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ANNEX L  AASHTO/AWS D1.6/D)1.6M:2008

CEDURE QUAL!FICA'I?GN RECORD
(!nclude PQR Number on All Supporting Documents)

PQR NUMEEH /(7‘?
‘Welding Test Dal‘e l M

3

- Welder's Name
Process Position Joint Detail: Fig. 5.1 Fig.5.2
Electrode(s) Mfg. Deslgnation ' ¢ L<Xlo Fig. 5.3 jji—"g 58
. AWS Electrode Classification ell 17} - - —FElectrical Stick Qut_
Fqu*Mfg Designation ' . AWS Flux Classﬁicahnn
Postweld Heat Tréatment.  Temp. Hold Tirne__ Heahnglcourng F{ate
_ Current
- , Cument . WFs* _'Vaitage and Polarity
Electrode (1) _._,.if _Qﬂb_ 37 DCEL
2) — _ e .
. . - * S *
Calculated Heat [nput (gee 5.12 ] _ ' :
Shielding Gas ,A‘_Qé_ Dew Point | Flow Hate 3 DCPH' " @Gas Cup Size \% ik

Travel Speed: Min. _
Base Metal Spegification and Thiclmes;ém_ 8% Heat Number

Backing Metal Specification and Thickness Heat Number

: Base Metal Carbon Equivalent (see 54.2)
(Attach Copy of Ceriified Mill Test Report farBase and Badang Matenals)

F.r_eheat Témﬁ;:‘:? Eé _ Intetpass Temp. "Min. Max.
 SPECIMEN . ~ TEST RESULTS

All WelfFMetaI Tension. (AWMT) Tensile Strength___ L

:{51 MPa s - Yield Strength '

‘ Elongation in 50 mm [2 in} {%) .

_ ... Reduction in Area %
V‘sual lnspecﬁon. [ﬁﬂcceptabie Unamptable © - ®Macro Test: Acceptable [_] Unacceplable.
Sidé Bends _ 1. . 2 - & 4
Fieduced Sentinn Tension . Tension Strength 1. _ Location of Break 1. -

tksi | |MPa 2. . 2.
- Charpy V-Notch Impact ' (_ . R T 3
Toughness of Weld Metal -~ . ( S e, , y - L
SMAW, SAW, FCAW, GMAW—5 Req'd.  2Avg. [ Jielbs, {14 @ . “[Fop °C]
ESW and EGW—38 Req’d. . aﬂf‘mard the highest and lowest values and avierage the 3 remaining,
**Chemistry of Deposited Weld Metal C “Mn___. S = g
}ﬂh@ Required by Contract Documents*  Ni Cr Mo . VvV ' Cu
Radio graphic Test: {_[Acceptable Unacceptable ‘Remarks: L ‘
Fillet Weld Soundness - Maximum Size Single Pass:ﬂL 1 Q K 2, C); £ 3 O K,
Macroetch - _ Maximum Size Single Pass; 2

We, the undersigned, certify that the above described WPQR/FWS has been quahﬁed in aacﬂrdance wnh Clause 5 of the |

ridge Welding Code, -

AASHTO/AWS D1.5MIDHE,(
State/3rd Parly w:mg ZQ—

Date | ~2 b~ 2017 : t'

Agency Results Hewewed_ ' | = =
Date _ Date - Ewﬁig"@ ; -

Mir/Contractor - -}

Form L-3
Form L~3—Procedure Qualification Recox

for Qualification, Pretest, and Verification KD BY Owiereesn opep gy OVC

B gy e -'-'---:JhL-.r-wdmlk'J-A_H.H.n.u.-mp-xm-.“a—qm.vmu\.m-..ﬂ;.;wwnﬂw; WL Ik,

ST areehanian, Jr.
3} BOI001TT Apr 26, 2012
: 262 Pr 2%,
NF QCTEXP. 0412614 * |
‘ + RESUBMIT __ APPROVED _ °
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