ANNEX L. | | AASHTO/AWS D1.5/D1.5M:2008

, PROCEDURE QUALiFlCATION RECORD
PQR NUMBER 4 {Include PQR Number on All Supporting Documenrs)

Weiders Bﬁ%- GaAile o b weldingTestoate Y (Y1

Process Posifion__F". Joint Detail: ‘[}Fig. 5.1 [JFig.52
Electrode(s) Mfg. Designation L - Fig. 5.3 Fig. 5.8
~ AWS Electrode Classification (A1 2 -Electrical StickOut. .. - .- [

Fiux Mfg. Designation

Postweld Heat Treatment: . Temp | . Hold Time Heating/Cooling Rate _
: ‘ Cu;rent
.. Diam, - Gurrent WFs* _ Voltage and Polarity
Electrode (1) 33> _H ] 20 - DCEPR
' (3)
Celculated Heat /{‘r}ui‘t (see5.12) o3/ ;{’J / M
Shielding Gas Dew Point Flow Rate Gas Cup Size
Travel Speed: Min. l"l L Max.___
Base Metal Speciﬁcatmn and Thmkness (+- ZZ&/ | Heat Number- f@ é‘ ﬁ
Backing Metal Specification and Thickness (3&70k/ Heat Number _¥/D.%{. 5 &
- Base Metal Carbon Equivalent (see 5.4,2). | . . . —— .
’ B | (Attach Copy of Certified Mill Test Report for Base and Backing Ma teﬁéfsé
P.rehéat ‘I"émﬁ:‘.';'? 7c§ ' ‘ Interpass Temp. Min. Z(f Max. ":(@
- . SPECIMEN | _TESTRESULTS - B
Al WaldWMetal Tonsion (AWMT) Tenslio Strength | 9}{
ksi [lMPa . - Yield Strength gzg
: o Elongation in 50 mm {2 in] (%) fL?
. Reduction in Area % (s
V‘suai Inspectian mAcceptable [TUnacceptable  *Maoro Test E]Accep\table L Unacceptabie N
 Sidg Bends | 1._CasS - 2 £rS s Pagf 4 Past
Fieduced Section Tenslon L Tension Strength 1. W@ﬁ Locat;on of Break 1. [

Tisl -CIMPa 2. by OO 2.8 00 s
Charpy V-Notch Impact (__ 39 I 1 ;._5“”9 38 30

Toughness of Weld Metal - ( : é -
SMAW, SAW, FCAW, GMAW—5 Req'd.  *Avg. [[ftibs, [ 14 _‘ﬂ? @ o @"F (°C)
ESW and EGW—38 Req'd. oo “Discard the highest and lowest values and average the 3 remaining.
**Chem:stry of Depositad Weld Metal C " Mn _. Si_ = S

When Required by Contract Documents*  Ni_ Cr Mo .V Cu

* Radiographic Test: w Acceptable Unacceplable . Remarks:. . __ . _
Fillet Weld Soundness Maximum Size Single Pass: 1. 2. ‘ 3. _
Macroetch Maximum Size Smgle Pass: 1. 2. 3.

We, the undersigned cenify thai the above described WPQR/FWS has been quahﬁed in aecordance with Gtause 5 of the
-« RN AASHTO/AWS D1.5M/DA.5, ( d!é ) Bridge Welding Code.

R . ; (year)

e Statef3rd Party Witness e . !Contractor

Date __ : . | N
| . | Authonzed By -STW M
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T Vermﬂnt Agenuy of Transpnﬁatlun

Form L-3——-Procedure Qualification Record POR)
far Quahﬁcatmn, Pretest, and Veriﬁcation Results

b Apr 26, 2012
ESUBMIT ____ APPROVED _w 262
BY . C.CARLSON PDATE  5/7112 o R A

#
AWS Flux Classification fﬁ «::E#' EAj 3 ﬁ’ “‘Mé)

Agency Resulis Reviewed * | o i
Date : Date 5 {8-—’"" ‘ . | - .
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