A - - .

Root treatment G\"‘“‘“’l&ﬁ‘/"’?‘- o 17301'9*14@ : : ~ e :
Preheat and interpass temperature . X8 Porten .t

Postheat treatment ol .

WELDING PROCEDURE

Welding current

Pass. | Electrods “Travel . .

no. size - | Amperes Volts . speed - Joint detail

Cl e |ense 1wl U %t fud U Y 14
| - . | S A
2% ‘5’/7,2,“ MO ~1 860 12724 \H/M'n’, : . 'l; %511 ] (m)
o " : . } 7

V) ‘ ¢ - Nde? - m«mz Frtd
/\/1\\4{ ' {3‘5 = WKL BR| PRvELP
A \ - . . . '
0 k03 3 At
, VRN (LS
g . ' F Wak

r& -e“'/ N i e TR e T P
\

This procedure may vary :due 10 fabncauon sequence, fit-up, pass size, ete., within the {imitation ot vanables gwen in
" Section 5.

-Procedure no. \)Aﬁ”‘( \A’Lﬁ& \D\A'MMD ‘;F’L&(’ﬂ. Contractor p&-"% F‘LﬁM\p’éki M\UL- . . .

- Revision no. - » Authorized by, /o S

FormE-2 | Date 02//4//("

Form E-2 — ~Weldlng Procedute Specification
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H.B. FLEMING 18-Feb-2015
Castleton, VT : : - GRLWEAP (TM) Version 2005
Maximum - Maximum
Ultnmate Compression Tension Blow '
Capacity Stress Stress Count Stroke Energy
Kips : ksi ' ksi blows/in ft - kips-ft
230.0 32.02 - 1.02 2.1 8.02 22,22
250.0 33.09 1.41 2.4 8.17 22.28
270.0 34.59 1.58 2.7 8.38 22.56
280.0 35.22 1.65 2.9 8.46 22.63
288.0 35.74 1.71 3.0 - 8.54 22.74
300.0 36.61 1.78 3.2 8.65 22.97
310.0 - 37.24 1.79 3.4 8.74 [23.22
320.0 37.88 1.78 3.6 8.83 23.37
340.0 39.02 1.93 4.0 9.02 23.82
360.0 - 40.16 2.08 44 9.19 24.14
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18-Feb-2015

H.B. FLEMING
Castleton, VT GRLWEAP (TM) Version 2005
Maximum Maximum
Ultimate -Compression Tension Blow _
Capacity Stress “Stress Count Stroke Energy
Kips ksi ksi blows/in ft kips-ft
230.0 29.93 1.18 2.9 7.49 17.76
250.0 30.96 1.30 3.3 . 7.64 17.92
270.0 32.16 1.28 3.7 7.76 18.13
280.0 33.00 1.25 3.9 7.83 18.33
- 288.0- 33.32 1.23 4.1 7.87 18.38 |
300.0 34.16 1.18 4.4 7.95 18.62
310.0 C 3471 1.28 4.6 8.00 18.76
320.0 35.10 1.43 4.8 8.06 .18.88
340.0 - 35.99 1.67 5.4 8.16 19.04 .
360.0 37.03 1.84 6.0 8.25 19.32
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H.B. FLEMING

Castleton, VT
‘ Maximum Maximum
Ultimate Compression Tension
- Capacity Stress Stress
kips ksi ksi
288.0 16.14 2.41
288.0 20.00 2.39
. 288.0 24.78 2.21
288.0 28.73 185
288.0 32.08 1.77
288.0 35.21 1.73
288.0 38.07 - 1.67
288.0 40.56 1.61
288.0 43.00 1.54

288.0 45.03 1.44

Blow
Count
blows/in

17.3
7.7
5.3
4.2
3.5
3.0
2.7
2.5
2.3
2.1

18-Feb-2015

GRLWEAP (TM) Version 2005

Stroke

ft

3.12
417
5.21
6.25
7.29
8.33
0.38
10.42
11.46
12.50

Energy
kips-ft

7.65
10.79

13.75 -

16.60
19.40
22.25
25.04
27.77
30.45
33.10
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H.B. FLEMING 18-Feb-2015

Castleton, VT : GRLWEAP (TM) Version 2005
- Maximum Maximum :
Ultimate Compression Tension Blow
Capacity Stress Stress : Count Stroke Energy
. kips ksi ksi blows/in ft kips-ft
288.0 156.16 1.85 38.6 3.38 6.18
288.0 21.27 1.62 10.7 : 4.50 9.40
288.0 26.03 - 1.42 6.6 5.62 12.48
288.0 29.88 1.26 50 6.76 . 15.45
288.0 33.40 1.23 4.1 7.88 18.47
288.0 36.42 1.18 3.5 9.00 21.38
- 288.0 39.19 1.20 3.1 10.12 24.21
- 288.0 41.64 1.22 2.8 11.25 27.04
288.0 44.10 1.20 - 26 12.38 29.81
288.0 46.10 1.17 2.4 13.50 32.57



H.B Fleming, Inc - Welder Continuity Log

Everton
Baily

1/31/2011
11/11/2011
3/12/2012
10/1/2012
2/11/2013
11/25/2013
2/10/2014
11/17/2014

Kyle

Blanchard AWS D1.5

12/2/2013
5/5/2014
10/6/2014
2/2/2015

Gary
Brissette

AWS D1.

Bar Harbor, ME
Springfield, VT
Kennebunk, ME
Hampton, NH
Rockport, ME
Bath, ME
Brownville, ME
Dover, NH

SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW

AWS D1.1 :

Bath, ME
Rochester, VT
Roxbury, ME
Somerville, MA

8/6/2001
2/4/2002
8/2/2002
1/8/2003
7/7/2003
1/5/2004
7/12/2004
1/3/2005
7/11/2005
1/9/2006

7/7/2006

1/8/2007
7/2/2007
1/11/2008
7/14/2008
1/5/2009

SMAW
SMAW
SMAW
SMAW

AWS D1.

Windham, ME
Guilford, NH

Dixfield Notch, NH

Greenbush, ME
Proctor, VT
Lewiston, ME

Newburyport, MA

Manchester, NH
Madbury, NH

Old Orchard Beach, ME

Burlington, VT
Gorham, ME
Laconia, NH
Biddeford, NH

-Stowe, VT

Guilford, NH

SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
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SUPER
INIT.
welding points on h-pile GB
welding points on h-pile RM
splicing h-pile GG
welding points on h-pile GB
welding points on h-pile NB
welding points on h-pile GB
welding struts/walers RM
welding walers/crn braces GG
SUPER
INIT.
weld points on h pile GB
splicing pile RS
welding struts in cofferdam NB
welding soldier pile template KM
SUPER
INIT.
weld points/splice pile GB
weld waler and cnr braces GB
framework in cofferdam GB
splicing pile GB
pointing and splicing pile GB
splicing pile GB
welding waler to frame GB
welding on cofferdam GB
weld points/splice pile GB
weld points/splice pile GB
welding walers/cnr braces GB
welding walers/cnr braces GB
splicing pile GB
splicing pile GB
splicing pile GB
walers/framework GB
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7/6/2009 Durham, NH SMAW walers/framework GB
1/7/2009 Oakfield, ME SMAW splicing pile GB
7/7/2010 Auburn, ME SMAW splicing pile GB
1/3/2011 Londonderry, NH SMAW welding walers GB
7/11/2011 Bath, ME SMAW splicing pile and points GB
1/2/2012 Dudley, MA SMAW splicing pile & points GB
7/2/2012 Sheldon Springs, VT SMAW framework in cofferdam GB
1/11/2013 Jamaica, VT SMAW splicing pile GB
7/1/2013 Yarmouth, ME SMAW framework in cofferdam GB
1/6/2014 Nashua, NH SMAW spicing pile GB
7/1/2014 Windsor, VT SMAW pointing and splicing pile GB .
1/5/2015 Portland, ME SMAW framework in cofferdam GB
Nathan SUPER
Brissette AWSD1.1 INIT.
AWS #0006093W NB
6/2/2002 Dover, NH SMAW cofferdam welding NB
12/2/2002 Portland, ME SMAW pile points and splicing NB
6/2/2003 Boothbay Harbor, ME SMAW pile points and splicing NB
12/1/2003 Gorham, NH SMAW cofferdam welding NB
6/1/2004 Westbrook, ME SMAW pile points and splicing NB
- 12/1/2004 Alexandria, NH SMAW pile points and splicing NB
6/1/2005 Weymouth, MA SMAW cofferdam welding NB
12/1/2005 Guilford, NH SMAW waler welding on sheetpiles NB
6/1/2006 Huntington, VT SMAW h pile points NB
12/1/2006 Hanover, NH SMAW cofferdam welding NB
6/1/2007 Salem, NH SMAW waler welding on sheetpiles NB
12/3/2007 Freeport, NH SMAW waler welding on soldier piles NB
6/2/2008 Presque Isle, ME SMAW waler welding on sheetpiles NB
12/1/2008 Merrimack, NH SMAW pile points and splicing NB
6/1/2009 T13 R12, ME SMAW cofferdam welding NB
12/1/2009 Carmel, ME SMAW h pile points/splicing NB
6/1/2010 Durham, NH SMAW waler welding on sheets NB
12/1/2010 Kittery, ME SMAW h pile points/splicing NB
6/1/2011 Portsmouth, ME SMAW pile points and splicing NB
12/1/2011 Bath, ME SMAW h pile points/splicing NB
6/1/2012 South Portland, ME SMAW h pile points/splicing NB
12/3/2012 Antrim, NH SMAW h pile points/splicing NB
6/3/2013 Sidney, ME SMAW h pile points/splicing - NB
12/2/2013 Cavendish, VT SMAW h pile points NB
6/2/2014 Bath, ME SMAW h pile splicing NB
12/1/2014 Dover, NH SMAW - welding helical anchors

N8



SUPER

Dale Cole AWSD1.5 AWS D1.1 INIT.
3/1/2010 Grand Lke Stream, ME smaw h pile points/splicing " GG
9/1/2010 Portsmouth, NH SMAW h pile points/splicing RM
3/1/2011 Falmouth, ME SMAW welding helical anchors ES
9/1/2011 Kingston, MA SMAW waler welding on sheetpiles ES
3/1/2012 South Portland, ME SMAW h pile points/splicing RM
9/3/2012 Windham, NH SMAW waler welding on sheetpiles GB
3/1/2013 Portland, ME SMAW waler welding on sheetpiles NB
9/2/2013 Billerica, MA SMAW cofferdam welding GG
3/3/2014 Scarbourough, ME SMAW h pile points/splicing ES
9/8/2014 Lebanon, NH SMAW cofferdam welding KM
Dennis _ SUPER
Daggett AWSDL.5 AWSD1.1 ¢ INIT.
6/1/2007 Salem, NH SMAW waler welding on sheetpiles NB

12/3/2007 Freeport, NH SMAW waler welding on soldier piles NB
6/2/2008 Presque Isle, ME SMAW waler welding on sheetpiles NB

12/1/2008 Merrimack, NH SMAW pile points and splicing NB
6/1/2009 T13 R12, ME SMAW cofferdam welding NB

12/1/2009 Carmel, ME SMAW h pile points/splicing NB
6/1/2010 Durham, NH SMAW waler welding on sheets NB

12/1/2010 Kittery, ME SMAW h pile points/splicing NB
6/1/2011 Portsmouth, ME SMAW pile points and splicing NB

12/1/2011 Bath, ME SMAW h pile points/splicing NB

~ 6/1/2012 South Portland, ME SMAW h pile points/splicing NB

12/3/2012 Antrim, NH SMAW h pile points/splicing NB
6/3/2013 Sidney, ME SMAW h pile points/splicing NB

12/2/2013 Cavendish, VT SMAW h pile points NB
6/2/2014 Bath, ME SMAW h pile splicing NB

12/1/2014 Dover, NH SMAW welding helical anchors NB
Lucas SUPER

Erickson AWSD1.5 AWS D1. INIT.

5/29/2014 Milton, VT SMAW h pile points GG

SUPER
Gary Gilbert AWS.D1.1 INIT.
: AWS #006090W

10/2/2000 South Portland, ME SMAW h pile points/splicing GG

4/2/2001 Eliiot,ME SMAW h pile points/splicing GG
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10/1/2001 Brunswick, ME
4/1/2002 New Gloucester, ME
10/1/2002 Danvers, MA
4/1/2003 Bangor, ME
10/1/2003 Ossipee, NH
4/1/2004 Westbrook, ME
10/1/2004 New London, CT
4/1/2005 Exeter, NH
10/3/2005 Deadham, ME
4/3/2006 Scarborough, ME
10/2/2006 Wells, ME
4/2/2007 Lincoln, ME
10/1/2007 Portland, ME
4/1/2008 Westbrook, ME
10/1/2008 Dover, NH
4/1/2009 Guilford, VT
10/1/2009 Lowell, MA
4/1/2010 Grand Lke Stream, ME
10/1/2010 Unity, ME
4/1/2011 Falmouth, ME
10/3/2011 Guilford, NH
4/2/2012 South Portland, ME
10/1/2012 Buckland, MA
4/1/2013 Nashua, NH
10/1/2013 Billerica, MA
4/1/2014 Roxbury, ME
10/1/2014 Bow, NH

Bill Kirk AWS D1.5

4/2/2012 South Portland, ME
10/1/2012 Windham, NH

4/1/2013 Bangor, ME
10/1/2013 Portsmouth, NH

4/1/2014 Bath, ME
10/1/2014 Chatham, MA

John
McGintee AWS D1.5

10/1/2012 Windham, NH
4/1/2013 Bangor, ME

10/1/2013 Portsmouth, NH
4/1/2014 Bath, ME

SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW
SMAW

cofferdam waler &crn braces
h pile points/splicing
cofferdam waler &crn braces
cofferdam waler &crn braces
h pile points/splicing

h pile points/splicing

h pile points/splicing

h pile points/splicing

waler on sheet pile

h pile points/splicing
cofferdam waler &crn braces
h pile points/splicing

h pile points/splicing

waler on sheet pile

h pile points/splicing
"h pile points/splicing

h pile points/splicing

h pile points/splicing

h pile points/splicing

helical anchor welding

waler on sheet pile

h pile points/splicing

h pile points/splicing
cofferdam welding
cofferdam welding

waler & strut welding
cofferdam waler &crn braces

AWS D1.

SMAW
SMAW
SMAW
SMAW
SMAW
SMAW

GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG
GG

SUPER
INIT.

h pile points/splicing
cofferdam waler, bracing
helical anchor welding
helical anchor welding

h pile points/splicing pile
cofferdam waler, bracing

AWS D1.

SMAW
SMAW
SMAW
SMAW

NB
RS

GB
GB
NB
RM

SUPER
INIT.

cofferdam waler, bracing
helical anchor welding
helical anchor welding
h pile points/splicing pile
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RS
GB
GB.
NB
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10/1/2014 Chatham, MA SMAW cofferdam waler, bracing RM
Kevin SUPER
Mclaren AWS D1.5 AWS D1.1 INIT.
4/2/2007 South Paris, ME SMAW welding walers to sheetpiles RM
10/1/2007 Laconia, NH SMAW h pile points/splicing pile RM
4/1/2008 Farmington, ME SMAW helical anchor welding RM
10/1/2008 Old Orchard Beach, ME ~ SMAW h pile points/splicing pile RM
4/1/2009 Keene, NH SMAW h pile points/splicing pile RM
10/1/2009 Lewiston, ME SMAW h pile points/splicing pile RM
4/1/2010 Bath, ME SMAW h pile points/splicing pile RM
10/1/2010 Bangor, ME SMAW h pile points/splicing pile RM
4/1/2011 Londonderry, NH SMAW helical anchor welding RM
10/3/201.1 Hookset, NH SMAW cofferdam welding, struts, wales RM
4/2/2012 South Portland, ME SMAW h pile points/splicing pile RM
10/1/2012 Canton, ME SMAW welding walers to sheetpiles RM
4/1/2013 Bedford, NH SMAW welding walers to sheetpiles KM
10/1/2013 Manchester, NH SMAW helical anchor welding KM
4/1/2014 Windsor, VT ‘SMAW h pile points/trestle welding KM
10/1/2014 Lebanon, NH SMAW cofferdam welding, struts, wales KM
Richard SUPER
Mcleod AWS D1. INIT.
4/1/1997 Manchester, NH SMAW cofferdam waler &crn braces DS
10/1/1997 Salem, NH SMAW h pile points DS
4/1/1998 Portland, ME SMAW h pile points DS
10/1/1998 Biddeford, ME SMAW h pile points/splicing DS
4/1/1999 Burlington, VT SMAW h pile points/splicing DS
10/1/1999 Nashua, NH SMAW welding walers to sheetpiles DS
4/3/2000 Durham, NH SMAW welding walers to sheetpiles DS
10/2/2000 South Portland, ME SMAW h pile points/splicing GB
4/2/2001 Elliot,ME SMAW h pile points/splicing GB
. 10/1/2001 Brunswick, ME . SMAW cofferdam waler &crn braces GB
4/1/2002 New Gloucester, ME SMAW h pile points/splicing GB
10/1/2002 Danvers, MA SMAW cofferdam waler &crn braces GB
4/1/2003 Bangor, ME SMAW cofferdam waler &crn braces GB
10/1/2003 Ossipee, NH SMAW h pile points/splicing GB
4/1/2004 Westbrook, ME SMAW h pile points/splicing GB
10/1/2004 New London, CT SMAW h pile points/splicing GB
4/1/2005 Exeter, NH SMAW h pile points/splicing GB
10/3/2005 Deadham, ME SMAW waler on sheet pile GB
4/3/2006 Scarborough, ME SMAW h pile points/splicing GB
10/2/2006 Wells, ME SMAW cofferdam waler &crn braces GB
4/2/2007 South Paris, ME SMAW welding walers to sheetpiles RM
10/1/2007 Laconia, NH SMAW h pile points/splicing pile RM



Page 6 of 7

4/1/2008 Farmington, ME SMAW helical anchor welding RM
10/1/2008 Old Orchard Beach, ME ~ SMAW h pile points/splicing pile RM
4/1/2009 Keene, NH SMAW h pile points/splicing pile RM
10/1/2009 Lewiston, ME SMAW h pile points/splicing pile RM
4/1/2010 Bath, ME SMAW h pile points/splicing pile . RM
10/1/2010 Bangor, ME SMAW h pile points/splicing pile RM
4/1/2011 Londonderry, NH SMAW helical anchor welding RM
10/3/2011 Hookset, NH SMAW cofferdam welding, struts, wales RM
4/2/2012 South Portland, ME SMAW h pile points/splicing pile RM
10/1/2012 Canton, ME ‘ SMAW welding walers to sheetpiles RM
4/1/2013 Portland, ME SMAW h pile points/splicing pile RM
10/1/2013 Bath, ME SMAW h pile points/splicing pile RM
4/1/2014 Wells, ME SMAW h pile points/splicing pile - RM
10/1/2014 Chatham, MA SMAW cofferdam welding, struts, wales RM
Dave SUPER
Storkson AWS D1. 2 AWS #0504028W INIT.
-10/1/2002 Danvers, MA SMAW cofferdam waler &crn braces GB
4/1/2003 Bangor, ME SMAW cofferdam waler &crn braces GB
10/1/2003 Ossipee, NH SMAW h pile points/splicing GB
4/1/2004 Westbrook, ME SMAW h pile points/splicing GB
10/1/2004 New London, CT SMAW h pile points/splicing GB
4/1/2005 Exeter, NH SMAW h pile points/splicing GB
10/3/2005 Deadham, ME SMAW waler on sheet pile GB
4/3/2006 Scarborough, ME SMAW h pile points/splicing GB
10/2/2006 Wells, ME SMAW cofferdam waler &crn braces GB
4/2/2007 Lincoln, ME SMAW h pile points/splicing GB
10/1/2007 Portland, ME SMAW h pile points/splicing GB
4/1/2008 Westbrook, ME . SMAW waler on sheet pile GB
10/1/2008 Dover, NH - SMAW h pile points/splicing GB
4/1/2009 Guilford, VT SMAW h pile points/splicing GB
10/1/2009 Lowell, MA SMAW h pile points/splicing GB
4/1/2010 Grand Lke Stream, ME SMAW h pile points/splicing GB
10/1/2010 Unity, ME SMAW h pile points/splicing GB
4/1/2011 Falmouth, ME SMAW helical anchor welding GB
10/3/2011 Guilford, NH SMAW waler on sheet pile GB
4/2/2012 South Portland, ME SMAW h pile points/splicing GB
10/1/2012 Buckland, MA SMAW h pile points/splicing GB
4/1/2013 Nashua, NH SMAW cofferdam welding GB
10/1/2013 Billerica, MA SMAW cofferdam welding GB
4/1/2014 Roxbury, ME SMAW waler & strut welding GB
10/1/2014 Bow, NH SMAW cofferdam waler &crn braces GB



Damien

Watts  AWSD1.5 AWS D1.1
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_ Dav1d G Storkson
Cert #_0504028W SN # XXX-XX-1499

VALlD ONLY u= ACCOMPANIED BY PHOTO ID

This Card is the property of AWS and sha[f be returned on demand.

‘Nathan A Brissette -~

Cert # 0006093W SSN # XXX-XX-7606

AMERICAN WELDING SOCIETY

VALID ONLY IF ACCOMPANIED BY PHOTO ID
This Gard is the property of AWS and shall be returned‘on demand.

Rlchard R Mcleod .
Cert # 0503067W » SSN # XXX-XX-3654

AMERICAN WELDING SOCIETY

VALID ONLY IF ACCOMPANIED BY PHOTo ID

This Card is the property of AWS and shall be returned on demand.

Gary P Gilbert
Cert # 0006090W SSN # XXX-XX-3346

AMERICAN WELDING SOCIETY

VALID ONLY IF ACCOMPANIED BY PHOTO lD
This Card Is the property of AWS and shall be returned on demand.




WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

id -

e
Name of Welder Everton Bailey
Name ' H. B. Fleming Identification No. 8403
Welding Procedure Specification No. 1 Rev. N/A Date Jan. 17,2011
Variables Record Actual Values
: Used in Qualification - Qualification Range
Process/Type [Table 4.10, Item (1)] SMAW o L,
Electrode (single or multiple) [Table 4.10, ltem (¢ 1/8 E7018 ALL
Current Polarity 115 A DC+
Position [Table 4.10, item (6)] - 3G 1G, 2G, 3G
Weld Progression [Table 4.10, Item (6)] N/A : N/A
Backing (YES or NO) [Table 4.10 ltem (7)]  YES YES
Material/Spec. Group 1 to Group 1 s
Base Metal - . ' .
Thickness: (Plate) |
Groove | 7 3/8 inch 1/8"t0 34"
Fillet N/A .1 UNLIMITED
Thickness: (Pipe/Tube) ' :
Groove N/A ' B 1/8"t0 314"
Fillet N/A ' UNLIMITED
Diameter :(Pipe)PJP »
Groove N/A - : '1/8" to 3/4 OVER 24" DIA.
Fillet N/A OVER 24" DIA.
Filler Metal [Table 4.10, item (3)]
Spec. No. A5.1
Class E7018
F-No. [Table 4.10, litem (2)] . F4 F4,F3,F2 F1
Gas/Flux Type [Table 4.10item (3)] N/A .
. Other . N/A N/A
VISUAL INSPECTION (4.8.1) :
Acceptable YES orNO- YES
_ Guided Bend Test Results (4.30.5) -
Type - Result Type Resuylt BRADLEV F. WELLS
3G FACE BEND ACCEPTABLE . 3G ROOT BEND ACCEPT ol 00050221
' < )
, Fillet Test Results (4.30.2.3 and 4.30.4.1) ot “M, ;
Appearance N/A : Fillet Size N/A
"|Fracture Test Root Penetration N/A Macroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Brad Wells CWI# 00050221 . TestNumber N/A
Organization Maine Oxy ~ Date Jan 17, 2011
e RADIOGRAPHIC TEST RESULTS (4.30.3.1)
Film Identification ' Film Identification.
Number Results Remarks ~ |Number Results Remarks
N/A ' N/A " NA N/A . N/A N/A
N/A 4 N/A N/A N/A - N/A N/A
Interpreted by N/A Test Number N/A
Organization N/A : Date N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Structural Welding

Code ---- Steel. /M
Manufacturer or Contractor A/JZ. Fiim Nal it Authorized By

Date 1/;:;/20”




WELDER AND WELDING OPERATOR QUALIFICATION RECORD
AWS D1.5 Sec. §

Welder or welding operator's name Everton Baile \dentification 8403

Welding process SMAW Manual X Semiautomatic Machine

Position 1G, 2G, 3G .

(flat, horizontal, overhead or vertical - if vertical, state whether upward or downward)

In accordance with procedure specification No. Eregualiﬁed B-U2a

Material specification ASTMA-36 e '
Diameter and wall thickness (if pipe) - otherwise, joint thickness 3/8 inch '
Thickness range this qualifies 1/8 " to 34"

FILLER METAL

Specification No. A5.1 . Classification E7018 : F No. F4

At
Describe filler metal (if not covered by AWS specification) N/A
Is backing used? YES :

Filler metal diameter and trade name Murex 18
Flux for submerged arc or gas metal arc or flux cored welding N/A

VISUAL INSPECTION (9.21.1)

e
Appearance ACCEPTABLE Undercut ACCEPTABLE Piping porosity ACCEPTABLE

' Guided Bent Test Resuilts

ent TestResull®
Resuit

. . cuidedB
Type Result Type

] ‘
FACE BEND ACCEPTABLE ROOT BEND ACCEPTABLE

e

- I B
Laboratory test No. N/A
Test date: January 17, 2011

Test conducted by W

Per AWS D1.5 : _
’ A Fillet Test Results
- Appearance N/A : Fillet size  N/A

Fracture test root penetration N/a Macroetch N/A .

,___,_._.’-—————-—/—‘—_'—* .
(Describe the location, nature, and size of any crack or tearing of the specimen)
Test conducted by N/A ) Laboratory test No. N/A
Test date: N/A

Per NJA -
. RADIOGRAPHIC TEST RESULTS
Film Remarks Film Resuits Remnarks
identifi- identifi-
) cation B cation
] . '
] ~

Test No. N/A

7 rTest witnessed by N/A
Per N/A T .
statements in this record are correct and that the welds were prepared and testedin

We understand, certify that the t S
accordance with the requirements of AASHTO/AWS D1.5, (2002 ) Bridge Welding Code. :

Manufacturer or ¢ or H. B. Fleming
Authorized by L '

Date January 17,2011




WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder
Name

Welding Procedure Specification No.

HB Fleming

Kyle Blanchard

1 Rev.

identification No, 8735

NiA

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

A4

Inspected by Brad Wells CWI # 00050221

Organization Maine Oxy

Test Number N/A
Date June 14, 2013

Film Identification

RADIOGRAPHIC TEST RESULTS (4.30.%&.1)

Film Identification

Number Results Remarks Number Resulis Remarks
NA L N/A N/A N/A N/A N/A
| N/A N/A N/A N/A N/A | NA
Interpreted by N/A Test Number N/A
Organization N/A Date N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds Were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, (__ ) St

Code ---- Steel.

Manufacturer or Contractor W.@. RRmwG e,

ructupal Welding

. Date June 14,2013

00050221

Variables Record Actual Values :
_ Used in Qualification Qualification Range
" Process/Type [Table 4.10, Item (1)] SMAW
Electrode (single or multiple) [Table 4.10, ltem (¢ 1/8 E7018 ALL ~
Current Polarity 120 A DC+
Position [Table 4.10, ltem (6)] 3G, 4G ALL
Weld Progression [Table 4.10, Item (6)] N/A N/A
Backing (YES or NO) [Table 4.10 Item (7)] YES YES ~
Material/Spec. Groupt  to Group 1
Base Metal - ‘
Thickness: (Plate)
Groove ‘ 1inch UNLIMITED
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube)
Groove N/A UNLIMITED
Fillet N/A UNLIMITED B
Diameter :(Pipe)PJP : L .
Groove N/A UNLIMITED OVER 24" DIA.
Fillet N/A OVER 24" DIA.
Filler Metal [Table 4.10, ltem (3)] .
Spec. No. A5.1 -
Class E7018
F-No. [Table 4.10, ltem (2)] F4 F4, F3,F2, F1
Gas/Flux Type [Table 4.10item (3)] N/A
_Other N/A N/A
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES |
Guided Bend Test Results (4.30.5)
Type Result Type Result
' 3G SIDE BEND ACCEPTABLE 3G SIDE BEND ACCEPTABLE | '
4G SIDE BEND -ACCEPTABLE - |4G SIDE BEND ACCEPTABLE
Fillet Test Results (4.30.2.3 and 4.30.4.1) @ Bradley F Wells -
Appearance N/A Fillet Size NA 4 2> CW|
Fracture Test Root Penetration N/A Macroetch N/A QC1 EXP. 5/1/2015



WELDER AND WELDING OPERATOR QUALIFICATION RECORD
AWS D1.5 Sec. 5

Welder or welding operator's name Kyle Blanchard Identification no 8735
Welding process SMAW Manual X Semiautomatic Machine

Position 3G , 4G ’ ‘

(flat, horizontal, overhead or vertical - if vertical, state whether upward or downward)

In accordance with procedure specification No. prequalified B-U2a

Material specification ASTM A-36

Diameter and wall thickness (if pipe) - otherwise, joint thickness 1 inch

Thickness range this qualifies unlimited

FILLER METAL

Specification No. A5.1 Classification £7018 F No. Fa
Describe filler. metal (if not covered by AWS specification) N/A :
Is backing used? YES

Filler metal diameter and trade name Murex 1/8

Ftux for submerged arc or gas metal arc or flux cored welding N/A

VISUAL INSPECTION (9.21.1) :

Appearance ACCEPTABLE Undercut ACCEPTABLE - Piping porosity ACCEPTABLE
v Guided Bent Test Results
"~ Type Resuit Type + Result
SIDE BEND ACCEPTABLE SIDE BEND ACCERTABLE
Bradley i Vve
SIDE BEND .| ACCEPTABLE SIDE BEND Sl 00050221
QC1 EXP. 5/1/2015

Test conducted by Brad Wells L.aboratory test No. N/A

Per AWS D1.5 Test date: June 13, 2013

. Fillet Test Results

Appearance N/A Fillet size N/A _
Fracture test root penetration N/a Macroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen)
Test conducted by N/A Laboratory test No. N/A

Per N/A Test date: N/A

. RADIOGRAPHIC TEST RESULTS .
Film Results Remarks Film Results Remarks
identifi- identifi-
cation cation
Test witnéssed by .N/A Test No. N/A
Per N/A

We understand, certify that the statements in this record are correct and that the welds were prepared and
tested in accordance with the requirements of AASHTO/AWS D1.5, (2008 ) Bridge Welding Code.

Manufacturer or ¢ tor H. B. Fleming "
Authorized by M :

Date June 14, 2013




WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder
Name
Welding Procedure Specification No.

Kyle Blanchard
H. B. Fleming Identification No. 8735
1 Rev. N/A Date Mar 28, 2012

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

Variables Record Actual Values
Used in Qualification Qualification Range
- Process/Type [Table 4.10, ltem (1)] FCAW ,
Electrode (single or multiple) {Table 4.10, item (¢ 068 NR 203 MP ALL
Current Polarity 175A DC NEG
Position [Table 4.10, ltem (6)} 3G 1G, 2G, 3G
Weld Progression [Table 4.10, ltem (6)] N/A N/A
Backing (YES or NO) [Table 4.10 Item (7)] YES - YES
Material/Spec. Group 1 to Group 1
Base Metal
Thickness: (Plate)
Groove 3/8 inch 1/8"t0 3/4"
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube) ¥
Groove N/A 1/8"to 3/4"
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP :
Groove N/A 1/8" to 3/4 OVER 24" DIA,
Fillet N/A OVER 24" DIA.
Filler Metal [Table 4.10, Item (3)]
Spec. No. A5.1
Class E7018
F-No. [Table 4.10, ltem (2)] F6 F6 °
Gas/Flux Type [Table 4.10item (3)] N/A
Other N/A N/A
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
Guided Bend Test Results (4.30.5) _
Type Result Type Result
3G FACE BEND ACCEPTABLE 3G ROOT BEND ACCEPTABLE
Fillet Test Results (4.30.2.3 and 4.30.4.1)
Appearance . N/A Fillet Size N/A
Fracture Test Root Penetratio N/A Macroetch N/A

Inspected by Brad Wells CWI # 00050221
Organization Maine Oxy

Test Number N/A

RADIOGRAPHIC TEST RESULTS (4.30.3.1) >

T Rilmidentification T T T Film Identification -
Number Results Remarks. Number Results Remarks
N/A N/A N/A N/A - N/A N/A
N/A N/A N/A N/A N/A N/A

Interpreted by N/A
Organization N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Structural Welding

Authorized By M ,/)/

Date _ 4[12{41_ ______

Code ---- Steel.

Manufacturer or Contractor W «®. FLémints, INC.

Testv Number N/A

Date N/A

BRADLEY F. WELLS

W
qct

00050221
E4P. 05/0112



WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder Kyle Blanchard

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Structural Welding

Code ---- Steel. »
Manufacturer or Contractor  1.&. Firm it & Authorized By

Date _’Sj'/lg‘/ o

Name » H. B. Fleming Identification No. 004-90-8735
Welding Procedure Specification No. — 1 Rev. NA _ Date May15, 2007
Variables Record Actual Values
Used in Qualification Qualification Range
Process/Type [Table 4.10, Item (1)] SMAW
Electrode (single or muitiple) [Table 4.10, item (¢ 1/8 E7018 ALL
Current Polarity 105 A DC+
Position [Table 4.10, ltem (6)] 1G, 2G, 3G _ 1G, 2G, 3G
Weld Progression [Table 4.10, Item (6)] up uprP
Backing (YES or NO) [Table 4.10 Item (7)] YES YES
Material/Spec. Group 1 - to Group 1 '
Base Metal C
Thickness: (Plate)
Groove 3/8 inch 1/8"to 3/4 "
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube)
Groove N/A 1/8"t0 3/4"
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP
Groove N/A 1/8" to 3/4 OVER 24" DIA.
Fillet N/A OVER 24" DIA.
Filler Metal [Table 4.10, Item (3)]
Spec. No. A5.1
Class E7018
F-No. [Table 4.10, Item (2)] F4 : F4,F3,F2, F1
Gas/Flux Type [Table 4.10item (3)] N/A
Other N/A N/A
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
Guided Bend Test Results (4.30.5) ?m
, Type Result Type Result ’é/ s N
3G FACE BEND _ ACCEPTABLE 3G ROQT BEND ACCEPTABLE / / oA \\
Fillet Test Results (4.30.2.3 and 4.30.4.1) 7 Wg}ﬁé&gg@% "
Appearance N/A Fillet Size N/A R N '
Fracture Test Root Penetration “N/A ' Macroetch N/A AN
(Describe the location, nature, and size of any crack or tearing of the specimen.) S
Inspected by Brad Wells CWIi # 00050221 Test Number N/A
Organization Maine Oxy Date May 15, 2007
[ RADIOGRAPHIC TEST RESULTS (4.30.3.1)
e - Film'identification = 0 ’ ’ Film identification = ~—
Number Results Remarks Number Results Remarks
N/A N/A N/A N/A N/A N/A
N/A _ N/A N/A N/A N/A N/A
Interpreted by N/A- Test Number N/A
Organization N/A Date - N/A



WELDER AND WELDING OPERATOR QUALIFICATION RECORD
AWS D1.5 Sec. 5

Welder or welding operator's name Kyle Blanchard Identification no.004-90-8735
Welding process SMAW Manual x Semiautomatic Machine
Position 1G, 2G, 3G V-up

(flat, horizontal, overhead or vertical - if vertical, state whether upward or downward)

In accordance with procedure specification No. prequalified B-U2a

Material specification ASTM A-36
Diameter and wall thickness (if pipe) - otherwise, joint thickness 3/8 inch
Thickness range this qualifies 1/8 " to 3/4 "

FILLER METAL

Specification No. A5.1 ' Classification E7018 F No. F4
Describe filler metal (if not covered by AWS specification) N/A

Is backing used? YES

Filler metal diameter and trade name Murex 1/8

Flux for submerged arc or gas metal arc or flux cored welding N/A

VISUAL. INSPECTION (9.21.1)

Appearance ACCEPTABLE Undercut ACCEPTABLE - Piping porosity ACCEPTABLE
Guided Bent Test Results
Type Resuit Type Resuit
FACE BEND ACCEPTABLE ROOT BEND ACCEPTABLE
Test conducted by Brad Wells Laboratory test No. N/A
Per AWS D1.5 Test date: May 15, 2007

A
%@:\.

Fillet Test Results

Appearance N/A Fillet size N/A PRI EWEUS
Fracture test root penetration N/a Macroetch N/A 00060221
(Describe the location, nature, and size of any crack or tearing of the specimen)
Test conducted by N/A Laboratory test No. N/A
Per N/A Test date: N/A
. RADIOGRAPHIC TEST RESULTS
Film Results Remarks Film Results Remarks
identifi- identifi-
cation cation
Test witnessed by N/A Test No. N/A
Per N/A

We understand, certify that the statements in this record are correct and that the welds were prepared and tested in
accordance with the requirements of AASHTO/AWS D1.5, ( 2002 ) Bridge Welding Code.

Manufacturer or agtor H. B. Fleming8
Authorized by

Date May 15, 200




WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Kyle Blanchard

Name of Welder '
Name H. B. Fleming Identification No. 8735
Welding Procedure Specification No. 1 Rev. N/A Date Sept. 12, 2008

" Variables

Process/Type [Table 4.10, ltem (1)]

Record Actual Values
Used in.Qualification

Qualification Range

SMAW
Electrode (single or multiple) [Table 4.10, item (¢ 3/32 7018 (root ), 1/8 E7018 | ALL
Current Polarity ' 80 A 120A
Position [Table 4.10, ltem (6)] 6G 6G
Weld Progression [Table 4.10, ltem (6)] up up
Backing (YES or NO) [Table 4.10 ltem (7)] YES YES
Material/Spec. Group 1 to Group 1
Base Metal '
Thickness: (Plate)
Groove NIA 1/8"to 3/4 "
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube)
Groove 6" pipe .280 wall 1/8"t0 3/4"
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP
Groove N/A 1/8" to 3/4
Fillet N/A UNLIMITED
Filler Metal [Table 4.10, ltem (3)]
Spec. No. A5.1
Class | E7018 :
F-No. [Table 4.10, item (2)] F4 F4,F3, F2, F1
Gas/Flux Type [Table 4.10item (3)] N/A
Other ' N/A N/A
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
‘ Guided Bend Test Results (4.30.5)
Type Result Type Result
6G ROOT BEND ACCEPTABLE 6G ROOT BEND ACCEPTABLE
6G FACE BEND - ACCEPTABLE 6G FACE BEND ACCEPTABLE 4
Fillet Test Results (4.30.2.3 and 4.30.4.1)
Appearance N/A Fillet Size N/A
Fracture Test Root Penetration N/A Mécroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen.)

" Test Number N/A
Date Sept. 12, 2008

Inspected by Brad Wells CWI # 00050221
Organization Maine Oxy

RADIOGRAPHIC TEST RESULTS (4.30.3.1)

Film ldentification Film ldentification
Number Results Remarks Number Results - Remarks
N/A N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A
Interpreted by N/A Test Number N/A
Organization N/A Date N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Stru |
Code ---- Steel. - . /

~ Authorized

Manufacturer or Contractor ,f,/ ) 3 ﬁmw@: /in C
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WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME _Kyle Blanchard
SIGNATURE
SOC. SEC. #:000-00-0000 DATE
OF
PROCESS FCAW TEST 10/16/14
MANUAL[X]  semi-auto []° Auto []

TEST POSITION(S) 6G

IMATERIAL SPECIFICATION  ASTMAS3 " POSITIONS QUALIFIED All

THICKNESS RANGE QUALIFIED /8 Inch to 3/4 Inch

WALL THICKNESS & DIAMETER  0.28Inch /6 Inch - Diameter Range Qualified 4 Inch, Unlimited
FILLER METAL: SPECIFICATION NO. A5.20 o GROUP NO. NA

CLASSIFICATION NO. - E71T-8 ‘ , DIAMETER 1/16 Inch
SHIELDING: FLUX NA ' ‘  GAS NA

VISUAL INSPECT!ON: Satisfactory

FILLET TEST: FILLET SIZE  NA APPEARANCE NA . " MACROETCH NA

DESCRIPTION OF LOCATION & SIZE OF ANY CRACK NA

GUIDED BEND TEST: PIPEA-POSITION  6G BEND1  Root Pass BEND 2 ‘Root Pass

PIPE B-POSITION  6G BEND1 _Face Pass__ BEND 2 Face Pass
RADIOGRAPHICTEST: FILM I.D. NA . RESULTS NA - REMARKS  NA
TESTNO. 01 CONDUCTEDBY  HB Fleming .

All welds prepared, tested and inspected in accordance with the requurements of the AWSDL1.1 Structural Weldmg
Code -Steel. . : :

WITNESSED BY : John E. Puffer - : CWINO. 84060731
APPROVEDBY: [l (oo
s [ )Metals ‘Control Engineer

L . CERTIFICATION NO. 09517




WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME 'Kylle Blancha;fd o /) o

SOC. SEC. # 000-00-8735 DATE :

- OF !
PROCESS SMAW TEST 09-12-08

MANUAL [X] SEMI—AUTO [ - Avto [] ]

TEST POSITION(S) 6G

- MATERIAL SPECIFICATION A-5 OO GR C POSITIONS QUALIFIED All

THICKNESS RANGE QUALIFIED 1/8”—-3/4” .
WALL THICKNESS & DIAMETER .280/6” DIA. RANGE 3” - Unlimited

FILLER METAL: SPECIFICATION NO. A5.1 A5 5 GROUP NO. NA
» CLASSIFICATION NO. E7018 DIAMETER 3/32-1/8 inch
SHIELDING: FLUX NA ‘GAS NA

* VISUAL INSPECTION Satisfactory

- FILLET TEST: FILLET SIZE NA APPEARANCE NA | 'MACROETCH NA

DESCRIPTION OF LO OF LOCATION & SIZE OF ANY CRACK
o |
GUIDED BEND TEST: PIPE A-POSITION ~ 6G BEND1 Pass ~ BEND2 Pass
" PIPE B-POSITION BEND1 Pass ~ BEND2 Pass
RADIOGRAPHIC TEST: FILM LD. NA RESULTSNA  REMARKS NA
TESTNO. 01~ CONDUCTED BY HB Fleming

All welds prepared, tested and inspected in accordance w1th the requirements of the AWS D1.1
Structural Weldmg Code—Steel : :

WITNESSED BY : BrlanMcPhee CWI NO. 90060621

APPROVED BY: M/% 0 Q@_,,WM ' CERTIFICATION NO. 08248

etgls Control Engineer



WELDER AND WELDING OPERATOR QUAUFiCATiON RECORD
AWS D1.58ec. 5

Welder or welding operator's name ~Gary Brissefle identification no. 006-68-5236
Welding process SMAW Manual X Semiagutomatic Machine

Position 16, 26, 3G V-up

© (flat, horizontal, overhead or vertical - i vertical, state wWhether upward or downward)

in accordance with procedure specification No. prequalified B-U2a
Material specification ASTM A-36 '

Diameter and wali thickness (if pipe) - otherwise, joint thickness 3/8 inch
Thickniess range this qualifies 1/8 " 10 34"

Specification No. AS5.1 Glassification E7018 F No. F4
Describe filler metal (f not covered by AWS specification) NJA -
is backing used? YES
Filler metal diameter and trade nams CODEARC 1/8

Fiux for submerged arc or gas Trietal arc or fhux cored welding N/A

S

VISUAL INSPECTION {8.21.1)

Appearaiice ACCEPTABLE Underout ACCEPTABLE Biping porosity ACCEPTABLE
v , Guidiéd Bent Test Resuits
“ype ‘Result Type Result
FACE BEND ACCEPTABLE ROOT BEND ACCEPTABLE
Test conducied by Brad Wells Laboraior\j test No. N/A

Per AWS D1.6 _ Test date: pMarch 16, 2001

Fittet Test Results
Appearance N/A Fillet size N/A
Fracture test root penetration N/a Macroefch N/A
{Describe the focation, nature, and size of any crack or tearing of the specimen)
Test conducted by N/A {_aboratory test No. N/A
Per N/A Test daie: NJA
RADIOGRAPHIC TEST RESULTS

Film - Results Remarks Film Results Remarks
identifi- . identifi-
cation cation
Test witnessed by N/A Test No. N/A

We understand, certify thai the statements in this récord are correct atid that the welds were prepared and tested in
accordance with the requirements of AASHTO/AWS DA.5, ( 2000 ) Bridgée Welding Code.

Manufacturer or contractor H. B. Fleming
Authorized by
Date March 16, 2001
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WELDER, WELDING O_PRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder Gary Brissette
Name T TrTH B Fleming [dentification No, - 006- 68-5236 .
Welding Procedure Specification No. 1 Rev, N/A Date Narch 16 400|

Vaé'iabtns Racord Actual Values

Used in Qualification Qualification Range
Procees/""ype [Table 4.10, tem (1)) SMAW o
Electrode (single or mutiple) [Table 4.10, Item (8 1/8 ETQ18 ALL o
Current Polarity 108 A DG+ : )
Position [Table 4.10, lter (8)] 16, 26, 36 1G, 26, 36 ]
Weld Progression [Table 4.10, ltet (6)] up up

Backing (YES of NO) [Table 4,10 ltem (7)) YES YES ' o
Materiai/Spec. Group 1 to Group 1

Base Meta
Thickness: (Plate} .

Groove 3/8 inch 18" 34"
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube)
Groove N/A ' 18" 103/4"
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP
Groove N/A 1/8" 1o 3/4 OVER 24" DIA.
Fillet N/A . OVER 24" DIA.
Filler Metal [Table 4.10, ttem (3)] :
Spec. No. A5.1
Class E7018
F-No. [Table 4.10, ltem (2)} Fd : F4,F3,F2, F1
Gas/Flux Type [Table 4.10item (3)] N/A -
Qther | N/A ‘ N/A
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
Guided Bend Tesi Resuits (4.30.5)
_ Type Result Type Result
3G FACE BEND ~ ACCEPTABLE i 3G ROOT BEND ACCEPTABLE.
Eillet Test Resulis (4.30.2.3 and 4.30.4.1)
Appearance ' N/A Filiet Size N/A
Fracture Test Root Penstration NIA Macroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen,)
Inspected by Brad Wells CWI # 00050221 Test Number N/A
Organization Maine Oxy Date March 16, 2001
- - RAD‘OCRADH!C TEST RESULTS (4.30.3.1) T
Film identificaton 7 Film Identification - . o
: Number Results Remarks_ Number Results Remarks
N/A - N/A N/A N/A N/A N/A
| NIA N/A A N/A N/A N/A
Interpreted by N/A Test Number N/A
Organization N/A Date NiA B
We the undersigned, certify that the statements in this record are correct and tnat the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, (2000 ) Structural Welding

Code ---~ Steel.
Manufacturer or Contractor _ HB. FLemiy 6 Authorized BY W W

Date _ /3/ ?/o(‘_




WELDER WELD!NG OPERATOH OR TACK WELDER
T ' QUALIHCATE@N TEST RECORD - - :
Weider's Name . Gary A-"B-'iv";?‘é{‘é“ T :'Typé - Manua "Sé’rﬁi?Adlorna‘tic - X
* Company Name " H. B. Fleming, Inc. . Machine Automatic ’ B
Welding Procedure Specificaﬁon # ‘CM-15 .. HeviSicn 2. Date 12-13-94 . By R. Jellison .
g Record Actual Values Qualification Range
“Variables Used in Qualification ' s ‘
' Process/Type 9 FCAW .
Electrode (single or m@e) \(\ single _single T
Curent/Polarity © V' DCRP . : :
Position 3G & 4G N
_ Weld Progression o vertical up . vertical up
. Backing (YES or NO) - AN yes -
Material/ Spec. \ ASTM A36 to ASTM A-36
. Base Metal . o ' A
© . Thickness: (Plate) 1. o
Groove v 125" to unlimited .
Fillet . o na unlimited
~ Thickness: (Prps/tube) na »
LT Groove : na .125" to unlimited
e L Fllet . na - unlimited
i "¢ - Diameter: (Pipe) . na _
"+ Groove < na © 24" and greater
i Filet . : na unfimited
" Fillor Motal _ ~
‘ Specification A 520 -
- Classification - E71T-1
F-No. . .6 8
Gas/Flux Type Argon - C02
L Othél' V . B . .
VISUAL INSPECTION
Acceptable YES or NO  yes .
: Gulded Bend Test Results . .
Type Results - Type Results

vertical side bend No Discontinuities

overhead side bend - Neo Discontinuities:

overhead side bend - No Discontinuities

vertical side bend - No Discontinuities

‘

Appearance

Fillet Test Results
Fillet Size

Fracture Test Root Penstration - -

Macroetch

v (Desrmbe the location, nature, and size of any crack of tearing of the specimen.) . . ' i .

TENSILE TEST . A
Spemmen ) Ultimate tensile Ultimate unit  Character of failure
No. Width - Thickness Area load Ib. stress. psi and location
Inspected by Roger W. Jellison Test number -0
Central Malne Technical College Date 12.28-04

" Organization

" We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared, welded and

' 'xested in accordance with the requlrerments of

ANSI AWS D1.1-94 Structural We Alng Code - Steel
ol )
(M Z ‘Date (=415
_Richard Lee : - '
Vice Presxdent/Academlc Dean

_Signed
o By
Title




WELDER{WEL[“}ING OPRATOR, OR TACK WELDER GUALIFICATION TEET RECORD

Name of Welaér Nathan Bris'sen'e
-Nartie R “H.'B. Fleming
Welding Procedure Specuﬁcanon No. 1

" identification No. 007-72-7606
NIA Date  Aprit 24, 2002

Rev.

Variables Record Actual Values .
Used in Qualification Qualification Range
Process/Type [Table 4.10, Item (1] SMAW
Eiectrode (single or multipie) {Table 4.10, item (8 3/32 E7018 & 1/8 E7T018 1 ALL
Curvent Polarity 75A DC+ & 105ADCH -
Position [Table 4.10, ltem &} AlLL 1 ALL
Weld Progression [Table 4.10, ltam (8)] yp up
Backing (YES or NO) {Table 4.10 ltem (7)) NO NO
Material/Spec. Group 1 to Group 1
Base Metal
Thickness: (Plate)
Gioove N/A 1/8"103/4"
Fillet NIA 1 UNLIMITED
Thickness: (Pipe/Tube) ‘
Groove 3/8 18 "0 3/4"
Fillet N/A UNLIMITED
Diameter :(Pipg)PJP
Groove N/A 18" to3/4"
Fillet N/A UNLIMITED
Filler Metal [Table 4.10, ltem’ 3)] .
Spat. No. A5
Class E7018
F-No. [Table 4.10, item (2)] F4 F4, F3, F2, F1
QGas/Flux Type [Table 4.10item {3)] N/A
Other N/A 1 N/A o

VISUAL. INSPECTION (4.8.1)

Acceptable  YES or NO YES
Guided Bend Test Resuits (4.30.5)
Type Result Type Resuilt

© 6G FACE BEND (2 required ) ACCEPTABLE ' ACCEPTABLE o

66G ROOT BEND (2 required ) AGCEPTABLE A mmﬂﬁj\f“ g 4

Fillet Test Results (4.30.2.3 and 4.30.4.1) ‘”i’i:% Qi ,,{,‘Ef';

Appearance N/A Fillet Size N/A Now, QW
Fracture Test Root Penetration N/A Macroetch N/A N w{!

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

inspected by Brad Wells CWi # 00050221

Organization Maine Oxy

Test Number N/A

Date ~ April 22, 2002

RADIOGRAPHIC TEST RESULTS (4 30. 3 1)

RN identifieaten T Film identification :
Number Results Remarks Number Results Remarks
TINIA /A N/A NIA N/A N/A
N/A N/A N/A N/A N/A N/A
Interpreted by N/A Test Number N/A
Organization N/A Date NIA

We, the undersigned, certify that the statements in this reﬁord are correct and that the test welds were prepared,

weided, and tesied in accordance with the requirements of section 4 of AWS D1.1, (oo btruC:‘tural Weldmg

Code - Stesl.

Manufacturer or Contractor /%/” A) - } /é‘f’ﬂ (A

v

Authorized By

ﬁaté_‘;’"—/z??/\ -



JUN~-B2-8@ FRI 18:24 AM WELDIMG (EYS] UEMNIER T s e

PERFORMANCE QUALIFICATION TEST RECORD

Eye correction required YesO NoD Type of Eye Correction: Eye glasses 0

Contact lenses U
Magnifiers O

Name Brissette, Nathan A. Sacial Security # 007-72-7606

Waldar Operator

Qualified with AWS WPS No. 1-QC-W2  Supplement No. G Test No. D1-SM-F4-P-A-L _

Process{es) SMAW Manval B Semi-Automatic O3 Automatic 0 Machine T

Test base metal specification SA 36 To SA 36 L

Material number (M or P Number) P1 To Pi

Shielding Gas NA Flow Rate NA

AWS Fillar metal classification E7018 F no 4 Size  3/32° fiﬂfi

Backing ves B No U Consumable Insert - YesOJ  No ]

Double Weided [J or Single Welded ] Short Gircuiting are (GMAW) Yes(O NoHi

Current acCO DC B Back Purging C ves(J NoH

et e e

Visuyal test results Pass B Fail O Radiographic test results NAB PassO Fait 0
Bend test results NALD PassB®  Fail (]

PROCESS(es) QUALIFIED FOR SMAW

POSITION(s) QUALIFIED FOR:

Groova:
pipe 1GHE 26#® 6G B 6GE 6GRO (MMin 1/8" Max 3/4" Diameter 24" Range 24" and greater
Plate 1CB 26H 3CHE 4GH (TIMin /8" Max 374"

Consurable insert (J  Backing type @

Fillet: .
Pipe IFE 2F8 4F B s5FrHE {T)Min -1/8" Max Unlimited
Plate 1FH 2r@ 3FR 4F | (T)Min 178" Max  Unlimited

Vertical Up ¥ Down 0O Weid Deposit  Min  1/8" Max  3/4"
Single Side 8 Double Side [

The above named parson qualified tor the welding process{es) used in this test within the fimits of essential verisbles

shown above, including materials and filler metal variables af the AWS Standard for welder certification and
ANSHAWS D1.1 Code or Standard. | heteby certify that | was not involved in the training g ove named

indlvidual as a welder: ’

f{os

“Bate Tested " B/28{00~ - Signedby ThomasE.

ot

Test/Supe'rvisor

e
AWS CWI No. 88070281
Signed by  Thomas E. Giles ) %‘5 Dirsctor - Welding Test Center, Eastern Maine Technical Collegy

Corporate Represantative Title

Form QC-WF1-- Performance Qualification Test Becord



D o} WELDING ENC
P.0. Box 429 7 o 4 a
Dracin, MA 01826 s

Telg?g-957-2883 :
Fa)97 8.957-2088 WELDER, WELDING OPERATOR OR TACK WELDER QUAUF!GATION TEST REGORD :

WofWEFM%QLTﬁ e _
athan Briscette ‘mnﬂMﬁonNo. 7606 -

Welding Procedure SpacificationNo, 2> UL <L Rev ’ _ Date
' Record Actual Values . :
, Used in Quallification Qualification Range
Variables - ~ . - _
-Proceasnype (5.16.2) ' SMAW L :
(alngleormutﬂple) . ' single Slngle
Current/Polarity ~ o4 DC/Reverse ‘
‘Position (5.165) ' 3G, bg ALL
" Weld Progresslon (5.16.7) . o Unhild Uphiltl
Backing (YES or NO) (5.16.18) ‘ Yes 5 with backing
. ,Material/Spw (6.16.1) , AS0 m‘ggo : o
Groove ( a : 1n ‘ : 1/8" - Unlimited
Fillet o . = _ AL
kness:
Thkness: { parube ~ ‘ —— 1/4°- UAlimited
Fillet o L , - - AT
Diameter: C : , N ]
a ( p@) o . . e }2)4," L g
Flllet - ' o : : i e 1 AL,
Filler Metal {5.16.3) . - - e
--Spee, No. - o . S A5.1 .
Class ) . E720183 A
- © F-No. o 23 - Fl-4 -
: Gas/Flux Type (5. 16.4) - 7 .
Other . B o . - o -
VISUAL INSPECTION (5.12.6 or 5.12,
: Acceptable YESor NO_____ fes
R Gwmrmamu(szaws.zs 1) :
_ Type Result . Type ‘ Result
3 end 1 Acce 5a Bend T ) ACCEDEL
- Bend 2 "ACCe DU —Rend 2 -~ ACCEeDt,

Fillet Teat Results (5.28.2/5.28.3; 6.39.3/5.39.4)

| Appearance Flitet Size
Fracture Test Root Penatration ~ . Macroetch
iD«crlbe the location, nature, snd aize of any crack or tesring of the spec!men )
Inspected b Daniel M. Charko — Test Number. __ 7006
vof:ao:‘lzatloz D0 Weldine, Tnc. Date _ 4-25-2000
, RADIOGRAPHIO 7881' RESULTS (5.28.4/5.39.2)
Fllm * ) " - Fiim . N
Identification Results Remarks Identification Resulits Remarks
Number ) : L Number y .
interpreted by ' ' v Tozt Number
Organlzatlon i : e ' Date

We, the undersigned, certlfy that tho statemonts Inthis rooorcs are correct and that tha test wel ra pmparod. weidad,
and tested In accordance withthe mqulmmonts of Soctlon 5 Parac»:)ro of ANSI/AWS D1 . (
wpldtng Codo-Stool v

) Structural




WELDER AND WELDING OPERATOR QUALIFICATION RECORD
AWS D1.5 Sec. 5

Welder or welding operator's name Dale Cole
Welding process SMAW Manual x
_Position 16, 2G, 3G

‘ (flat, horizontal, overhead or vertical - if vemcal state whether upward or downward)
In accordance with procedure specification No. prequalified B-U2a :

Material specification ASTM A-36
Diameter and wall thickness (if pipe) - otherwise, ]omt thlckness 3/8 inch
Thickness range this qualifies 1/8 " to 3/4 "

_ Identification no 0325
* Semiautomatic Machine .

FILLER METAL

Specification No. A5.1 Classification £7018

Describe filler metal (if not covered by AWS specifi catlon) N/A '
Is backing used? YES .
Filler metal diameter and trade name Murex 1/8 '
Flux for submerged arc or gas metal arc or flux cored welding N/A

F No. F4

VISUAL INSPECTION (9.21.1)

Appearance ACCEPTABLE Undercut ACCEPTABLE Piping porosity ACCEPTABLE

Guided Bent Tést Results

Type Result - Type Result
FACE BEND ACCEPTABLE ROOT BEND

o

Test conducted by Brad Wells
Per AWS D1.5

Laboratory test No. N/A
Test date: Feb. 23, 201_0

Fillet Test Results

Appearance N/A Fillet size nN/A .
Fracture test root penetration N/a Macroetch N/A

(Describe the location, nature, and size of any crack or tearing of the specimen)
Test conducted by N/A Laboratory test No. N/A

Per N/A Test date: N/A
RADIOGRAPHIC TEST RESULTS
Film Results Remarks Film Results Remarks
identifi- ' identifi-
cation cation

Test witnessed by N/A
Per N/A

Test No. N/A

We understand, certify that the statements in this record are correct and that the welds were prepared and tested in

accordance with the requirements of AASHTO/AWS D1.5, ( 2002 ) Bridge Welding Code.

Manufacturer or ¢ Cjor H. B. Fleming '
- Authorized by .

Date Feb, 23, 2010




/

WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder
Name " .
Welding Procedure Specification No.

Dale Cole

H. B. Fleming

1

Rev.

identification No. 0325
N/A Date  Feb. 23, 2010

Variables

Record Actual Values

_Usedin Qualification =~

~Qualification Ranga ™~~~

Guided Bend Test Results (4.30.5)

Process/Type [Table 4.10, item (1)] SMAW
Electrode (singte or multiple) [Table 4.10, Item (¢ 1/8 E7018 - ALL
Current Polarity 115 A DC+ -
Position [Table 4.10, item (6)] - 3G 1G, 2G, 3G
Weld Progression [Table 4.10, ltem (6)] N/A N/A
Backing (YES or NO) [Table 4.10 ltem (7)] YES YES
Material/Spec. Group 1 to Group 1
-Base Metal : '
Thickness: (Plate)
Groove 3/8 inch 1/8"t03/4"
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube) '
Groove N/A 1/8"t03/4"
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP } ' '
Groove e N/A 1/8" to'3/4 OVER 24" DIA.
: Fillet N/A OVER 24" DIA.
Filler Metal [Table 4.10, ltem (3)] ‘
Spec. No. A5.1
Class E7018
. F-No. [Table 4.10, Item (2)] F4 F4,F3,F2,F1
Gas/Flux Type [Table 4.10item (3)] N/A
Other N/A N/A
VISUAL INSPECTION (4.8.1)
Acceptable YES orNO - YES

Type. Result Type BRADLEY F. WELLS
3G FACE BEND ACCEPTABLE 3G ROOT BEND Wi 00050221
. Fillet Test Results (4.30.2.3 and 4.30.4.1) A4 0cr  Exp. 05/01/12
Appearance N/A ) Fillet Size N/A
Fracture Test Root Penetration N/A - Macroetch

N/A

(Describe the location, nature, and size of any crack or t

earing of the specimen.)

Inspected by Brad Wells CWI # 00050221

Test Number N/A

Date Feb. 23, 2010

Organization Maine Oxy

RADIOGRAPHIC TEST RESULTS (4_.30.3.1)

Film Identification . Film Identification :
T Number Resuits Remarks Number Results Remarks
N/A N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A
Interpreted by N/A Test Number N/A
Organization N/A Date N/A

We, the undersigned, certify that the statements in this.record are correct and that the test welds were prepared,
-~ welded, and tested in .accordance with the requirements of section 4 of AWS D1.1, ( ) Structural Weldmg

Code ---- Steel.

Authorized By

Manufacturer or Contractor /-/ R. Fmiil

Date 2!23//0



WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME Dale Cole, Jr.
SIGNATURE
SOC. SEC. # 000-00-0000 ' ~ DATE
: : ' - OF .
PROCESS FCAW TEST 10/24/14

MANUAL[X]  semti-auto [[] AuTo []

i

TEST POSITION(S) 6G

MATERIAL'_SPECIFICATIO.N ASTMAS3 POSITIONS QUALIFIED _All

'I_:HIC_KNESS RANGE QUALIFIED 1/8 Inch to 3/4

WALL THICKNESS _&.DIAMETER 0.28 Inch / 6 Inch Diameter Range Qualified 4 Inch Unlimited
FILLER METAL: SPECIFICATION NO. A520 GROUP NO. NA

CLASSIFICATION NO. E71T-8 . o DIAMETER  1/16 Inch
SHIELDING: FLUX NA | | _ GAS NA

VISUAL INSPE'CTI.ON': Satisfactory

FILLET TEST: FILLET SIZE NA APPEARANCE  NA - MACROETCH NA

DESCRIPTION OF LOCATION & SIZE OF ANY CRACK NA

GUIDED BEND TEST: PIPE A-POSITION = 6G - BENDl‘ RootPass  BEND2 Root Pass

PIPE B-POSITION  6G . BEND1 __ FacePass BEND 2 Face Pass .
'RADIOGRAPHIC TEST: FILM I.D. NA RESULTS NA - REMARKS  NA.
TESTNO. 01 CONDUCTED BY HB Fleming

~ All welds prepared, tested and inspected in accordance with the requiferhents of the AWS D1.1 Structural Welldibng'-
Code -Steel. . S :

 WITNESSED BY : John E. Puffer » o CWINO. 84060731
s/ ‘ - ' :
APPROVED BY: /!/ L7
/" ' [' M9"tals Control Engineer

N ‘CERTIFICATION NO. 09518




WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD .

Namc of Welder Deiitiis Dagygell
Name H. B. Fleming ldentification No. 007-72-6203
Welding Procedure SpecificationNo. 1 Rev. NA - Dale 051 _1.,/.,.2_9_91
o Variables "~ Record Actual Values T
Used in Qualification Qualification Range
Process/Type [Table 4.10, item (1)] SMAW o
Electrode (single or multiple) [Table 4.10, ltem (¢ 1/8 E7018 CALL e
Current Polarity 115 A DC+
Position [Table 4.10, ltem (6)] 1G,2G,46 - 116,26, 46
Weld Progression [Table 4.10, ltem (6)] N/A N/A
Backing (YES orNO}) [Table 4.10 ltem (7)] YES . YES .
Material/Spec. Group 1 to Group1
Base Metal :
Thickness: (Plate) :
Groove 3/8inch  1/8"t03/4" i
Fillet N/A ¢ UNLIMITED
Thickness: (Pipe/Tube)
Groove N/A 1/8 " to 3/4 " B
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP -
Groove NA . 118"to3/4 OVER 24" DIA. )
Fillet N/A OVER 24" DIA,
Filler Metal [Table 4.10, Item (3)] o
Spec. No. Ab.1 o
Class E7018 : o
F-Na. [Table 4.10, kem (2)] F4 ‘F4,F3,F2,F1 .
Gas/Flux Type [Table 4.10item (3)] N/A |
Other N/A , i NIA
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
) Guided Bend Test Results (4.30.5)
Type Result Type . Result
3G FACE BEND ACCEPTABLE 3G ROOT BEND ACCEPTABLE |
Fillet Test Results (4.30.2.3 and 4.30.4.1)
. Appearance N/A Fillet Size N/A
.Fracture Test Root Penetration ~ NA Macroetch N/A
: (Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Brad Wells CWI # 00050221 Test Number N/A
Organization Maine Oxy Date May 11,2007
RADIOGRAPHIC TEST RESULTS (4.30.3.1)
Film |dentification 'Film Identification
3 Number Results Remarks  Number ____Results Remarks
N/A N/A N/A N/A N/A N/A
‘N/A N/A N/A IN/A N/A N/A
Interpreted by N/A o Test Number - NIA
Organization N/A Date N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Strucjural’\Neldmc
Code - Steel. // /2l

Manufacturer or Contractor /71, K ﬁfm WE Authorized BV 4 /¥
_ : Date/ /
I/ C e tmm——



WELDER AND WELDING OPERATOR QUALIFICATION RECORD
AWS D1.5 Sec. 5

Welder or welding operator's name Dennis Daggett ... entification nz 007-72-6203

Welding process SMAW Manual x . Semialn-matic Machine

Position 1G, 2G, 3G
(flat, horizontal, overhead or vertical - lf vertical, state whether upward or downward)
In accordance with procedure specification No. prequalified B-U2a

Matenal specification ASTM A-36
Dlame\’ter and wall thickness (if pipe) - otherwise, joint thickness 3/8 inch
Thickness range this qualifies 1/8 " to 3/4 ™

FILLER METAL

" Specification No. A5.1 v " Classification E7018 FNo. Fq
Describe filler metal (if not covered by AWS specification) N/A

Is backing used? YES )

Filler metal diameter and trade name Murex 1/8

Flux for submerged arc or gas metal arc or flux cored welding N/A

VISbAL INSPECTION (8.21.1)

" Appearance ACCEPTABLE . : Uhdércut ACCEPTABLE - Piping porosity ACCEPTABLE
- Guided Bent Test Results
Type Result : Type Resuit
‘FACE BEND ACCEPTABLE ROOT BEND ACCEPTABLE’
Test conducted by Brad Wells , Laboratory test No. N/A
Per AWSD1.5 - o Test date: May 11, 2007
: ' © .7 Fillet 'T"_est Results
Appearance N/A e .Fi[)et size N/A .
Fracture test root penetration N/a o Macroeich N/A
(Describe the location, nature, and size of any crack or tearing of the specimen)
Test conducted by N/A Laboratory test No. N/A
Per N/A » Test date: N/A
. RADIOGRAPHIC TEST RESULTS
Film Results Remarks * Film i Results Remarks
identifi- ’ identifi-
cation ) cation
Test witnessed by N/A Test No. N/A
Per N/A

We understand, certify that the statements in this record are correct and that the welds were prepared and tested in
accordance with the requirements of AASHTO/AWS D1.5, (2002 ) Bridgé Welding Code.

: A L’m%
Manufacturer amﬂ’lt/réc « zé‘ Flemin
Authorized b%f,{/,/ W:;f e

Date May 11,2007
7




WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

!
Namé of Welder
Name

Welding Procedure Specification No.

Lucas Erickson

H. B. Fleming

Identification No. 4534

1

Rev.

NA Date

Feb 19,2014

Bradiey F Wells
CWI 00050221

Variables Record Actual Values . :
: o Used in Qualification Qualification Range
Process/Type [Table 4.10, ltem (1)] SMAW : :
Electrode (single or multiple) [Table 4.10, item (¢ 1/8 E7018 ALL - B
Current Polarity 115 A DC+
Position [Table 4.10, item (6)] 3G 16,26,36
Weld Progression [Table 4.10, ltem (6)] N/A TTINIA -
Backing (YES or NO) [Table 4.10 item (7)] _YES YES )
Material/Spec. Group1  to Group 1
Base Metal S
Thickness: (Plate)
Groove 3Binch ___ 1B"tod4"
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube) '
Groove N/A B 1/8"to 34" -
Fillet N/A ’ | UNLIMITED
Diameter :(Pipe)PJP '
Groove N/A 1/8" to 3/4 OVER 24" DIA. B
Fillet N/A OVER 24" DIA.
Filler Metal [Table 4.10, ltem (3)] L
Spec. No. A5.1
Class E7018
F-No. [Table 4.10, ltem (2)] F4 F4,F3,F2, F1
Gas/Flux Type [Table 4.10item (3)] N/A
Other N/A N/A
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
Guided Bend Test Resuilts (4.30.5)
Type Result Type v Result
3G FACE BEND ACCEPTABLE 3GROOTBEND  ACCEPTABLE
Fillet Test Results (4.30.2.3 and 4.30.4.1)
Appearance N/A Fillet Size N/A A
Fracture Test Root Penetratlon N/A Macroetch N/A Yo

C1 EXP. 5/1/2015

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

Inspected by Brad Wells CWI # 00050221

Test Number N/A

Organization Maine Oxy

Date Feb. 19,2014

RADIOGRAPHIC TEST RESULTS (4.30.3.1)

Film Identification Film |dentification :
Number Results Remarks Number Results Remarks
N/A N/A N/A N/A N/A NIA
N/A N/A N/A N/A N/A N/A
Interpreted by N/A Test Number NA )
Organization N/A Date NA

We, the undersigned, cert|fy that the statements in this record are correct and that the test welds were prepared
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, (2e\ ¢ ) Structural Welding

Code ----'Steel.

Manufacturer or Contractor

(-\-%- FLamnGe, 1he.

Authorized By

Date le‘ii Zon/




WELDER AND WELDING OPERATOR QUALIFICATION RECORD

p AWS D1.5 Sec. 5

Welder or welding operator's name [_ucas Erickson
8403Welding process SMAW Manual x

Position 1G, 2G, 3G

Identification 4534

(flat, horizontal, overhead or vertical - if vertical, state whether upward or downward)

In accordance with procedure specification No. prequalified B-U2a

Material specification ASTM A-36
Diameter and wall thickness (if pipe) - otherwise, joint thickness 3/8 inch

Thickness range this qualifies 1/8 " to 3/4 "

Semiautomatic Machine
FILLER METAL
Classification E7018. F No. F4

Specification No. A5.1

Describe filler metal (if not covered by AWS specification) N/A

Is backing used? YES

Filler metal diameter and trade name Murex 1/8
Flux for submerged arc or gas metal arc or flux cored welding N/A

VISUAL. INSPECTION (9.21.1)

Appearance ACCEPTABLE Undercut ACCEPTABLE

Guided Bent Test Results

Piping porosity ACCEPTAB

LE

Type Result Type

* Result

FACE BEND ACCEPTABLE ROOT BEND

ACCEPTABLE

Test conducted by Brad Wells Laboratory testNo. N/A

Per AWS D1.5 ‘Test date: Feb 19, 2014

Fillet Test Results

Appearance N/A Fillet size N/A

Fracture test root penetration N/a Macroetch N/A

@

~ (Describe the location, nature, and size of any crack or tearing of the specimen)

Test conducted by N/A Laboratory test No. N/A

Bradley F Wells
CWI 00050221
QC1 EXP. 5/1/2015

Per N/A Test date: N/A
RADIOGRAPHIC TEST RESULTS
Film Results Remarks ' Film Results Remarks
identifi- identifi- '
cation cation
Test witnessed byv N/A Test No. N/A

Per N/A

We understand, certify that the statements in this record are correct and that the welds were prepared and tested in

accordance with the requirements of AASHTO/AWS D1.5, (_2008

Manufacturer or ¢ f tor H. B. Fleming

Authorized by

Date Feb 19, 2014

) Bridge Welding Code.
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PERFORMANCE QUALIFICATION TEST RECORD

Eya correction required  Yes 0O NelD Type of Eye Corrsction: Eye glseses (]

. Contact lenses O

Magnifiers O

Name Gilbert, Gary P. ' Social Security # 006-72-3346
Welder ®  Operator [J
Qualified with AWS WPS No.  1-QC-W2  Supplement No, G Test No. D1-SM-F4-P-A-L
Processles) SMAW ’ Manual B Semi-Automatic [J Automatic O Machine [
Test base metal spacification SA 36 ' To SA 36
Material number (M or ¥ Number) Pt : To P1
Shielding Gas NA . Flow Ra;e NA
AWS Filler metal classification E7018  Fno 4 Sizq 3/32" & 1/8"
Backing , Yes® No U Consumable Insert YosJ NoM
Double Welded (] or Single Welded M ' Short Circuiting arc (GMAW) YesI No 'l
Current ACO DC ® Back Purging _ Yes(D NoHM

Test results
Visual test results Pass I Fail O3 - Radiographic test results NAKR Passd Fail
Bend test results NALQ) Pass® . Fall O : '

PROCESS(es) QUALIFIED FOR SMAW

POSITION(s} QUALIFIED FOR:

Groove: o _
Pps I1GH 2GHE S5GR o6GE 6GRO (T'Min 1/8" Max 3/4" Diameter 24" Range 24" and greater
Plate 1GM 2GW 3GM 4GN (TIMin  1/8" Max 3/4"

"Consumable Insert {0 Backing type R

Flllet:
Pipe 1FE 2F 4FB 5FN {T)Min 1/8" Max Unlimited
"Plagte 1FW 2FM 3rR 4r Ml : {TiMin  1/8" Max Unlimited

Vertical Up Down [ Weld Deposit Min 1/8" Max 3/4"
Single Side M Double Side O

The above named person qualified for the welding processles} used in this test-within the limits of essential variables
shown above, including materials and filler metal variables of the- AWS Standard for welder certification and
—ANSIAWS D1.1__ Cods or Standard. | hereby certlfy that | was not invelved in the training of the above named /-
Individual as a welder:

Date Tested 5/23/00 Signed by Thomas E, @ffes / _ 72)/"‘\

o Tes@ﬂpsrvisor
/// / AWS CWI No. 88070281

" Signed by Thomas E, Giles / .)‘Sféirector - Welding Test Center, Eastern Maine Technical Callege

v

Corporate Representative ' ' Title

Fonin QC-WERT1-- Poirfurmance Qualiflcadon Test Resord



WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder Billkirk
Name H.B.Fleming  _ ____ _ |ldenfficationNo. 7774
Welding Procedure Specification No. Rev. NA _ Date  Oct. 21,2011

CVarables T T Resord Akl Vales e
Used in Qualification Qualification Range

Process/Type [Table 4.10, Item (1)] ~ SMAW
Electrode (single or multiple) [Table 4.10, Item (¢ 1/8 E7018

Current Polarity 1 :]576\ DC+7 T

JAL

Position [Table 4.10, ltem (6)] 86 163636
Weld Progression [Table 4.10, ltem (6)] N/A N/A

Backing (YES or NO) [Table 4.10em ()] ~ YES | YES o
Material/Spec. Group1  to Growpt1 |
Base Metal
Thickness: (Plate)
Groove 3inch | 18"to3msr
Fillet NA

Thickness: (Pipe/Tube) S !
Groove NA | MBTto3M4"
Fillet NA e | UNLIMITED .

Diameter :(Pipe)PJP e S
Groove NA | 1B"034OVER24"DIA.
Fillet N/A OVER 24" DIA.
Filler Metal [Table 4.10, ltem (3)]

Spec. No. A5.1 N e—
Class E7018 | -
F-No. [Table 4.10, Item (2)] ka4 o |F4,F3,F2F1

Gas/Flux Type [Table 4.10item (3)] N/A ]

Other . NAT T NA_

VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
Guided Bend Test Results (4.30.5)
e YP@ T Result ' Type . Sk
_SGFACEBEND ACCEPTABLE | SGROOTBEND  ACCEPY

Fillet Test Results (4.30.2.3 and 4.30.4.1)
Appearance N/A ___Fillet Size NA

Fracture Test Root Penetration NATTT Macroetch N/A~
(Describe the location, nature, and size of any crack or tearing of the specimen.)

Inspected by Brad Wells CWI # 00050221 TestNumber NA
Organization Maine Oxy Date October 21,2011

RADIOGRAPHIC TEST RESULTS (4.30.3.1)
: Film Identification

Number Results Remarks

_NA

" Film Identification” _
Number ~~ Results ~ Remarks

|NA

NA
NA

Interpreted by NA __Test Number NA
Organization N/A ~ Date N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1 A4 ( ) Structural Welding

Code ---- Steel.
Manufacturer or Contractor NB. FLEnNRG ae , Authorized By /M M R
' Date olzilzen

BRADLEY F. WEMLS

Wl
aci

00050221
EXP. 06/01/12



WELDER AND WELDING OPERATOR QUALIFICATION RECORD
AWS D1.5 Sec. 5

Welder or welding operator's name Bill Kirk Identification 7774
Welding process SMAW Manual X Semiautomatic Machine

Position 1G, 2G, 3G
(flat, horizontal, overhead or vertical - if vertical, state whether upward or downward)
In accordance with procedure specification No. prequalified B-U2a

Material specification ASTM A-36
Diameter and wall thickness (if pipe) - otherwise, joint thickness 3/8 inch

Thickness range this qualifies 1/8 "to 3/4"

FILLER METAL

Specification No. A5.1 Classification £7018 F No. F4
Describe filler metal (if not covered by AWS specification) N/A

Is backing used? YES
Filler metal diameter and trade name Murex 1/8
Flux for submerged arc or gas metal arc or flux cored welding N/A

VISUAL INSPECTION (9.21.1)

Appearance ACCEPTABLE Undercut ACCEPTABLE Piping porosity ACCEPTABLE
Guided Bent Test Results
Type Result . Type Result
FACE BEND ACCEPTABLE ROOT BEND ACCEPTABLE
/f\ (EY £ WHIS
;EW@\ M 000502
/A I T
Test conducted by Brad Wells Laboratory test No. N/A
Per AWS D1.5 Test date: Oct 21, 2011
Fillet Test Results
Appearance N/A Fillet size N/A
Fracture test root penetration N/a : Macroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen)
Test conducted by N/A Laboratory test No. N/A
Per N/A Test date: N/A
RADIOGRAPHIC TEST RESULTS

Film Results Remarks Film Results Remarks

identifi- identifi-

cation cation
Test witnessed by N/A Test No. N/A

~ Per N/A

We understand, certify that the statements in this record are correct and that the welds were prepared and

tested in accordance with the requirements of AASHTO/AWS D1.5, ( 2002 ) Bridge Welding Code."

Manufacturer or congragtor H. B. Fleming
Authorized by

Date October 21, 2011




WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder : John McGintee
Name H. B. Fleming ldentification No. 1183
Welding Procedure Specification No. 1 Rev. N/A Date  April 6, 2012
Variables - Record Actual Values
Used in Qualification Qualification Range
Process/Type [Table 4.10, item (1)] SMAW
Electrode (single or multiple) [Table 4.10, item (¢ 1/8 E7018 ALL
Current Polarity 115 A DC+
Position [Table 4.10, Item (8)] 1G, 2G, 3G - 1G, 2G, 3G
Weld Progression [Table 4.10, ltem (6)] N/A _ N/A
Backing (YES or NO) [Table 4.10 ltem (7)) YES 1 YES
Material/Spec. Group 1 to Group 1
Base Metal
Thickness: (Plate)
Groove 3/8 inch 1/8 "t0 3/4"
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube) »
Groove N/A 1/8"to 3/4"
Fillet N/A - | UNLIMITED
Diameter :(Pipe)PJP :
Groove N/A 1/8" to 3/4 OVER 24" DIA.
Fillet ' N/A OVER 24" DIA.
Filler Metal [Table 4.10, item (3)] :
Spec. No. A5.1
Class E7018
. F-No. [Table 4.10, ltem (2)] F4 ' F4, F3, F2, F1 :
Gas/Flux Type [Table 4.10item (3)] N/A Bigisis ¥
Other N/A N/A C—a0050921
VISUAL INSPECTION (4.8.1) SRR 0505

Acceptable  YES or NO
Guided Bend Test Results (4.30.5) o
Type Result Type Result

3G FACE BEND ACCEPTABLE 3G ROOT BEND ACCEPTABLE
Fillet Test Results (4.30.2.3 and 4.30.4.1)
Appearance v N/A Fillet Size N/A
Fracture Test Root Penetration N/A Macroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Brad Wells CWI # 00050221 Test Number N/A
Organization Maine Oxy Date April 6, 2012
RADIOGRAPHIC TEST RESULTS (4.30.3.1)
Film Identification Film Identification
Number Results Remarks Number Results Remarks
N/A - N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A
Interpreted by N/A Test Number N/A
Organization N/A Date N/A

We, the undersigned, certify that the stétements in this record are ‘correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Structural Welding

Code ---- Steel. M
Manufacturer or Contractor H.%. fann L INC. Authorized By [#
Date g:/('/,z




VVELWEN AN VWELUINO UFERATURK QUALIFICATIUON REVURLD
AWS D1.5 Sec. 5

Welder or welding operator's name John McGintee - Identification no 1183
Welding process SMAW Manual X Semiautomatic Machine

Position 1G, 2G, 3G

(flat, honzontal overhead or vertical - if vertical, state whether upward or downward)
In accordance with procedure specification No. prequalified B-U2a

Material specification ASTM A-36

Diameter and wall thickness (if pipe) - otherwise, joint thickness 3/8 inch
Thickness range this qualifies 1/8 "to 3/4 "

FILLER METAL
Specification No. A5.1 Classification £7018 FNo. Fq
Describe filler metal (if not covered by AWS specification) N/A

Is backing used? YES
Filler metal diameter and trade name Murex 1/8
Flux for submerged arc or gas metal arc or flux cored welding N/A

VISUAL. INSPECTION (9.21.1)

Appearance ACCEPTABLE Undercut ACCEPTABLE * Piping porosity ACCEPTABLE
Guided Bent Test Results
Type Result Type Result
FACE BEND ACCEPTABLE ROOT BEND ACCEPTABLE
Test conducted by Brad Wells Laboratory test No. NjA
Per . Test date: April 6, 2012 )
2012 ARRDLS g BRADLEY F. WELLS
cwWl 00050221
Fillet Test Results : 1112
Appearance N/A Fillet size N/A act - EP0S0Y
FraCture test root penetration N/a Macroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen)
Test conducted by N/A Laboratory test No. N/A
Per N/A Test date: N/A
RADIOGRAPHIC TEST RESULTS
Film Results Remarks Film Results Remarks
identifi- identifi-
cation , . cation
Test witnessed by N/A Test No. N/A
Per N/A

We understand, certify that the statements in this record are correct and that the welds were prepared and
tested in accordance with the requirements of AASHTO/AWS D1.5, ( 2002 2002 ) Bridge Welding Code.

Manufacturer or ¢; orH. B.Fleming
Authorized by

Date April 6, 2012”
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WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder ‘ Kevin McLaren
Name H. B. Fleming ldentification No. 5164
Welding Procedure Specification No. 1 . Rev. N/A Date Oct. 31, 2008
Variables Record Actual Values
Used in Qualification Qualification Range
Process/Type [Table 4.10, Item (1)] FCAW
Electrode (single or multiple) [Table 4.10, ltem (¢ E71-T8J .068 ALL
Current Polarity 175A
Position [Table 4.10, ltem (6)] 2G 1G, 2G
Weld Progression [Table 4.10, ltem (6)]
Backing (YES or NO) [Table 4.10 ltem (7)] YES YES
Material/Spec. : Group 1 to Group 1
Base Metal
Thickness: (Plate)
Groove N/A 1/8"to 314"
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube) -
Groove 6" pipe .280 wall 1/8"to 3/4"
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP : 6" ) 4" - UNLIMITED
Groove N/A 1/8" to 3/4
Fillet N/A UNLIMITED
Filler Metal [Table 4.10, ltem (3)]
Spec. No. A5.20
Class E71-T8J
F-No. [Table 4.10, ltem (2)] F6 F6
Gas/Flux Type [Table 4.10item (3)] N/A
Other N/A . | N/A
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
Guided Bend Test Results (4.30.5)
Type Result Type Result
2G ROOT BEND ACCEPTABLE 2G FACE BEND ACCEPTABLE
_ Fillet Test Results (4.30.2.3 and 4.30.4.1) _ s
Appearance N/A Fillet Size N/A
Fracture Test Root Penetration N/A Macroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Brad Wells CWI # 00050221 Test Number N/A
Organization Maine Oxy Date OCT. 31, 2008
RADIOGRAPHIC TEST RESULTS (4.30.3.1)
Film Identification Film Identification
Number Resuilts Remarks Number Results Remarks
N/A N/A . N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A
Interpreted by N/A Test Number N/A
Organization N/A Date N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Structural Welding
Code --- Steel. '

Manufacturer or Contractor H . @. FLamdA €. Autharized By JZ,/N
Date 40'/'51!09




WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder

Kevin McLaren

Name H. B. Fleming Identification No. 5164
Welding Procedure Specification No. ' 1 Rev. N/A Date Sept. 12, 2008
Variables Record Actual Values
' "~ Used in Qualification Qualification Range
Process/Type [Table 4.10, ltem (1)] SMAW
Electrode (single or multiple) [Table 4.10, item (¢ 3/32 7018 (root ), 1/8 E7018 ALL
Current Polarity 80 A 120A
Position [Table 4.10, ltem (6)] 6G 6G
Weld Progression [Table 4.10, item (6)] up up
Backing (YES or NO) [Table 4.10 ltem (7)] YES YES
Material/Spec. Group 1 to Group 1
Base Metal .
Thickness: (Plate)
Groove N/A 1/8"t03/4"
Fillet N/A - UNLIMITED
Thickness: (Pipe/Tube)
Groove 6" pipe .280 wall 1/8"t0 3/4 "
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP
Groove N/A 1/8" to 3/4
Fillet N/A UNLIMITED
Filler Metal [Table 4.10, ltem (3)]
Spec. No. A5.1
Class E7018
F-No. [Table 4.10, item (2)] F4 F4,F3,F2, F1
Gas/Flux Type [Table 4.10item (3)] N/A
Other N/A N/A

VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
Guided Bend Test Results (4.30.5)
Type Result . Type Result
6G ROOT BEND ACCEPTABLE 6G ROOT BEND ACCEPTABLE
6G FACE BEND ACCEPTABLE 6G FACE BEND ACCEPTABLE |
Fillet Test Resuits (4.30.2.3 and 4.30.4.1)

Appearance N/A Fillet Size . N/A
Fracture Test Root Penetration N/A Macroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen.)

Test Number N/A
Date Sept. 12, 2008

Inspected by Brad Wells CWI # 00050221
Organization Maine Oxy

RADIOGRAPHIC TEST RESULTS (4.30.3.1)

. Film Identification Film ldentification
Number Results . Remarks Number Results Remarks
N/A N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A
Interpreted by N/A Test Number N/A
Organization N/A Date N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepgred,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Structura

Code -~ Steel.

Manufacturer or Contractoz/—/, K é/ﬂ’?ﬂv{ INL
J

Authorized By
Date




WELDER AND WELDER OPERATOR QUALIFICATIONS TEST RECORD

NAME  McClaren, Kevin' ’
SIGNATURE
DATE

MANUAL SEMI-AUTO UJ AuTto U
TEST POSITION(S) 3G, 4G
MATERIAL SPECIFICATION A - 36 A POSITIONS QUALIFIED Al
THICKNESS RANGE QUALIFIED 1/8" - Unlimited
WALL THICKNESS DIAMETER NA JOINT THICKNESS 1" Plate
FILLER METAL |

SPECIFICATION NO ‘A5.1 . GROUPNO F4

CLASSIFICATION NO. E7018 - . DIAMETER 1/8"
SHIELDING

FLUX NA GAS NA
VISUAL INSPECTION _ Satisfactory
FILLET TEST
MACROETCH NA

FILLET SIZE NA APPEARANCE NA

. DESCRIPTION OF LOCATION AND SIZE OF ANY CRACK
NA

. BEND 2A Acceptable

BEND 2B Acceptable

REMARKS

GUIDED BEND TEST
" PLATE A-POSITION 3G BEND 1A Acceptable
PLATE B-POSITION 4G 'BEND 1B Acceptable
RADIOGRAPHIC TEST _ :
FILM 1.D. RESULTS
TEST NO 5164 ‘ COMPANY = D.C. Welding, Inc.

All welds prepared, tested and inspected in accordance with the requirements of the AASHTO/AWSD1.5 Bridge

Welding Code.
WITNESSED BY Daniel M. Charko -

APPROVED BY ” %0\/‘—1 Q/RQ

fals Control Engmeer

CWINO 94110421

CERTIFICATION NO 08125




WELDER AND W OPERATOR QUALIFICATION TEST RECORD

NAME Kevin McLaren

SIGNATURE }M%, <

SOC SEC # 000- OO 5164 . DATE

OF
PROCESS SMAW g . 'TEST 09-12-08

MANUAL,. SEMI—AUTO 1 AUTO ]

TEST POSITION(S) 6G

MATERIAL SPECIF ICATION A 500 GR C POS[TI()NS QUALIFIED All

THICKNESS RANGE Q.UALIFIED 1/ 8” —3/4”

WALL THICKNESS~'&'D1AMETER' 280/6” " DIA. RANGE 3” - Unlimited

FILLER METAL: SPECI_FICATION NO. A5.1-A5.5 GROUP NO. NA |
CLASSIFICATION NO. E7018 DIAMETER 3/32 -1/8 inch

SHIELDING: FLUX NA | ~ GAS NA |

VISUAL INSPECTION Satlsfactory

FILLET TEST: FILLET SIZE NA APPEARANCE NA MACROETCH NA

DESCRIPTION OF LOCATION & SIZE OF ANY CRACK
NA
GUIDED BEND TEST: PIPE A-POSITION  6G  BEND 1 Pass BEND 2 Pass
| PIPE B-POSITION "BEND 1 Pass BEND 2 Pass
RADIOGRAPHI_;C;TEST:' FILMLD. NA RESULTS NA REMARKS NA
TESTNO. 01 CONDUCTEDBY HB Fleming

All welds prepared, tested and inspected in accordance with the requirements of the AWS D1.1
Structural Welding Code-Steel. '

WITNESSED BY : Brian McPhee ae CWI NO. 90060621 =

APPROVED BY: / 6{ ’%_ CERTIFICATION NO. 08246
| 4 - Mékals Control Engmeer '




WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME Kevin McLaren

SIGNATURE w
7 7

k3

SOC. SEC. # 000-00-5164 DATE
o OF
PROCESS FCAW TEST 10-31-08

"MANUAL [ | SEMI-AUTO AUTO [ ]

TEST POSITION(S) 2G

MATERIAL SPECIFICATION A-500 GR C POSITIONS QUALIFIED 1G, 2G, 1F, 2F

THICKNESS RANGE QUALIFIED __1/8” - 3/4”

WALL THICKNESS & DIAMETER 280/ 6” DIA. RANGE 3” - Uhlimited
FILLER METAL: SPECIFICATION NO. A5.20 GROUP NO; NA
CLASSIFICATION NO. E7IT-8] DIAMETER 0.068

SHIELDING: FLUX NA GAS NA

VISUAL INSPECTION_Satisfactory

FILLET TEST: FILLET SIZE NA APPEARANCE NA MACROETCH NA
];I]fIASCRIPTION OF LOCATION & SIZE OF ANY CRACK
GUIDED BEND TEST: PIPE A-POSITION | 2G  BEND1 Pass  BEND2 Pass
| PIPE B-POSITION - BEND1 Pass BEND 2 Pass
RADIOGRAPHIC TEST: FILMLD. NA - RESULTS NA REMARKS NA -
TEST NO. | 01 CONDUCTED BY HB Fleming

All welds prepared, tested and inspected in accordance with the requirements of the AWS D1.1
Structural Welding Code-Steel.

WITNESSED BY : Brian McPhee CWI NO. 90060621

APPROVED BY: ﬁm,\m 0 X%ﬁw CERTIFICATION NO. 08281

Meté/bontrol Engineer



WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder Richard McLeod
Name H. B. Fleming Identification No. 3654
Welding Procedure Specification No. 1 Rev. N/A Date Oct. 31,2008
Variables Record Actual Values .
' ' Used in Qualification Qualification Range
Process/Type [Table 4.10, item (1)] FCAW
Electrode (single or muitiple) [Table 4.10, ltem (¢ E71-T8J .068 ALL
Current Polarity o 175A
Position [Table 4.10, ltem (6)] 2G 1G, 2G
" Weld Progression [Table 4.10, ltem (6)]
Backing (YES or NO) [Table 4.10 ltem (7)] YES YES
Material/Spec. Group 1 to Group 1
Base Metal : ’
Thickness: (Plate) _
Groove N/A 1/8"to 3/4"
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube)
Groove 6" pipe .280 wall ' 1/8"t0 3/4"
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP 6" 4" - UNLIMITED
Groove N/A 1/8" to 3/4
Fillet N/A UNLIMITED
Filler Metal [Table 4.10, ltem (3)]
Spec. No. A5.20
Class E71-T8J
F-No. [Table 4.10, ltem (2)] - F6 F6
Gas/Flux Type [Table 4.10item (3)] N/A
Other i N/A N/A
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
Guided Bend Test Results (4.30.5)
Type Result Type Result
2G ROOT BEND ACCEPTABLE 2G FACE BEND ACCEPTABLE
Fillet Test Results (4.30.2.3 and 4.30.4.1) .
Appearance - NA Fillet Size N/A
Fracture Test Root Penetration N/A Macroetch N/A
(Describe the location, nature, and size of any crack or tearing of the specimen.)
Inspected by Brad Wells CWI # 00050221 Test Number N/A
Organization Maine Oxy Date OCT. 31, 2008
RADIOGRAPHIC TEST RESULTS (4.30.3.1)
Film ldentification , Film |dentification
, Number ' Results Remarks Number Results Remarks
N/A N/A N/A N/A N/A N/A
N/A N/A N/A NIA N/A N/A
interpreted by N/A Test Number N/A
Organization N/A Date N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Structural Welding

Code -~ Steel.
Manufacturer or Contractor 3. FRBmils 1+€. Authorized By // /4, ;

Date la! 3(/4‘;




WELDER, WELDING OFRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Da\}id Storkso

Name of Weider n
Name - H. B. Fleming identification No. 005-72-1499
Weiding Procedure Specification No. 1 iRev. NiA Date  April 24, 2002
Viriables Record Actual Values ' :
, : ¢+ Usedin Qualification Quailfication Range
Process/Typs [Table 410, ltémi (1)] SMAW
Electrode (single or multiple) [Table 4.10, item (8 3/32 E7018 & 1/8 E7018 ALL
Guirent Polarnity SA DG+ & 105A DG+ '
Position {Tabis 4.10, {tem (6)] ALL AlL
Weld Progression [Table 4,18, ltem {6)] Uup up
Backing (YES or NO) [Table 4.10 ltem (7)] NO ~_INO
Matefial/Spec. Group 1 to Group 1
Base Metal
Thickrress: (Plats)
Groove A "|1‘8 "to 374"
Fillet NIA UBNLIMITED
Thickness: (Pipe/Tube) .0 ~ |, .
Groove : 3/8 18 "0 34"
Fillet ' NA UNLIMITED o
Diameter :(Pipe)PJP o iR
Groove . NJA 118" 103/4"
Fillet C N/A - UNLIMITED
Filler Metai [Tabie 4.10, tem (3] ‘
Spae. N: A5
Class : E7018
F-No. [Table 4.10, ltem (2)] ) Fd~ F4, F3, F2, F1
Gas/Flux Type LTable 4.1Qitem (3] NA
Other NA 1 N/A
- VISUAL INSPECTION (4.8.1}
Accéptable  YES or NO YES ,
. Guided Bend Test Resuits (4.30.5)
Typs . : asuilt Type Resuit
SC FACE BEND (2 requirad). - ACCERTARIE :
8G ROOQT BEND ( 2 required ) ACC EPTABL_E_
_ o Fillet Test Results (4.30.2.3 and 4.30.4.1)
Appearance N/A Fillet Size NIA
Fracture Teést Root Penétration “N/A Macroetch N/A

(Describe the location, nature, and size of any crack or teanng of the specimen.)

BRADLEYF WELLS

inspected by Brad Welis CWi # O

s s o o

005022

Organization Maine Oxy

Test Numner N/A

Date Aprii 22, 2002

Fiim identification

RADIOGRAPHIC TEST RESULTS (4.30.3.1)
Fiim identification

Number Resulis Remarks Number Resulls Remaks
N/A N/A N/A N/A N/A N/A
N/A : N/A N/A N/A N/A N/A
interpreted by N/A Test Number N/A
Organization N/A Date N/A

 We, the undersigned, cerlify that the statements in this record ar correct ana that the test welds were prepared
. welded, and tested in accordance with the require ' ' 12 i

Code ~-- Steei.

Wianufacturer or Contracior

%/‘:/é/mmﬁ

Authorized By

AWS
-Qc1

00050221
oW/
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Argeo Paul Cellucci Patrick J. Moynihan ©Kevin J. Sullivan
Gove_rnor Secretary - Commissioner

WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME ___ DICK MCLEOD

SIGNATURE

SoCc. SEC. # _006-70-3654  DATE |
PROCESS : SMAW ngT 11/14/97
MANUAL __ X  ; SEMI-AUTO ____ AUTO.

TEST POSITION(S) _3G,4G v

MATERIAL SPECIFICATION _A36 ; POSITION(S) QUALIFIED ALL

THICKNESS RANGE QUALIFIED 1/8" - UNLIMITED

WALL THICKNESS & DIAMETER __ NA JOINT THICKNESS Ln

FTLLER METAL: ~ SPECIFICATION NO. A5.1 ; GROUP NO._F4
E7018 ; DIAMETER _1/8"

CLASSIFICATION NO.

SHIELDING: FLUX ; GAS

VISUAL INSPECTION (AASHTO/AWS). SATISFACTORY PER SECTION 9

FILLET TEST:FILLET SIZE } APPEARANCE ; MACROETCH
DESCRIPTION OF LOCATION & SIZE OF ANY CRACKS OR TEARS

QUIDED BEND TEST: PLATE A: POSITION 3G 'BEND 1 ACCEPT BEND 2 ACCEPT
PLATE B:'POSITION 4G BEND 1 ACCEPT BEND 2 ACCEPT

RADIOGRAPHIC TEST: FILM I.D. RESULTS REMARKS

TESTS NO. _3654 CONDUCTED BY: D.M. CHARKO / D.C. WELDING INC.

All welds prepated, teSted.and inspected in accordance with the
requirements of the BRIDGE WELDING CODE (ANSI/AASHTO/AWS D1.5).

WITNESSED BY DANIEL M. CHARKO - : - CWI NO. 94110421
1 s . .
:"’:@"-/.} : } .\n 4
APPROVED BY yff“ﬁ&m1wfhkj?g;$uyMw
o4 Metalé Control Engineer
L/ . .

cerTTFICATION No. 04461

Massachusetts Highway Department e Ten Park Plaza, Boston, MA 02116-3973 = (617) 973-7500
' 2
&g



WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME Richard McLeod

SIGNATURE W V&

SOC. SEC. # 000-00-3654 DATE - -
| | OF
PROCESS FCAW TEST 10-31-08

MANUAL [ ] SEMI-AUTO [X AUTO []

TEST POSITION(S) 2G
MATERIAL SPECIFICATION A-500 GR C POSITIONS QUALIFIED 1G, 2(}, 1F, 2F -

THICKNESS RANGE QUALIFIED 1/8” ~3/4>

WALL THICKNESS & DIAMETER 280/6” DIA. RANGE 3” - Unlimited
FILLER METAL: SPECIFICATION NO. A 5.0  GROUPNO. NA

| . CLASSIFICATION NO. E71T-87 DIAMETER 0.068
SHIELDING: FLUX = NA | GAS NA -

VISUAL INSPECTION Satisfactory .

FILLET TEST: FILLET SIZE NA APPEARANCE NA MACROETCH NA
DESCRIPTION OF LOCATION & SIZE OF ANY CRACK '
GUIDED BEND TEST: PIPE A-POSITION 2G ~ BEND1 Pass BEND 2 Pass '
PIPE B-POSITION ~ BEND 1 Pass BEND 2 Pass
RADIOGRAPHIC TEST: FILMLD. NA RESULTS NA REMARKS NA
TEST NO. 1 CONDUCTED BY I.B. Flemlng

All welds prepared, tested and inspected in accordance with the requlrements of the AWS D11
Structural Welding Code-Steel. o

W TNESSED BY : Brian McPhee ’ ‘ cwI NO. 90060621

/ /4 N ;zgwwﬁ  CERTIFICATION NO. 08279

Montrol Engineer



NAME
&GNATURE/Q Y s S
DATE |
PROCESS 6"/12//;’;4.2&{____ - OFvEsT 40-31-08
mAnuAL CT srsmx-AUToﬁ auro B
TEST POSITION(S) 2 G-
MATERIAL SPECIFICATION .4-500 GR C_ POSITIONS QUALIFIED ____ 2 (5
PN : \ ’
THICKNESS RANGE QUALIFIED 47 e MMAM%J @ YA / é o %‘_.7%@@@;;
WALL THICKNESS DIAMETER . ... JOINTTHICKNESS -~ . 280
FILLER METAL
' SPECIFICATIONNO __dte 5 Wy 2O GROUPNO Fbo o
CLASSIFICATION NO. __ /5~ "7/~'7"8<2‘” ..  DIAMETER ___ €68 . . ..
SHIELDING | i '
FLUX T GAS b —
VISUAL INSPECTION /9/%55 Y
FILLET TEST : . - | L
FILLET SIZE . .. ... ... APPEARANCE __ . MACROETCH _ . _ .. _ ... .
DESCRIPTION OF LOCATION AND SIZE OF ANY CRACK

GUIDED BEND TEST ) ' g
PLATE A-POSITION _foec &  BEND1A _*Pdfjg BEND 2A —A’/‘f‘

PLATE B-POSITION [2aoef” BEND1B  [Lgsg . BEND2B -~ pofe .

RADIOGRAPHIC TEST
FILMLD. . RESULTS . REMARKS
TESTNO . COMPANY 4.8, FLEMING....... #9_PLEASANT ST .

S. Porreine, AL
All welds prepared, tested and inspected In accordance with the requurements of the AASHTOIAWSD1.8 Bndge
Walding Code. % ro-8l et

WITNESSED BY Bersn “He Fhee. .Pe..»miﬂm. CWINO GV 606/

APPROVED BY G
Metals Control Engineer
CERTIFICATION NO



THE COMMONWEALTH OF MASSACHUSET TS
Highway Department

WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME DAVID STORKSQN‘JR.

, SIGNATURE oW » V.

SOC. SEC. # 005/72/1499 DATE
OF
PROCESS:  SMAW TEST 01/16/97

MANUAL _X ; SEMI-AUTO ; AUTO.

TEST POSITION(S) _3@,4G

MATERIAL SPECIFICATION A36 ; POSITION(S) QUALIFIED ALL

THICKNESS RANGE QUALIFIED 1/8" - UNLIMITED

WALL THICKNESS & DIAMETER NA JOINT THICKNESS _1mn

FILLER METAL: SPECIFICATION NO. _A5.1 ; GROUP NO.F4
CLASSIFICATION NO.E7018 7 DIAMETER _1/8n

SHIELDING: FLUX NA 7 GAS NA

VISUAL INSPECTION (AASHTO/AWS) SATISFACTORY PER 9.21.1

FILLET TEST:FILLET SIZE ; APPEARANCE 7 MACROETCH.
DESCRIPTION OF LOCATION & SIZE OF ANY CRACKS OR TEARS

GUIDED BEND TEST: PLATE A: POSITION 3G BEND 1 ACCEPT. BEND 2 ACCEPT.
PLATE B: POSITION 4G BEND 1 ACCEPT. BEND 2 ACCEPT.

RADIOGRAPHIC TEST: FILM I.D. RESULTS REMARKS

TESTS NO. _1499 CONDUCTED BY: _D. C. WELDING.INC.

All welds prepared, tested and inspected in accordance with the
requirements of the BRIDGE WELDING CODE (ANSI/AASHTO/AWS D1.5).

WITNESSED BY _RALPH P. STEVENS CWI NO. 84040111

9 ,] “ /“‘
APPROVED BY _//7ia.. {1 b
7 Metdls Control Engineer
‘ i

-

‘~/ ceErTIFICATIONNO. 04102



WELDER AND WELDING OPERATOR QUALIFICATION RECORD
AWS D1.5 Sec. 5

Welder or welding operator's name Damien Watts ldentification 3936
Welding process SMAW Manual X Semiautomatic Machine
Position 1G, 2G , 3G '

(flat, horizontal, overhead or vertical - if vertical, state whether upward or downward)

in accordance with procedure specification No. prequalified B-U2a

Material specification ASTM A-36
Diameter and wall thickness (if pipe) - otherwise, joint thickness 3/8 inch
Thickness range this qualifies 1/8 " to 3/4 *

FILLER METAL

Specification No. A5.1 Classification £7018 F No. F4
Describe filler metal (if not covered by AWS specification) N/A

Is backing used? YES

Filler metal diameter and trade name Murex 1/8

Flux for submerged arc or gas metal arc or flux cored welding N/A

VISUAL INSPECTION (9.21.1)

_Appearance ACCEPTABLE Undercut ACCEPTABLE Piping porosity ACCEPTABLE
Guided Bent Test Results
Type Result Type Result
FACE BEND *ACCEPTABLE ’ ROOT BEND ACCEPTABLE
Test conducted by Brad Wells Laboratory test No. N/A
Per AWS D1.5 Test date: Nov, 7,2014
Fillet Test Results ' \Ale
Appearance N/A Fillet size N/A B;;/aﬁleo% ggglzegf
Fracture test root penetration N/a Macroetch N/A Mj@, 801 EXP. 5/1/2015
(Describe the location, nature, and size of any crack or tearing of the specimen) % o
Test conducted by N/A Laboratory test No. N/A ¢
Per N/A Test date: N/A
RADIOGRAPHIC TEST RESULTS
Film Results Remarks Film Results Remarks
identifi- identifi-
cation cation
Test witnessed by N/A Test No. N/A
Per N/A

We understand; certify that the statements in this record are correct and that the welds were prepared and tested in
accordance with the requirements of AASHTO/AWS D1.5, (2002 ) Bridge Welding Code.

. Manufacturer or copfractor H. B. Fleming
Authorized by W
4

Date Nov 7, 20147
7




WELDER, WELDING OPRATOR, OR TACK WELDER QUALIFICATION TEST RECORD

Name of Welder
Name

Welding Procedure Specification No.

Damien Watts

H. B. Fleming

1 Rev.

Identification No. 3936

N/A

Date

Nov. 7, 2014

Variables

Record Actual Values
Used in Qualification

Qualification Range

Process/Type [Table 4.10, ltem (1)] SMAW
Electrode (single or multiple) [Table 4.10, Item (£:1/8 E7018 ALL
Current Polarity 115 A DC+
Position [Table 4.10, Item (6)] 3G 1G, 2G, 3G
Weld Progression [Table 4.10, ltem (6)] N/A N/A
Backing (YES or NO) [Table 4.10 Item (7)] YES YES
Material/Spec. Group 1 to Group 1
Base Metal
Thickness: (Plate)
Groove 3/8 inch 1/8"to 3/4"
Fillet N/A UNLIMITED
Thickness: (Pipe/Tube)
Groove N/A 1/8"t03/4"
Fillet N/A UNLIMITED
Diameter :(Pipe)PJP
Groove N/A 1/8" to 3/4 OVER 24" DIA,
Fillet N/A OVER 24" DIA,
Filler Metal [Table 4.10, ftem (3)]
Spec. No. A5.1
Class E7018
F-No. [Table 4.10, item (2)] F4 F4, F3,F2, F1
Gas/Flux Type [Table 4.10item (3)] N/A
Other N/A N/A
VISUAL INSPECTION (4.8.1)
Acceptable  YES or NO YES
Guided Bend Test Results (4.30.5)
Type Result Type Result
3G FACE BEND ACCEPTABLE 3G ROOT BEND ACCEPTABLE
Fillet Test Results (4.30.2.3 and 4.30.4.1)7X\_ Bradley F Wells
Appearance N/A Fillet Size N/A <ﬁ Iy CWi 00050221
Fracture Test Root Penetration N/A Macroetch v =XP. 5/1/2015
{Describe the location, nature, and size of any crack or tearing of the specimen.)

Test Number N/A
Date Nov. 7, 2014

Inspected by Brad Wells CWI # 00050221
Organization Maine Oxy

RADIOGRAPHIC TEST RESULTS (4.30.3.1)

Film Identification Film Identification
Number Results Remarks Number Results Remarks
N/A - N/A N/A N/A N/A N/A
N/A N/A N/A N/A N/A N/A
Interpreted by N/A Test Number N/A
Organization N/A Date N/A

We, the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded, and tested in accordance with the requirements of section 4 of AWS D1.1, ( ) Structural Welding

Code ---- Steel. -
Authorized B@%

O o niC. NE
Manufacturer or Contractor /’/ B [t aG, INC . 7
Date” /1] 771
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