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AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Al Canada TEST PLATE: 32 TEST DATE: 9-08'01,

. APPLICABLE SPEC.: AWS D1.1-00, Sect. 4, Part C  FIG: 4.30

WELD TYPE: Groove THICKNESS: 3/8” POSITION:1G
MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018 FLUX: N/A
AWS SPEC.: A5.1 # OF ELECTRODES: 12

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7 ipm  # OF PASSES: 8

PASS #1-8 ELECT. DIA.: 1/8” CURRENT: 125 VOLTS: 23

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: C()/Q« /{2&/{/4 .

Social Security Number: 133-64-4727

Signature of Test Supervisor: M% . 2/&,0/&

Treatment of Weld Reinforcement: Ground
Method of Testing: Face & Root Bends
Defects: Acceptable

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in

- accordance with Table 4.8, & 4.9 of AWS D1.1-00, Structur Welding Code — Steel.

Signature of Tester: %a&% Q. («&/Q/Q a3

QC1
American Steel Erectors
/ DAVID A. WEBB

N 96050041
New/”

A,

.




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Al Canada TEST PLATE: 035 TEST DATE: 10-06-01
APPLICABLE SPEC.: AWS DI1.1-00, Sect. 4,Part C  FIG: 4.21
WELD TYPE: Groove THICKNESS: 17 POSITION: 3G

MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
PROCESS: SMAW TYPE: Manual
CURRENT: DCEP JOINT PREP.: Ground

- ELECTRODE: E7018 FLUX: N/A

AWS SPEC.: AS.1 # OF ELECTRODES: 47
WIRE STICKOUT: N/A TRAVEL SPEED: 3-5 ipm  # OF PASSES: 23

PASS #1-23 ELECT. DIA.: 1/8” CURRENT: 125 VOLTS: 24

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: 5 Z( (Mé

Social Security Number: 133-64-4727

Signature of Test Supewisor;%vgﬁm N ( w

Treatment of Weld Reinforcement: Ground
Method of Testing: 2 side bends

Defects: Acceptable

Pass / Fail: Pass

' The above named welder is qualified to do welding for positions of welding in

accordance with Table 4.8, & 4.9 of AWS D1.1-00, Str /‘\%elding Code — Steel.
\ .
WSS

ctur
’ A
Signature of Tester: %&% Qx N CMQ _/// QC1 »
. . &
American Steel Erectors 7 DAVID A WEBB
96050041

N




‘Signature of Tester: 25 Q CE (,(JQ,U) ,

AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Al Canada TEST PLATE: 054 TEST DATE: 4-20-02
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C  FIG: 4.21

WELD TYPE: Groove THICKNESS: 17 POSITION: 1G
MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
PROCESS: FCAW TYPE: Manual |

CURRENT: DCEN JOINT PREP.: Ground

ELECTRODE: NR-212 - FLUX: N/A

AWS SPEC.: A5.29; E71TG-G # OF ELECTRODES: N/A

WIRE STICKOUT: N/A TRAVEL SPEED: 3-5ipm  # OF PASSES: 14
PASS # 1-14 ELECT. DIA.: 5/64” CURRENT: 215  VOLTS: 24

We cert-ifsr that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: (//CZ @/4\

Social Security Nuinber: 133-64-4727

Signature of Test Supervisor: 2)\& Q\ _ QM

'Treatment of Weld Reinforcement: Ground

Method of Testing: 2 Side bends
Defects: Acceptable within code

Pass / Fail: Pass

The above named welder is qualified to do welding for pesitions of welding in
accordance with Table 4.8, & 4.9 of AWS D1.1-02, Structu elding Code — Steel.

AWS
QC1

DAVID A. WEBB
95050041

'\CW]

£

American Steel Erectors




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Al Canada TEST PLATE: 055 " TEST DATE: 4-20-02
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part ¢ FIG: 4.21
WELD TYPE: Groove  THICKNESS: 1” POSITION: 4G

MATERIAL: ASTM A36 YIELD: 36 kst PREHEAT: 100F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018 FLUX: N/A
AWS SPEC.: A5.1 # OF ELECTRODES: 37

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 19
PASS # 1-19 ELECT. DIA.: 1/8” CURRENT: 124 VOLTS: 21

We certlfy that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: W

Social Seciirity Number: 133-64-4727

Signature of Test Supervnsor. XQ(X " QL,M

Treatment of Weld Reinforcement: Ground

Method of Testing: 2 side bends

Defects: Acceptable
Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.8, & 4.9 of AWS D1.1-02, Structural Welding Code — Steel.

Signature of Tester: i Smg Q.. (A/Qﬂ, Aws

QC1
American Steel Erectors

DAVID A, WEBB
96050041

cwi




. American Steel & Precast Erectors

AMERICAN STEEL & PRECAST ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Al Canada TEST PLATE: 118  TEST DATE:3-15-05
APPLICABLE SPEC.: AWS D1.6-99, Sect. 4, PartB FIG: 4.15

WELD TYPE: Groove THICKNESS: 3/8” POSITION:1G
MATERIAL: A304L YIELD: 36 ksi PREHEAT: None

PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.:Ground
ELECTRODE:E308L-16 SHIELDING GAS: None

AWS SPEC.: A5.4; # OF ELECTRODES: 6

WIRE STICKOUT: N/A TRAVEL SPEED: 3-5 ipm # OF PASSES: 6
PASS # 1-6 ELECT. DIA.: 5/32” CURRENT: 135 VOLTS: 23

We certify that the statements in this record are correct and that the test weld was

prepared and welded in accordance with the requirements.

Signature of Welder: ﬂ ///‘4
| =g

Social Security Number: 133-64-4727

Signature of Test Superwsor'&(&g QQM

Treatment of Weld Reinforcement: Ground
Method of Testing: Face & Root bends
Defects: Acceptable

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.3, & 4.4 of AWS D1.6-99, Structural Welding Code —

Stainless Steel.

Signature of Tester:




AET

By <STWELL CRAIG PETERS
-Testing Laboratories, Inc.

(315) 463-0088

6521A Basile Rowe
E.Syracuse, New York 13057

WELDER AND WELDING OPERATOR QUALIFICATION TEST REPORT

Date Reported

TCP oOrder No.

-] American Steel Erectors

Weider/Welder Operator's Name
Mark Cilley 6/25/90 . TCP 875
“Welder Identification No. - Date Tested -~ -|-Lab No. :
003-54-0539 6/6/90 617
Client Welding Code (1D & year) Client Order No.

AWS D1.1-90

Base Material Specification

P.O. Box 185 - Depot St. 236
Greenfield, New Hampshire Specimen TJoint
03047 [R Prate [ Pipe Kl Groove [ ] Filtet
Process - Specimen Furnished Plate Thickness
" SMAW .[1TCP .4 Others 3/8
Position Specimens Machined Diameter & Wall Thickness
" Vertical 3G [ TCP [ Others
Weld Progression & up “Ocw {lLoR Thickness Range Qualified
] Down O ccw CJRtoL 3/4 groove unlimited fillet
Welding Procedure Current 140-150 Polarity
No. : Rev. No. AMPS: Oac RIboc | [Jpirect Xl Reverse

Welding Procedure Data by:

& TCP Witnessed (Tech):

D. Wheelock Ll Others:

FILLER METAL

E | “Specification No. A5, 5 Classification . 7018 FNo. 4
N Backing A36 3/8 strip Diameter 1/8 Trade Name McKavy
Shielding [ Gas: . & Flux: '

VISUAL INSPECTION (AWS ONLY)

[underct Satisfactory

| Piping Porosity Sat is factory

Appearance Satisfactory

GUIDED BEND TEST RESULTS

TYPE RESULTS TYPE . RESULTS
Face Satisfactory o
Root Satisfactory
FILLET TEST RESULTS
Weld Appearance Fillet Size o
(J Pass  [J rail Leg: in. x in. I.J Concavity- in. [ ! Convexity: in.
Macro Etch Tes! Results .
_ Pass  [J Fail N/A L ‘ )
Fracture Test Results (Describe localion, nature & size of any cracks or fearing of the specimen) f
' . _ ;
RADIOGRAPHIC TEST RESULTS LR L_
: D e
Film - Film 3 “T
Identitication Results Remarks Identification Results N i?;f RemdTks
S
N/A =
. ¥ rarivingd
= |Jests Witnessedby: Mark Peters L ! 2 =
O . QUALIFICATION RESULTS  _ . et

The Welder/Operator identified above
above for the variables stated.

(B3 00Es [J DOESNOT meet the performance qualifications spe?iﬁé{“‘@ in the Code ideptfjed
8 L SAIPLE |
y_ "

ALL REPORTS ARE SUBMITTED AS THE CONFIOENTIAL PAOPERTY OF CLIENTS.
PUBLICATION OF STATEMENTS, CONCLUSIONS OR EXTRACTS 1§ RESERVED PENDING WRITTEN APPROVAL

1/American Steel Erectors

1/TCP

Respectfully ‘submitted,
TESTWELL CRAIG PETERS

TESTING LABORATORIES, INC.



AMERICAN STEEL & PRECAST ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Arthur Davis ~ TEST PLATE: 111 TEST DATE:3-31-04
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C ~ FIG: 4.21

WELD TYPE: Groove ~ THICKNESS: 1” POSITION: 3G
BASE METAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
BACKING MATERIAL: 3/8” ASTM A36

PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground

ELECTRODE: E7018  FLUX: N/A

AWS SPEC.: A5.1
WIRE STICKOUT: N/A TRAVEL SPEED: 3-5ipm  # OF PASSES: 29
PASS #1-29 ELECT. DIA.: 1/8” CURRENT: 105 VOLTS: 22

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: Q
Social Security Number: 005-58-2875

Signature of Test Supewisor:w

Visual Inspection: Acceptable Treatment of Weld Reinforcement: Ground
Method of Testing: 2 side bends ~ Defects: Acceptable

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.9, & 4.10 of AWS D1.1-02, Structural Weidlng Code -

Steel.

Signature of Tester: ASQ). ‘A.Q.M.

American Steel & Precast Erectors

DAVID A. WEBS
96050041




MILLER ENGiNEmNGaTEanG. INC.

NIRRT

100 sheffield Road - P.0. Box 4776 ~ Manchester, New Hampsh

-

ire 03108 - Tel. (603) 668-6016

WELDER CERTIFICATE # 00G-9011

CODE ‘# MET .90-020 -
4 , ~ DATE: 12/24/90 . -
CLIEND: ~ American Steel Erectors, Inc. T
PROJECT: American Steel Erectors Welder Qualification
SUBJECT:: M,S. & P.F.
© 7 TEPEOFIESTE - Grobve-Weld Tdmited: Thicknesse.... - .o .. .
WEIDER'S NAME: Paul J. Ferland
PROCESS: SMAW '
POSITION: Verticla
ELECTRODE: 70/8
' WIRE: —
; SIZE: /8
. ‘ 2MPS: _130
VOLTS:: D.C. Reverse Polarity
MACHINE: Lincoln 250
NUMBER OF PRSSES: ————
MATERIAL : 1/2-inch A36 Plate
PLATE #: P.F. |
TYPE OF TEST: ROOT FACE . SIDE RESULTS
GUIDED
TEST X Acceptable

RADIOGRAPHIC INI‘ERPREI‘AT;ON:

‘ !
Base on the above test, this welder is/is not
noted., Qualjfication test performed accordin

Dl-l""83 .

qualified to weld in the process and position
g to A.W.8. Code for Welding Bridges & Buildings

BRECEIVED
| AN 4 1991 —

AMERICAN STEEL ERECTORS, INC.

Respectfully Submitted,

rﬂ@nmsmeamm,mc.
by At U bt

Geoteclmical/Concreﬁe/Steel/Roofing/Asphalt Inspection



AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Paul J. Ferland TEST PLATE: 013 TEST DATE:5-19-01
APPLICABLE SI_’EC.: AWS D1.1-00, Sect. 4, Part C FI1G: 430
WELD TYPE: Groove THICKNESS: 3/8:” POSITION:1G

MATERIAL: ASTM A36  YIELD: 36 ksi PREHEAT: None
PROCESS: SMAW TYPE: Manual
CURRENT: DCEP  JOINT PREP.: Ground

ELECTRODE: B7018  FLUX: N/A
AWS SPEC.: A5.1 # OF ELECTRODES: 13

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7 ipm  # OF PASSES: 5

. PASS#1-5 ELECT. DIA.: 1/8” CURRENT: 130 VOLTS: 23

We certify that the statements in this record are correct and that the test weld was
prepared and welded in rdance wi ‘requirements.

Signaturé of Welder:

Social Security Numbert 003-50-8683

Signature of Test S'upervisor: Zﬁn,:g & (LQQK

Treatment of Weld Reinforcement: Ground
Method of Testing: Face & Root Bends
Defects: None

Pass / Fail: Pass

.The above named welder is qualified to do welding for posjfidys of welding in

accordance with Table 4.8, & 4.9 of AWS D1.1-00, Stru

Signature of Tester: 0&&@

American Steel Erectors

QC1
DAVID A. WEBB

N 96050041
N\ Wi /
N\

,




: - -WELD QUATITY . CONSULTING .~ . R
WELDER PERFORMENCE QUALIFICATION TEST RECORD

Nane 1, PAUL J FERLAND Soc1al Securlty # 5 003 50 8683 4fQA

1der fX:;

Operator

Backlngf o "€ umable:
Double" Welded > Single d X Back"Purglng L
Current DCSP NSRRI . GMAW’Spray Transfer

Test results : PR AN A PR N
Visual test results Pass|i;g;;;= Fa11 Lo LT L o
Bend- test. results . . Pass X ‘Fail. - CONA L m T f‘
Radiographic. test results Pass Fail - - NA X .

vess Qualified for .  FCAW. -
By, _ier metals Quallfled for.,y
All w1res covered in AWS AS 20 and A5 29

Pos1tlon (s) Quallfled for..,

Groove:

Plate 1G and 4G Uhllmlted ThlckneSSj : :
Pipe = 1G and 4G over' 24" dla Unllmlted Wall Thlckness
Fillet: :

Plate' 1F,2F and 4F Uhllmlted Thlckness .

Pipe lF 2F and 4F Unlimited Wall Thicknéss

The above named person 1s quallfled for the weldlng process used 1n thls

test. within the limits of essential. varlables shown above, 1nclud1ng N
materlals and filler- metal variables 6f the AWS . Standard,for welder o
certification and the D1, 1 -94° Structural Weldlng Code ‘or - Standard I hereby;‘"
certlfy that I was not 1nvolved 1n the tralnlng of the above named .
1nd1v1dual as a welder : : :

Date Tested 6/17/95 S:Lgned by W /@ C)WZ/ /AWs

JACK E PAIGE -
83100251

cwr

AWS CWI # - 83100251

s;ﬁ md by%&}ﬂgﬂﬁ o 'QEES’"’DE‘J ~

(Co@ Representat:.vé) ' © . (Title)




’ ATLANTIC TESTING LA_BORATOR!ES, Limited

l WELDER AND WELDING OPKRATOR QUALIFICATION TEST RECORD

| Report No. NE5051-1-3-89
Welder/Welding .Operator _._Paul Ferland » I.D. No. . 003-50-8683 ‘
Welding Process . rcaw Manual _ Semiautomatic X Machine
Position _ 3G, vertical Upward ' , o T ,
(flat, horizontal, overhead or vertical; 1f vertical state whether upwatd or downward)
In accordance with Procedure Specification No. AWS D1.l Structural Welding Code Part 5C -

- Welder Qualification o : . S o . N R :

Material specification _ a36 Carbon Steel } . B o
Diameter & wall thickness (if pipe); otherwise joint thickness 1" with 1/4" Root Opening
Thickness range this qualifies  unlimited ' ,

FILLER METAL

Specification No. aws a.5.20 . Classification No. E71T-7 - F No. F-6
Describe filler metal (if not covered by AWS specification  N/A ' : '

Is backing strip used yes, 7" x 3" x 3/8"
Filler metal diameter and tradée name 5/64", Lincoln _ ,
Flux for submerged arc or gas for gas metal arc or Flux cored arc welding N/A.

GUIDED BEND TEST RESULTS

g TYDE RESULT ' —_TYPE —RESULT
L : . : :
‘ side ~ Passed
Side ' Passed

Test conducted by Atlantic Testing Laboratories, Ltd. Laboratory Test No. NE5051-2
Per aws Dpl1.l1 Structural Welding Code 5.27.1 and 5.28.1x ~ -

RADIOGRAPHIC TEST RESULTS

FILM FIILM
I.D. ) RESULTS REMARKS I1.D. RESULTS REMARKS
Test witnessed by ‘ Test No.

Per

We, the undersigned, certify that the statements in this record arg correct and that the welds
were prepared and tested in accordance with the requirements of:
AWS D1l.1 Part C, Section 5 of the Structural Welding Code

MANUFACTURER OR CONTRACTOR  American Steel Erectors, Inc.
AUTHORIZED BY Mr. Ray Cilley
DATE 3/23/89

ATL REPRESENTATIVE G. P. Craig




American

119 FABRICATORS & ERECTORS 182

[ STRUCTURAL STEEL FABRICATORS AND ERECTORS ]

Passed of Failed:

-I—rrspection Agency:

. WELDER/WELDING OPERATOR QUALIFICATION TEST REPORT

Fabricator: American Steel " Location: Greenfield/Milford

Name of Applicant: V\./ILLIQ M- éﬂ I6AL Test Plate No.: 43 Lo  TestDate: __“!__’_?l__s_%

Applicable Spec.: ANSUAWS DL1-94 Sec. 5 Parti___ L Figi SIS

Type of Weld: _(_i_r_o_oLt; Thickness: % 2’“ ' | Position: __ 36~ l/ ERT

Material: ASTM A36 | Yield: 36000 . Preheat 70 degrees

Process;__ S MAW | Type (Manual, Semi-Auto, Auto); ~ MANUJAL.

Current (Type & Polarity): DCRP Joint Preparation: M ‘ Backing (Y es—No)_i_Eé_‘

Electrods: AWS £ TDIS Flux or Shielding Gas: - MN.A..
AWSSpec: B 510 No. Electrodes: 1

Wire Stickout: Travel Speed: 7 IPM: Total No. Passes: I

BeadNo.: /=12 Electrode Diameter: Y& Current: 90 Voltage: 2.3

Bead No.: : Elcctrode Diameter:; Current: Voltage:

We certify that the statements in this record are correct and that the test weld was prepared and welded in

Signature of Welder

Signature of Test Supervisor

g of Testing: Bend Test - Side :
NWWITHIN ReEPTARLE LIMITS

AM. S71r. FAB.

Treatment of Weld Remf en
Defect (5): Root: NONE

Signaturc of Tester:

The above named (welder) (welding operator) (is) (is £-qualified to do welding for positions of
welding in accordance with Table 5-5 when using electrdfe classification of Paragraph 5.16 Of part C

(Paragraph 5-34 of Part D) of Section 5, ANS/AWS D1.1-94

Signature of Inspector:

Comments:




Sy

Steel

119 FABRICATORS & ERECTORS 182]

STRUCTURAL STEEL FABRICATORS AND ERECTORS ' _ ]

WELDER/WELDING OPERATOR QUALIFICATION TEST REPORT

Fabricator: American Steel Location: Greenﬁeld/Milfoyd

Name of Applicant: Wreriam 616/6 AS  Test Plate No.: 4.310 Test Date: /D ~2-95

Applicable Spec: ANSUAWS D1.1-94 Sec. 5 Part: c Fig.: 5-21

Type of Weld: G;oove Thickness: 3/2: Position: -3 Ca - ‘é’ RT.
Material: ASTM A36 ~ Yield: 36000 ' Preheat: 70 degrees

Process: FcAwW Type (Manual, Semi-Auto, Auto); Sng Fh)’?"

Current (Type & Polarity): DCRP Joint Preparation: Ql_'g_uﬁ Backing (Yes-No)__ 7E£3 /ES
Eléctrode: aws E71-T N Flux or Shielding Gas: » N.A.

AWS Spec: A570 No. Electrodes: /

Wire Stickout: 3/ 4 Travel Speed: 5 IPM: Total No. Passes: 3

BeadNo.:. [-3& Electrode Diameter.‘s/64 Current: 225 Voltage: 20
Bead No.: Electrode Diameter: Current: Voltage:

We certify that the statements in this r are-gorrect and that the test weld was prepared and welded in

accordance with the requjrements.
W S. s/o,i( 002 Co-(4 05 /

Signature of Welde

Signature of Test Supemsor X&y@%; M(

Treatment of Weld Reinforcement: Ground Method of Testing: Bend Test - Sige.-
Defect (s): Root: _NONE_VISIALE 8LE /) Face WITHIN Ac EPTRBLE LimiTE

Signature of Tester:

Passed of Failed:

(Paragraph 5-34 of Part D) of Section 5, ANSI/AWS D1.1-94

ngnature of Inspector:

Inspecuon Agency:

Comments:




119 FABRICATORS & snecm.

[ . STRUCTURAL STEEL FABRICATORS AND ERECTORS ' |

WELDER/WELDING OPERATOR QUALIFICATION TEST REPORT

Fabricator: American Steel Location: Greenfield/Milford

Name of Applicant: V\/’LU A LR16AS Test Plate No.: 4380 Test Date: / z‘b -o8

Applicable Spec.: ANSVAWS D1.1-94 Sec. 5~ Part: C Fig:___ 51D

Type of Weld: Groove Thickness: _ /IN, Position; __ 36 ~-HorR12 -‘?

Material: ASTM A36 Yield: 36000 Preheat: 70 degrees

Process: F £ AW Type (Manual, Semi-Auto, Auto);, SEMI-AUTO

Current (Type & Polarity): DCRP Joint Preparation: Ground Backing (Y es—No)_>/E3_

Electrode: AWS £ 7D T -1 2 Flux or Shielding Gas: JWANERSHIEL
LNR ZIINE)D

AWS Spec: 2 518 No. Electrodes:

Wire Stickout: /£ Travel Speed: 7 IPM: Total No. Passes: __ /£

BeadNo.: [}~ /A  Electrode Diameter:%4 Current: 200 Voliage: 2.4
Bead No.: Electrode Diameter: Current: Voltage: '

We certify that the statements in this record are correct and that the test weld was prepared and welded in

accordance with the reun .
Signature ofWeIdexA(/ /~ __S.S.No._ 002 ~ 65605/

Signature of Test Supervisor (/‘)m 7 Q&U_‘/[ (//

Treatment of Weld Reinforcement: Ground Mcthod of Testing: Bend Test - Side
Defect (s): Root: NONE ))/-g)ﬂLE Facg: A/DNL DII.SIELE

AMeican STeer Faz. .

Signature of Tester:;

Passed of Failed:
The above named (wel '
welding in accordan 1 Table 5-5 when using el
(Paragraph 5-34 of Part D) of Section 5, ANS/AWS D1.1-

¢d to do welding for positions of
fos{fication of Paragraph 5.16 Of part C

Signature of Inspector:

Inspection Agency:

Comments:




AMERICAN STEEL & PRECAST ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Bill Grigas TEST PLATE: 115 TEST DATE:3-12-05
APPLICABLE SPEC.: AWS D1.6-99, Sect. 4, Part C FIG: 4.15

WELD TYPE:_Groove THICKNESS: 3/8:”  POSITION:1G
MATERIAL: ASTM A304L YIELD: 36 ksi PREHEAT: None
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.:Ground

ELECTRODE: E308L-16 FLUX:N/A

AWS SPEC.: A5.2 # OF ELECTRODES: 5

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7 ipm # OF PASSES: 7
PASS #1-7 ELECT. DIA.: 5/32” CURRENT: 143 VOLTS: 22

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance wrt»h.q)we requirements.

Signature of Welder: M/é { ‘/\/\/7 48

Social Security Number: /22 - 5,@. 7S]

Signature of Test Supervisor: %&;Q& N (A QO&

Treatment of Weld Reinforcement: Ground
Method of Testing: Face & Root Bends
Defects: Acceptable

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.3, & 4.4 of AWS D1.6-99, Structural Welding Code —

Stamless Steel.

Signature of Tester: %&@Q (/\M M
American Steel Erectors Q(: 1
i: DAYID A. 7




SN

- AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Matthew B. Herbold TEST PLATE: 080  TEST DATE: 3-11-03
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C  FIG: 4.2]

WELD TYPE: Groove  THICKNESS: 1” POSITION: 3G
MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
PROCESS: SMAW TYPE: Manyal

CURRENT: DCEP JOINT PREP.: Ground

ELECTRODE: E7018 FLUX: N/A

AWS SPEC.: A5.1

WIRE STICKOUT: N/A TRAVEL SPEED: 3-5ipm  # OF PASSES: 19
PASS #1-19 ELECT. DIA.: 1/8” CURRENT: 121  VOLTS: 23

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: ﬂl‘ﬂd,l,j)) lw

Social Secunty Number: 363-80 9664

Signature of Test Superv:sorw L\Q/&

Treatment of Weld Reinforcement: Ground
Method of Testing: 2 side bends

Defects: Acceptable |

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in

accordance with Table 4.8, & 4.9 of AWS D1.1-02, Structural elding Code — Steel.

Signature of Tester: w (/onuﬂ

American Steel Erectors

i



AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Matthew B. Herbold TEST PLATE: 081  TEST DATE:3-11-03
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C  FIG: 4.21

WELD TYPE: Groove  THICKNESS: 1” POSITION: 4G
MATERIAL: ASTM A36 YIELD:36ksi  PREHEAT: 100 F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground

ELECTRODE: E7018  FLUX: N/A

AWS SPEC.: A5.1

WIRE STICKOUT: N/A TRAVEL SPEED: 3-5ipm  # OF PASSES: 24
PASS # 1-24 ELECT. DIA.: 1/8” CURRENT: 125  VOLITS: 23

We tertify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: 1%4//7_?) /&M—(ﬂ/

Social Securify Number: 363-80-9664

Signature of Test Supervisor: A&QQ LY, M

Treatment of Weld Reinforcement: Ground
Method of Testing: 2 side bends

Defects: A(;ceptabie

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.8, & 4.9 of AWS D1.1-02, Structiral Welding' Code — Steel.

Signature of Tester; %&Q\ N L\S‘VM)

American Steel Erectors

s.v



AMERICAN STEEL & PRECAST ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Matt Herbold ~ TEST PLATE: 112 TEST DATE:3-31-04
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C  FIG: 4.21

WELD TYPE: Groove THICKNESS: 17 POSITION: 3G

BASE METAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
BACKING MATERIAL: 3/8” ASTM A36

PROCESS: FCAW TYPE: Manual

CURRENT: DCEN JOINT PREP.:Ground

ELECTRODE: NR-211 MP FLUX: N/A

AWS SPEC.: A5.20; E71T-11 # OF ELECTRODES: N/A

WIRE STICKOUT: %” TRAVEL SPEED: 5-7 ipm # OF PASSES: 13
PASS # 1-13 ELECT. DIA.: 5/64” CURRENT: 130 VOLTS: 20.2 .

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: ‘lW'_ T D (M]

Social Security Number: 363-80-9664

Signature of Test Supewhor:w

Visual Inspection: Acceptable Treatment of Weld Reinforcement: Ground

Method of Testing: 2 Side bends Defects: None

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.9, & 4.10 of AWS D1.1-02, Structural Welding Code —

Steel.

_
Signature of Tester: N
American Steel & Prgcast Erectors

DAVID A, WEBB
96050041

AN




AMERICAN STEEL & PRECAST ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Matt Herbold ~ TEST PLATE: 114 TEST DATE:3-31-04
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C  FIG: 421

'WELD TYPE: Groove THICKNESS: 1” POSITION: 4G
BASE METAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F

BACKING MATERIAL;: 3/8” ASTM A36
PROCESS: FCAW - TYPE: Manual
CURRENT: DCEN JOINT PREP.:Ground -

ELECTRODE: NR-211 MP FLUX: N/A
AWS SPEC.: A5.20; E71T-11 # OF ELECTRODES: N/A

WIRE STICKOUT: 3%” TRAVEL SPEED: 5-7 ipm “# OF PASSES: 14
PASS # 1-14 ELECT. DIA.: 5/64” CURRENT: 130 VOLTS: 20.2-

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: _L{Mlﬂ);,«l ﬂs \Mw ;

Social Security Number: 363-80-9664

Signature of Test Supervisor: X Q .
Visual Inspection: Acceptable Treatment of Weld Reinforcement: Ground

Method of Testing: 2 Side bends Defects: Acceptable

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.9, & 4.10 of AWS D1.1-02, Structural Welding Code -

Steel.

A
AWS
QC1

X\ DAVIDA. WEBB
N 96050041

—

American Steel & Precast Erectors

Signature of Tester: m Q . ( . Q..d/(/

CWI




‘uBack:Lng 'X' o Consumable Insert |

STov e WELD QUALITY CONSULTING .
T WELDER PERFORMANCE QUALIFICATION TEST RECORD

‘Double Welded T SlnglefWéldedé;x;; . Back ‘Purging : SRRt
Current DCRP ;'A P GMAW Spray Transfer- e

ﬁTest results

"Visual test results Pass ;;X”'”“"Fail‘

N

;Process Quallfled for~*" SMAW RV
Flller metals Quallfied for" ‘F4 and 1ower -

-Bend "test results. . Pass X Fall -;wnapNAA'”

adlographlc test results Pass Fall fﬁ”fNA.('X{'d“’“h

P031tlon (s) Quallfled for

Groove':" Lo o '
Plate. 1G, 2G 3G and'4G positions up to 3/4" thlckness

’Pipe. 1G 2G 3G -andp4G'positions over 24" d1a up to 3/4" walk thlckness

‘Fillet:. o LT
Plate" 1F 2F 3F and 4F7positi0ns up to 3/4" thlckness

Pipe 1F, ZF,3F and 4F'positions.up to. 3/4" wall thlckness

i materials’ -and- flller metal. varlables of the AWS Standard for ‘welde
'certlflcatlon and .the D1.1- 96 - Structural Wéldlng Codeor’ St-- a1

The above named person is quallfled for the. weldlng process used 1n thlS '
test within the limits of ‘essential variables; shown. above, 1nclud1ng S

certlfy that I was’ not 1nvolved in the tralnlng ‘of - the aboyé
1nd1v1dual as a’ welder ‘V.-“. P T

Date Tested _8/17'/9_6 " __'Signed by %Z/é/f '%{W
83100251

‘ . : ' ES;F“TY N>u2€tzan~
(Cérp Reﬁ%esentatlve) © o (Title)




AMERICAN STEEL & PRECAST ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Steve Lawrence TEST PLATE: 146 TEST DATE: 5-25-06
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C FIG: 4.21
WELD TYPE:_Groove THICKNESS: 3/8” POSITION: 4G

MATERIAL: ASTM A36  YIELD: 36 ksi PREHEAT: None
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.:Ground
ELECTRODE: E7018 FLUX: N/A
AWS SPEC.: AS5.1 # OF ELECTRODES: N/A

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 10
PASS #1-10 ELECT. DIA.: 1/8” CURRENT: 125 VOLTS: 23

We certify that the statements in this rec(;i'd are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder: M V(CLM!M

Social Security Number: 0% =~ 79~ { (/ 1/7

Signature of Test Supervisor: Q‘

- Treatment o_f Weld Reinforcement: Ground

Method of Testing: Face & Root Bend
Defects: Acceptable ’
Pass / Fail: Pass

'The above named welder is qualified to do welding for positions of welding in

g Code — Steel.

AWS
Qc1

DAVID A. WEBB
95050041

Noewi

accordance with Table 4.8, & 4.9 of AWS D1.1- (\)@buctunﬂ W

Signature of Tester: %‘\%\ @» (

American Steel & Precast Erectors K




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Scott Leavitt ~ TEST PLATE: 122 TEST DATE: 12-03-05
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C  FIG: 4.21
WELD TYPE: Groove ~ THICKNESS: 1” " POSITION:1G

MATERIAL: ASTM A36  YIELD: 36 ksi PREHEAT: 100 F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018 FLUX: N/A
AWSSPEC.: A5.1 # OF ELECTRODES: 45

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 28
PASS# 128 ELECT. DIA.: 1/8” CURRENT: 135  VOLTS: 23.7

We certify that the statements in this record are correct and that the test weld was -
prepared and welded in accordance h the requxrements

Signature of Test Superv;sor. % Q. LQ,@

Treatment of Weld Reinfor¢ement: Ground
Method of Testing: 2 side bends

Defects: Acceptable

‘Pass / Fail: Pass

The: above named welder is qualified to do welding for posmons of weldmg in-
accordance with Table 4.9 of AWS D1.1-02, St&uctural Weldmg Code ~ Steel.

Signature of Tester:. %@ Qm

fz‘
f/f& iﬁ?r
American Steel Erectors '
ars A. wﬁss

\ 95350041

e




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Scott Leavitt TEST PLATE: 126 TEST DATE: 1-14-06
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C FiIG: 421
WELD TYPE: Groove THICKNESS: 17 POSITION: 3G

MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018 FLUX: N/A
AWS SPEC,: A5.1 # OF ELECTRODES: 45

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 22
PASS # 1-22 ELECT. DIA.: 1/8” CURRENT: 125 VOLTS:23.7

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with th % u‘gréme‘nts.

Signature of Welder: /J

Social Security Number: 002-76-4¢23

§ s
Signature of Test Supewisor:w_

Treatment of Weld Reinforcement: Ground
Method of Testing: 2 side bends

Defects: Acceptable

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.9 of AWS D1.1-02, Structural Welding Code — Steel.

Signature of Tester:
American Steel Erectors

DAVID A. WEBB
95050041




AMERICAN STEEL & PRECAST ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Scott Leavitt ~ TEST PLATE: 130 TEST DATE:2-11-06

APPLICABLE SPEC.: AWS D1.6-99, Sect. 4, PartC ~ FIG: 4.15
- WELD TYPE: Groove  THICKNESS: 3/8:” POSITION:1G
MATERIAL: ASTM A304L YIELD: 36 ksj PREHEAT: None
PROCESS: SMAW  TYPE: Manual

CURRENT: DCEP JOINT PREP.:Ground
ELECTRODE: E308L-16° FLUX: N/A
AWS SPEC.: A5.2 . # OF ELECTRODES: 5

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 8

PASS# 1-8 ELECT.DIA.: 1/8° CURRENT: 90 VOLTS: 22

- We certify that the statements in this record are cjbxjrec_t and that the test weld was
prepared and welded in accordance with the . uirements.

| Sighé{tl‘lre of ’I_‘éys{éﬁpervisor: i:-sg M | . “

Treatment of Weld Reinforcement: Ground
Methed of Testing: Face & Root Bends
Defects: Acceptable

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of Welding'in-
accordance with Table 4.3, & 4.4 of AWS D1.6-99, Structural Welding Code —

Stainless Steel. :

PR
H S sy Ko
& BWS
Signature of Tester: %Rg) QQJJ/ ,«" Qc

A

American Steel Erectors ' 7 bavipa wess

. 85050041 ’
o

N

N

.
s




AMERICAN STEEL & PRECAST ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Phil Lombardo TEST PLATE: 142 TEST DATE:5-13-06
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C ~ FIG: 4.30
WELD TYPE: Groove THICKNESS: 3/8” POSITION:1G

MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018 FLUX: N/A
AWS SPEC.: AS5.1 # OF ELECTRODES: 12

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 8
PASS #1-8 ELECT. DIA.: 1/82 CURRENT: 125 - VOLTS: 23

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder:@zag.:\()) &Qém r%

Employee ID Number:
Signature of Test Supervisor: %& O—Q‘M

Treatment of Weld Reinforcement: Ground
Mefhod of Testing: Face & Root Bends
Defects: Acceptable :

Pass / Fail: Pass

The above named welder is qualified to do welding for positipns of welding in

accordance with Table 4.8, & 4.9 of AWS DLI;&:QOZ Struc A?V S elding Code — Steel.

Signature of Tester: %@ / act

American Steel & Precast Erectors DA\QL% sAdOVX;EBB
0




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Denis M. Martin TEST PLATE: 015  TEST DATE: 5-19-01
APPLICABLE SPEC.: AWS D1.1-96, Sect. 4, Part C  FIG: 4.30
WELD TYPE: Groove THICKNESS: 3/8> - POSITION:1G
MATERIAL: ASTM A36  YIELD: 36 ksi PREHEAT: None
'PROCESS: SMAW TYPE: Manual
CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018  FLUX: N/A
AWS SPEC.: A5.1 ' # OF ELECTRODES: 13

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7 ipm # OF PASSES: 7
PASS #1-7 ELECT.DIA.: 1/8” CURRENT: 135 VOLTS: 23.7

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welde ( >n Q2

84
—

Social Security Number: 002-52-9963

Signature of Test Supervisor: §Q‘h“ &Q . CVM

Treatment of Weld Reinforcement: Grouhd

Method of Testing: Face & Root Bends

Defects: Acceptable

Pass / Fail: Pass
Y

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.8, & 4.9 of AWS D1.1-96, Structural Welding Code — Steel.

Signature of Tester: &QQ& N C\_,Oﬂ/

American Steel Erectors




The Commonwealth of Massachuserts

Massachuserts Highway Department

WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME Alex P. Masloski

Cit, 7Y ‘A
SIGNATURE _./(._z»e/ - I teo S

34 / 6222 DATE

. OF 5.20-92
PROCESS : Shielded Metal Arc TEST 5 /5 ;7 92

soc. sec. & 010,

MANUAL_ x ; SEMI-AUTO. ; AUTO.

TEST POSITION(S) 3G. 4G __ POSITION(S) QUALIFIED all

2,,

ASTM
MATERTIAL SPECIFICATION 709 GR 36’1'1 {ICKNESS RANGE QUALIFIED unlimit

WALL THICKNESS & DIAMETER JOINT THICKNESS 1+
FILLER METAL: SPECIFICATION NO. 25.1 : GROUP NO. _F4
CLASSIFICATION NO. E7018 3 DIAMETER____S/-‘Z

SHIELDING: FLUX | . : aas

VISUAL INSPECTION (AASHTO/AWS)  cirisfactory -

FILLET TEST:FILLET SIZE ; APPEARANCE : MACROETCH
FRACTURE TEST ROOT PENETRATION
DESCRIPTION OF LOCATION & SIZE OF ANY CRACKS OR TEARS

GUIDED BEND TEST: PLATE A, POSITION 3G BEND 1__ ok - BEND -2 ©k
PLATE B, POSITION_ 4G BEND 1_+ ok BEND 2_OK

RADIOGRAPHIC TEST: FILM I.D. 3 RESULTS REMARKS

TESTS NO. 4-g CONDUCTED BY: John Skrabely

All welds prepared, tested, and ‘nspected in accordance with the
requirements of the Bridge Welding Code (ANSI/AASPTO/%&: DI:E).

.,’)"/K \)’ - B ‘:C*

WITNESSED BY .7 ¢,/ //7/ A e CWI NO. CaantaD

! o — :
APPROVED BY LN T } Ve e T
Metals Control Engineer _

e Y€l It
CERTIFICATION NO. URE77




GREEN & WHITE MOUNTAINS SECTION

AMERICAN WELDING SOCIETY

WELD QUALIFICATION TEST REPORT

Welder Name Alex Masloski - : ‘ Company Name American Steel Erector
& Addrgss & Address
Zip . . Zip

Home Phone : | 4 Work Phone

IDENTIFICATION NO: 83128 ' CODE NO: AWS D1.1 TEST NOi AWS 5.18A
Process: SMAW Power Source: Hobart 200 MG
Nature of Current: DC Speed of Travel: 6 I.P.M,
Polarity: : Reverse Position: 3G yeerrcald
Type of Test: AWS 5.18A Plate Thickness: "

Base Material: A.36 Cleaning: ~ Slaghammer & Brush

Edge Preparation: Sc;i-wed

Ambient Temperature: 68 Preheat: none

Amps: 120 : Volts: 21

Electrode: Airco E-7018 ‘MR Diameter: 1/8".

Flux: v Layers Required: - 19
.Type of Specimen: AWS 5.10.1.3H Interpass Temperature:

Date Welded: 10/29/83 Date Te‘sted-: //é?ffj'*"/ﬂ de
Witnessed By: L. Perry 4

Results: ﬁW

bert E. Jam@s, CWL #77111071
Final Inspggfgil
" DEC~5 1983



119 FABRicATORS & ERECTORS 82

[ STRUCTURAL STEEL FABRICATORS AND ERECTORS ]

. WELDER/WELDING OPERATOR OUALiFICATION TEST REPORT

Fabricator: American Steel Location: Greenfield/Milford

Name oprpIicant: ALM- MA SLOSK | Test Plate No.: -32- Test Da[e;__l_l.:_@_‘:?_@

Applicable Spec.: ANSUAWS DL1-94 Sec, s Part,____& Fig:___&-21

Type of Weld: Groove Thickness: e ) Position: 46 - OH.
Material: ASTM A36 Yield: 36000 Preheat: 70 degrees

Process: FCAwW Type (Manual, Semi-Auto, Auto); SEMI~-RUVTD

Current (Type & Polarity): DCRP Joint Preparation: Ground Backing (Y es-No)‘h
Electrode: AWS £ 71T 1 =11 Flux or Shielding Gas: JNAMER SHIETDS
AWS Spéc: A5 20 No. Electrodes:  /

Wire Stickout: / ‘ot Travel Speed: & IPM: Total No. Passes: ___ =%

5
Bead No.: -2 Electrode Diameter: /6 4 Current: 175 Voltage: /1.9
Bead No.: Electrode Diameter: Current: Voltage:

We certify that the statements in this record are correct and that thg test weld was prepared and welded in
accordance with the requirements.

Signature of Welder_ /e > /7’7%/,..«5‘5 No.  @/o- 3y-daza

7 iy e _
- Signature of Test Supervisor WJ \'L@Eb 7 Q-‘J/'\ Uy~

Treatment of Weld Reinforcement: Ground Methgd of Testing: Bend Test - Side

Defect (s): Root: _ NONEYISIBLE ggr;i%:ﬁé\(gﬂg 5/.5 1BLE
7 ob ey _

Signature of Tester: ‘;{ﬁg N . IQME@ CRAN STEEL FAA .
h‘ﬂ Q‘d\ﬁ'

Passed of Failed:; b
The above named (welder) (welding operator) (is) (is rotdqualified to do welding for positions of
welding in accordance with Table 5-5 when using electrode tfassification of Paragraph 5,16 Of part C

(Paragraph 5-34 of Part D) of Section 5, ANS/AWS D1.1-94

Signature of Inspector:

Inspection Agency:

Comments:




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Erik Nattila  TEST PLATE: 122 TEST DATE: 12-17-05
APPLICABLE SPEC.: AWS D1.6-99, Sect. 4, Part B FIG: 4.15 |
WELD TYPE: Groove  THICKNESS: 3/8” POSITION: 1G
MATERIAL: A304L YIELD: 36ksi ~ PREHEAT: None

PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.:Ground
ELECTRODE:E308L-16 SHIELDING GAS: None

AWS SPEC.: A5.4; # OF ELECTRODES: 10

WIRE STICKOUT: N/A TRAVEL SPEED: 3-5 ipm  # OF PASSES: 8
PASS #1-8 ELECT.DIA.: 1/8” CURRENT: 105  VOLTS: 23

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with tiie requirements.

Slgnature of Welderr -
Social Securlty Number: 001-76-0560

Signature of Test Supervisor: %.5 g G QQQ

Treatment of Weld Reinforcement: Ground
Method of Testing: Face & Root bends
Defects: Acceptable

Pass / Fail: Pass

The above named welder is quallﬁed todo weldmg for posltmns of weldingin
accordance with Table 4.3, & 4.4 of AWS D1 6-99, Sgructural Welding Code -

Stamlms Steel.

ngnature of Tester: &@ Q. . C,Q(D

American Steel Erectors




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

i . ’ . ‘ Ve
WELDER: FErik Nattila TEST PLATE: 119 TEST DATE: 11-17-85 //~/7- >

APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, PartC ~ FIG: 4.21
WELD TYPE: Groove THICKNESS: 17 POSITION:1G
MATERIAL: ASTM A36 YIELD: 36 ksi - PREHEAT: 100 F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE:E7018  FLUX:N/A
AWS SPEC.: A5.1 # OF ELECTRODES: 45
' WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 40
VOLTS: 23.7

PASS # 1-40 ELECT. DIA.: 1/8” CURRENT: 135

‘'We ¢ertify that the stateéments in this record are correct and that the test weld was
preparéd and welded in accordance with the req ‘

Signature of Welder.
Social Security Number: 001 76-0560

Signature of Test Snpervisor:
Treatment of Weld Reinforcement: Ground
Method: of Testing: 2 side bends

Defects: Acceptable within code

Pass / Fail: Pass

The above named Welder is qualified to do welding for pesitions of weldmg n
accordance with Table 4.9 of AWS D1.1-02, Structural Weld ‘ng Code — Steel.

Signature of Tester: %@ G} LS)/QQ

American Steel Erectors




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Erik Nattila ~ TEST PLATE: 123 - TEST DATE:12-03-05
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, PartC ~ FIG: 421
WELD TYPE: Groove THICKNESS: 1~ POSITION: 3G

MATERIAL: ASTMA36 YIELD:36ksic  PREHEAT: 100 F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEpP JOINT PREP.: Ground
ELECTRODE: E7018 FLUX: N/A
AWS SPEC.: A5.1 # OF ELECTRODES: 27

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 19
PASS #1-19 ELECT. DIA.: 1/8” CURRENT: 130  VOLTS: 22

is record are correct and that the test weld was

We cemfy that the statements in
requirements.

prepared and welded-in accordance Wlt e

Signature of Welder: :
Social Security Number: 001-’76-0560

Signature of Test SupeWiSDr:_&% . LMQ

Treatment of Weld Reinforcement: Ground
Method of Testing: 2 side bends
Defects: No apparent defects

Pass / Fail: Pass

The above named welder is qualified to do. welding for positions of welding in
accordance with Table 4.9 of AWS D1.1-02, StructuralWelding Code — Steel.

Signature of Tester: 7 e @a (J
Américan Stee} Erectors

DAVED A WEBB
94950041

cH




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Erik Nattila TEST PLATE: 125 TEST DATE: 1-14-06
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C FIG: 421
WELD TYPE: Groove THICKNESS: 17 POSITION: 4G

MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018 FLUX: N/A
AWS SPEC.: A5.1 # OF ELECTRODES: 27

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 18
PASS # 1-18 ELECT. DIA.: 1/8” CURRENT: 130 VOLTS: 22

We certify that the statements in this-cecord are correct and that the test weld was
prepared and welded in acc ith the requirements.

Signature of Welder:
Social Security Number: 001-76-0560

Signature of Test Supervisor: Sén_g_ ) ,[5 Q Qé

Treatment of Weld Reinforcement: Ground
Method of Testing: 2 side bends

Defects: Acceptable within Code

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.9 of AWS D1.1-02, Structural We Code — Steel,

Slgnature of Tester: M L Q ,O,Q

American Steel Erectors

AWS
eC1

£ DAVID A WEBB
™. 96050041

R \ - C‘l'iv l



AMERICAN STEEL ERECTORS
'WELDER QUALIFICATION RECORD

WELDER: Eri§ Nattila ~ TEST PLATE:131 TEST DATE:2-11-06
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C  FIG: 4.21

WELD TYPE: Groove THICKNESS: 1”7 POSITION: 1G
MATERJIAL: ASTM A36  YIELD: 36 ksi PREHEAT: 100 F
PROCESS: FCAW TYPE: Semi - Auto

CURRENT: DCEN JOINT PREP.: Ground

ELECTRODE: NR-311  FLUX: N/A

AWS SPEC.: A5.20;E70T-7 # OF ELECTRODES: N/A

WIRE STICKOUT: %” TRAVEL SPEED: 5-7 ipm # OF PASSES: 15
PASS # 1-15 ELECT. DIA.; 5/64” CURRENT: 155 VOLTS: 21.5

We certify that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

Signature of Welder%\
, —

Social Security Number: 001-76-0560

Signature of Test Supervisor:_ %&L Lxm

Treatment of Weld Reinforcement: Ground

Method of Testing: 2 Side bends

Defects: Acceptable within code
Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.8, & 4.9 of AWS D1.1-02, Structu elding Code — Steel.

s LU
Signature of Tester ‘ \ Qc1t
American Steel Erectors /( DAVID A. WESD
. 95050041
\ 377

4



AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

VV'EL]_)ER:' Eric Nattila TEST PLATE:136 TEST DATE:3-18-06
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C FIG: 4.21

WELD TYPE: Groove THICKNESS: 17 POSITION: 3G
MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
PROCESS: FCAW TYPE: Semi - Auto ’
CURRENT: DCEN JOINT PREP.: Ground

ELECTRODE: NR-212 FLUX: N/A

AWS SPEC.: A529 # OF ELECTRODES: N/A

WIRE STICKOUT: %” TRAVEL SPEED: 5-7 ipm # OF PASSES: 17
PASS # 1-17 ELECT, DIA.: .068” CURRENT: 127 VOLTS: 21.5

We certify that the statements in this record are correct and that the test weld was

prepared and welded in accordance with the irements.
‘Signature of Welder: ﬁ%@
Social Security Number: 001-76-0560 kMD

~ Signature of Test Supervisor:

Treatment of Weld Reinforcement: Ground

Method of Testing: 2 Side bends
Defects: Acceptable within code
Pass / Fail: Pass '

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.8, & 4.9 of AWS D1.1-02, Structural Weldmg Code — Steel.

Signature of Tester:
American Steel Erectors




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Doug Snowden TEST PLATE: 029 TEST DATE:8-11-01
APPLICABLE SPEC.: AWS D1.1-00, Sect. 4, Part C ~ FIG: 4.21
WELD TYPE: Groove ~ THICKNESS: 3/8” POSITION: 1G

| MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: None
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018 FLUX: N/A
AWS SPEC.: AS.1 . # OF ELECTRODES: 16

WIRE STTCKOUT:‘ N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 7
PASS #1-7 ELECT. DIA.: 1/8” CURRENT: 130 VOLTS: 23

rd are correct and that the test weld was
Krequirements.

We certify that the statements in this
prepared and welded in accordance wjth/'th

Signature of Welder: _(v —Jc
Social Security Number: 317-82-4505

Signature of Test Supervisor: %Q G \.'&./QQ

Treatment of Weld Reinforcement: Ground
Method of Testing: Face & Root Bends
'Defects: Acceptable

Pass / Fail: Pass

The above named welder is qualified to do welding for p't.fgons of welding in
accordance with Table 4.8, & 4,9 of AWS D1.1-00, Stryefural Welding Code — Steel.

Signature of Tester: ‘ ,
American Steel Erectors N
\
N\ Wi

N\
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[ _STRUCTURAL STEEL FABRICATORS AND ERECTORS |
Fabﬁcator: American Steel Location: Greenfield/Milford

Name of Applicant: DVGLAS SNOWDEN Test Plate No.: 471 TestDate: D15 OO
Applicable Spec.: ANSUAWS D1i-04 Sec. 5 Pari: - rig. 521
Typeof We;lci: Groove | Thickness: 3/5 w Position: 36

Material: ASTM A36 Yield: 36000 Preheat: 70 degrees

Process.__ SM AW/ Type (Manual, Semi-Auto, Auto); ManNUvAL.

Current (Type & Polarity): DCRP Joint Preparation: Ground Backing (Yes-No)__ Y £3 VES
Electrode: AWS £ 7D15 Flux or Shielding Gas: N / A

AWS speéz aSs-1D No. Electrodes: /)

Wire Stickout: - Travel Speed: IPM:  Total No. Passes: Lo

BeadNo.: /-~ /o Electrode Diameter: /& Current: //.5  Voltage: 73

Bead No.: Electrode Diamet Current: Voltage:

We certify that the statements in this recofd are correct and that the test weld was prepared and welded in
accordance with the requirements. :

- N\,
Signature of Welder L)

Signature of Test Supervisor

SS.No /7~ 82 - H505
AurT PENDEAU

Method of Testing: Test - Si
. Nowe ANV
» ygen RrMeeican S7zzr FAR .

TR
Passed of Failed: < iR ‘)@Q\
The above named (welder) (welding opem?&)-(;s) (1snot
welding in accordance with Table 5-5 when usf
(Paragraph 5-34 of Part D) of Section 5, ANSI/AW

Treatment of Weld Reinforcement: Ground
Defect (s): Root: B ££.£;

Signature of Tester:

e-qualified to do welding for positions of
classification of Paragraph 5.16 Of part C
.1-94 .

Signature of Inspector:

Inspection Agency:
Comments: LQUALIFIER (APDOVE £ FIt LET IN 7275 IfT_Av’ Moerzon7Ac

Aad \/Efa'ﬁan_vL/P 1705:770/\/, Ve 70 3/4° vaz .




AMERICAN STEEL ERECTORS
- WELDER QUALIFICATION RECORD

WELDER: Doug Snowden TEST PLATE: 31 TEST DATE:9-01-01
APPLICABLE SPEC.: AWS Di. 1-00, Sect. 4, Part C FIG: 421
WELD TYPE: Groove THICKNESS: 17 POSITION: 4G

MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018 FLUX: N/A .
AWS SPEC.: A5.1 # OF ELECTRODES: 47

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7 ipm  # OF PASSES: 22
PASS #1-22 ELECT. DIA.: 1/8” CURRENT: 130 VOLTS: 23

We certify that the statements in this yetord are correct and that the test weld was
prepared and welded in accordance with the requirements.

- Signature of Welder: @O 4
e
Social Security Number: 317-82-4505

Signature of Test Supervisor: &Q\Q . (A&M

' Treatment of Weld Reinforcement: Ground

Method of Testing: Two side bends

Defects: Acceptable
Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in

accordance with Table 4.8, & 4.9 of AWS D1.1-00, Structural \ing Code - S_teel.
- S AWS :
QC1

Signature of Tester: &g O L\B\.QQ)

American Steel Erectors

w

DAVID A, wgg
98050041

NG




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Doug Snowden TEST PLATE:100 TEST DATE: 6-28-03
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C  FIG: 4.21 ‘

WELD TYPE: Groove THICKNESS: 1” POSITION: 1G
MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: 100 F
PROCESS: FCAW TYPE: Semi - Auto '

CURRENT: DCEN JOINT PREP.: Ground

ELECTRODE: NR-211-MPFLUX: N/A

AWS SPEC.: A520;E71T-11 , # OF ELECTRODES: N/A

WIRE STICKOUT: %” TRAVEL SPEED: 5-7 ipm # OF PASSES: 13
PASS #1-13 ELECT. DIA.: 5/64” CURRENT: 155  VOLTS: 21.5

We certify that the statements in this r- gecord are correct and that the test weld was
with the requirements.

prepared and welded in accordand

Signature of Welder: DJ) e a
Social Security Number: 317-82-4505

Signature of Test Supervisor: ///_;1’,/ / i
Treatment of Weld Reinforcement: Ground

Method of Testing: 2 Side bends

Defects: Acceptable within code

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in
accordance with Table 4.8, & 4.9 of AWS 1.1-02, Structural Welding Code — Steel.

Signature of Tester: ' 748 [ N—

American Steel Erecto




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Doug Snowden TEST PLATE: 058 TEST DATE: 8-17-02

APPLICABLE SPEC.: AWS D1.6-99, Sect. 4, Part B FIG: 4.15
WELD TYPE: Groove  THICKNESS: 3/8” POSITION:1G
MATERIAL: ASM4LYIELD: 36ksi  PREHEAT: None
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.:Ground
ELECTRODE:E308L~16 SHIELDING GAS: None

AWS SPEC.: A5 4; # OF ELECTRODES: 10

WIRE STICKOVUT: N/A TRAVEL SPEED: 3-5 ipm  # OF PASSES: 7
PASS #1-7 ELECT. DIA.: 5/32” ¢4 RRENT: 120 - VOLTS: 23

; record are correct and that the test weld was
¢ with the requirements.

Signature of Weldér: ‘
Secial Security Number: 3] 7-82-4505

Signature of Test Supervisor: E&Q . (J ,O//ﬁ

Treatment of Weld Reinforcement: Ground
Method of Testing: Face & Root bends
Defects: Acceptable

Pass / Fail: Pass

The above named welder is qualified to do welding for positions of wélding in
accordance with Table 4.3, & 4.4 of AWS D1.6-99, Struct Velding Code —
Stainless Steel.

Signature of Tester-: &4\5 ) Q -

American Steel Erectors
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Process: S.M.AW. " Laboratory No.: © . 8396 ‘
Power Souroe: HObart M300 Spéed of Travel: 5 I.P.M, _
' Nature of Cu.rnnt.: ne Pol@rit&; | , .Revers”e. L _
Type of Test: 'AWL%.JBA Posi-ti-on: Vertical 3G -
Base Material: A 36 Plata Thiclmeaa. l" .
Edge Preparation: Sawed Cleaning: - Grinder & Brush _
Anbient Temperature: -72 | —
Ampa: » 115 Preheat: none _
Electrode: Airco E-7018 MR Volts: 20 .
© + Flux: . Diameter: 1/8" —
%T?pe of Specimen:  Aws 5.10.1.3H . Layeré Required: 25
Iﬁterpaas Temperature:
Velded: 5/7/83 Tested: 6/11/83 —
Vitneased By: L. Perry
T Results: Accepted

Amerlcan Weldlng Socnefy

WELD QUALTFICATION TEST REPORT

__ ... --REPORT OF WELDER QUALIFICATION -

oy -

CODE NO&-AWS Bl:}- - -

“TEST NO: -AWS 5:18A-— - -

Operator: .Michael Sparling

- S asm caep e e

Identification No.: 8396

Robaert E. .lum'us »

> [ 78 7 -
Final Inspector y

Imin o1 1002

<

o
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_ MILLER ENGINEERING & TESTING, INC.,

100 sheffield Road - P.O. Box 4776 -'Mancbéste.r,‘ New Hampshire 03108 - Tel. (603) 668-6016

CIIENT: American Steel Erectors, Inc.

WELDER CERTIFICATE #_ 00G-9012

CODE # MET 90-021

DATE: T 12/24/90° "

' PROJECT: ‘_vAmerican"Ste'e'l Erectors Welder Qualification .
SUBJECT:. |
. TYPE OF TEST:__ - Groove Weld Limited Thickness
WEIDER'S NAME: _ Michael Sparling .
PROCESS: - SMAW |
POSITION: Verticle
ELECTRODE: 7018
WIRE: ’ ——
SIZE: 1/8
AMPS: 130 .
VOLTS: D.C. Reverse Polarity
MACHINE : _Miller 200LE
NUMBER OF PASSES: = ,
MATERTAL: 1/2-inch A36 Plate
PLATE #: M.S.
TYPE ‘OF TEST: ROOT FACE _ SIDE " RESULTS
GUIDED BEND | ' ,
‘TEST X Acceptable

| RADIOGRAPHIC INTERPRETATION:

Base on "the above test, this welder is/is not qualified to weld in the process and position

noted. Qualification test

D1.1-83.

performed according to A.W.S. Code for Welding Bridges & Buildings,

AMERICAN STEEL ERECTORS, INC.

) E@@ u V E @'] Respectfully Submitted,
il MIILER INEERING & TESTING, INC.
JAN 3 1! L 2

Geotechnical/Concrete/Steel/Roofing/Asphalt Inspection



~ AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Kelly Tellier ~ TEST PLATE: 121 ‘TEST DATE:12-03-05
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C  FIG: 4.21
WELD TYPE: Groove ~ THICKNESS: 17 POSITION: 3G

MATERIAL: ASTM A36  YIELD: 36 ksi PREHEAT: None
PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP:: Ground
ELECTRODE:E7018  FLUX: N/A .
AWS SPEC.: A5.1 # OF ELECTRODES: 27

" WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 23
PASS # 123 ELECT. DIA.: 1/8” CURRENT: 130  VOLTS: 22

We certify that the statements in this record are correct and that the test weld was
prepared and welded’in--ac;;ordan e with the requirements.

e

Signature of Welder:_X/ //
Social Security Number: 034-68-0379

Signature of Test Supervisor:

Treatment of Weld Reinforcement: Ground
Method of Testing: 2 side bends

Defects: No defects

Pass / Fail: Pass

The above named welder is qualified to do weldmg for positions of welding in
' accordance with Table 4.9 of AWS D1.1-02, Structural | Welding Code - Steel.

Signature of Tester: }ag @\ LM

American Steel Erectors




AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

WELDER: Kelly Tellier =~ TEST PLATE: 133 TEST DATE:2-11-06
APPLICABLE SPEC.: AWS D1.1-02, Sect. 4, Part C FIG: 4.21
WELD TYPE: Groove THICKNESS: 1”7 POSITION: 4G

MATERIAL: ASTM A36 YIELD: 36 ksi PREHEAT: None
| PROCESS: SMAW TYPE: Manual

CURRENT: DCEP JOINT PREP.: Ground
ELECTRODE: E7018  FLUX: N/A
AWS SPEC.: A5.1 - # OF ELECTRODES: 27

WIRE STICKOUT: N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 18
PASS # 1-18 ELECT. DIA.: 1/8” CURRENT: 130 VOLTS: 22

We certify that the statements in this record are correct and that the test weld was.
prepared and welded in accordance with the requirements.

Signature of Welder: %/ﬂ—?‘%

Social Security Number: 034-68-0379

Signature of Test Supeivisor:' %& (&.&&

Treatment of Weld Reinforcement: Ground
Method of Testing: 2 side bends

Defects: Acceptable
Pass / Fail: Pass

The above named welder is qualified to do welding for positions of welding in

accordance with Table 4.9 of AWS D1.1-02, Structural Weldig Code — Steel.
. AWS
Signature of Tester:___ (&&/C ocHt N
American Steel Erectors 2 owpavEss
"\\\ 85056041 y _/I

RN oy A
™ O
r.‘/'
\‘_ﬂ . ;.}
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Rt 24, P.OC"Box E, Greentleld, NH 03047 -One Wallace Ave,, So. l"’ortland-,"ME 04106

. 603547-3316 Fax 6035472230 East Coast Steel 207-773-1885 Fax 207-773-1968

. ' STRUCTURAL STEEL FABRICATORS AND ERECTORS BRIDGES
| _ WELDER/WELDING OPERATOR QUAL;FICATION TEST REPORT &::f7'
fabricator East Coast Steel Location Greenfiel&, N. H.
Name of Applicant David A. Webb - Test Plét;e No.. 25-V Test Date 5/;7/90
Applicable Spec.: AIIISI/AASHTO/AWS'DI.I—BS Sec. 5 Part __ C . Fig. - 5.18%
Tfpe of Weld Groove - Thickness '_ 1" Position 3GU-Vertical-up
Material ASTM 36 Yielé 36,000 Preheat___ 70°F
?rocess SZM-A.W-- Type (Manual, Segi—Auto; Auto) . Manual
current (Type & Pdlarity DCRP Joint Preparation __Burn & Ground
Electrode E7018 - Flux or Shielding Gas o —
AWS Spec AS5.1-81, As.s-él No. Electrodes 1 i
Wire Stickout — Travel Speed —— Total No. Passes 13
Bead No. _1TOl13 _ Electrode Dia. 1/8— Current 125 Voltage 27
kﬁ/aa No. Eiectrode Di;. . Current Voltage _ y .y

prepared and welded in accordance with the requirements.

Signature of Welder 2 §9:i;;;}£§ !4 g$ll Signature of Test Supervisorj

S.S. No. 329-60-4458 —

The above named Test Supervisor, Paul E. Goodale , personally appeared before me
and made oath that the statements given above his sigqature-afe true to the best of his

knowledge and belief. ) o -

-

. i S '* e, 1637
pate; _ 5/14/90 Notary Public W.C- ”,4ég@w'/l(?ué%p;/ State
. —
Treatment of Weld Reinf. Ground Method of Testing Bend Test

Defect (s) Two sidebend — no discontinuities
AT 5

Signature of Tester: 7/ n . o “resting Agency East Coast Steel-Bridge Div.
7 : - '

Passed or Failed Passed

-

The above named (welder) (welding operator) (is) (is hot) pre-qualified to do welding
positions of welding in accordance with Table 5-23when using electrode classification
& 'Paragraph- 5-16 of Part C- (Paragraph 5-33 of Part D) of Sect. 5, ANSI/AASHTO/AWS D1.] -88

Signature of Inspector: .Inspection Agencf!"=“h'ﬁﬁmb IR
' fir, el T ek e

L

Comments: . . . C
- | ~ T T 1199

IR
i

p—
S P
AT Lt




APPROVED BY

THE COMMONWEALTH OF MASSACHUSETTS
Highway Department

WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME DAVID WEBB

/0

SIGNATURE W\K, AV GRS

S50C. SEC. # _329/ 60 /4458 DATE
OF
PROCESS:__ SMAW TEST 01/07/93

MANUAL__ X ; SEMI-AUTO ; AUTO,

TEST POSITION(S) 4G

MATERIAL SPECIFICATION A36 POSITION(S)QUALIFIED 1F,2F,4F,1G, 4G

THICKNESS RANGE QUALIFIED 1/8'" UNLIMITED

- WALL THIUKNESS & DIAMETEK NA - JUINT THICRNESS it
FILLER METAL: SPECIFICATION NO. AS5.1 ; GROUP NO.__F4
CLASSIFICATION NO. E7018 ; DIAMETER i/8"

SHIELDING: FLUX N/A ; GAS N/A

VISUAL INSPECTION (AASHTO/AWS) SATISFACTORY

FILLET TEST:FILLET SIZE N/a ; APPEARANCE_ N/a ; MACROETCH_ _ N/A

DESCRIPTION OF LOCATION & SIZE OF ANY CRACKS OR TEARS

GUIDED BEND TEST: PLATE A, POSITION BEND 1 BEND 2
PLATE B, POSITION BEND 1 BEND 2

RADIOGRAPHIC TEST: FILM I.D. 35-0OH RESULTS_ SATIS. REMARKS

TESTS NO. 35 CONDUCTED BY: _LARRY HARGADON/CARROLL ENGINEERS

All welds prepared, tested and inspected 3in,2¢garA2078wE b5

— oy~ o m a a

oTTT ara er2n80314

WITNESSED BY _ANTHONY J. CONTORIO CWi NC. 920807214

Metals'Cohtrol Zngineer
cerTIFICcAaTION No. (03034
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THE COMMONWEALT H OF MASSACHUSETTS
Hignway Deparimierdi

WELDER AND WELDER OPERATOR QUALIFICATION TEST RECORD

NAME bAVID WEBB _
stevaTure /- Q*\“ Ta (A1
SOC. SEC. # 329/60/4458 DATE
. OF 1-18-94
'PROCESS: FCAW TEST 12/21/93
MANUAL ; SEMI-AUTO X ; AUTO.
TEST POSITION(S)3G,4G
MATERIAL SPECIFICATION _A36 POSITION(S)QUALIFIED ALL
THICKNESSbRANGE QUALIFIED __ 1/8'"~ UNLIMITED
WALL THICKNESS & DIAMETER NA ‘"JOINT THICKNESS 1''  PLATE
FILLER METAL: SPECIFICATION NO. A5.20 ; GROUP NO. F6
CLASSIFICATION NO. E71T-11 ; DIAMETER _.068
SHIELDING: FLUX M/A . : Gas NA .

VISUAL INSPECTION(AASHTO/AWS) SATISFACTORY PER 9.25.1

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

GUIDED BEND TEST: PLATE A, POSITION BEND I BEND 2
PLATE A, POSITION BEND 1 BEND 2

RADIOGRAPHIC TEST: FILM I. D._ 2V+0H RESULTS ACCEPT REMARKS

TESETZ NO. 2 _ CONDUCTED BY:LARRY HARGADON/CARROLIL ENGINEERS

All welds prepared, tested and inspected in accordance with the
requirements of the Bridge Welding Code (ANSI/AASHTO/AWS D1.5).

WITNESSED BY  ANTHONY J. CONTRINI  CWI NO. 22089311

APPROVED BY R ST R
Metals Control Engineer

cERTIFICATION No. 03342

.
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rngmeers

200 Andover Street ¢ ' Box 4295 e Ballardvale Sta.

WELDER, WELDING OPERATO

David Webb

ncorporated

GOHSULTING e TESIING e DESIGH

Tel. (508) 475-7652
Fax. (508) 475.7659

® Andover, Mass. 01810
t
R OR TACK WELDER QUALIFICATION TRST RECORD

2

Mame Idantlification No.
Wolding Procedure Specilication No. DL. L+ _DI.5 Rev_ Date
' : Record Actunt Values '
Used In Qualification Qualilication Range
Varliables
FCAW
Process/Type (5. 18.2) . :
Electrode (singte or muditpla} bJ;ngIe Single
Currant/Polarity everse
Pasition (5.18.5) 36, 4G ALL
osition (5.18, . >
Waeld Progression (5.10.7) UphilT — Ul.)hl'].]. —
Yes ) With Backing
fincking (YES or NO) (5.18.18) K= y
Mntorinl/Spec. (5.18.1) ~£2Y '3-53—9——-——-
Bnse Mnlal '

Thickness: (Plate) 1" 1/8" - Unlimited
Qraove —— -
Fillet ’ - Al

Thickness: (Pipa/tube) NA NA
Groove B NA
Fillot

Dlametor: (Plpn) NA NA
Groove
Fitlet NA NA

Filtor Metol (5.160.3)

Spnc. Na. —2,4 _—

Cloas . K ) ¥ 6

F-No.

Gns/Flux Type (5.15.4) NA T
Other _NA NA
T VISUAL INSPECTION (5.12.8 o 8.12.7)
Acceptable YES or NO___YES
Guided Bend Test Resulls (5.28.1/5.29.1)
Type Rasult Type RNesult
e e e e e e e — " ———— e
Fittel Teot Results (5.28.2/5.28.3; 5.39.3/5.19.4)
Appemtance . ___ ————  Flllet Size
Fracture Taat Root Fonetration ____ — Macionich ___
(Osacrlbe the location, nature, and size of any crack or tearing of the speclman.) )
Inspected by _ e e Test Mumber ___
Orgnnization Date
- RADIOQRAPHIC TEST HéSUUS {5.28.4/5.29.2)
Fltm Fitm
tdantilication Nesults Remarks Idantitication Results Remarks
Mumbor . Number
= ___Acce faple T
‘“M%_—X ﬁccegta e

Intorpreted by ¢ 5 'i(lJ aéé‘ b - Test Number _~ C—940138
Organlzation __Carrbi gineersy™ Inc. Date __1/31794

andlestnd In sccordance wlith the requirements of Sactlon 5P
Wn!dlng Code —Stenl

Manulacturer o Conts
Authatlznd By _

Date _ //3‘? 4 .

FormE 4

S et i eee ae e T e e
e

»

e e r———r . .



ngnature of Test Supervisor: Kg% dﬂ

AMERICAN STEEL ERECTORS
WELDER QUALIFICATION RECORD

'WELDER: Gary Wetherby TEST PLATE: 021 TEST DATE: 6-30-01
APPLICABLE SPEC.: AWS D1.1-96, Sect. 4, PatC ~ FIG: 4.21

WELD TYPE: Groove ~ THICKNESS: 3/8” ' POSITION:1G
MATERIAL: ASTM A36  YIELD: 36 ksi PREHEAT: None
PROCESS: SMAW TYPE: Manual

CURRENT DCEP JOINT PREP.: Ground

ELECTRODE: E7018  FLUX: N/A

AWS SPEC.: A5.1 # OF ELECTRODES: 13

WIRE STICK_OUT-. N/A TRAVEL SPEED: 5-7ipm  # OF PASSES: 6
PASS # 1-6 ELECT. DIA.: 1/3° CURRENT: 130 VOLTS: 23

We certlfy that the statements in this record are correct and that the test weld was
prepared and welded in accordance with the requirements.

. Signature of Welder: ‘,,.%/ﬁﬂ/ / l, u&%

Social Securlty Number: 009- 44 1744

Treatment of Weld Reinforcement: Ground
Method of Testmg Face & Root Bends

Defects: Acceptable
Pass / Fail: Pass

The above named welder is qualified to do. weldmg for positions of
accordance with Table 4.8, & 4.9 of AWS D1:1-96, Structural Welc

Signature of Tester: %\& Q. (/VQQ«[

American Steel Erectors




