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WELDING REQUIREMENTS: -

. : ' 1. THE WELDING REQUIREMENTS N AWS D1.3 (1994 EDIMION) AS MODIFIED IN CBC, CHAPTER 22A,
. ' . ‘ DMVISION Vil OR DIVISION 1, CURRENT EDITION SHALL BE STRICTLY ENFORCED. WELD ACCESS
HOLES MAY BE LARGER THAN THME MIKIMUM REQUIRED N AWS D1.1, SECTION 3.2.5.

. 2. THE SPECWAL INSPECTION REQUIREMENTS IN AWS D1.1, SECTIONS 6.1 THROUGH 6.6 SHALL
BE MPLEMENTED. THE CONTRACTOR SHALL BE REQUIRED TO FURNISH A FABRICATION/
ERECTION INSPECTOR AMD THE OWNER TO EMPLOY A VERIFICATION INSPECTOR. VISUAL
INSPECTION MEANS THAT THE INSPECTOR VISUALLY INSPECTS THE WELDING FOR ADHERENCE
TO THE APPROVED WELD PROCEDURE SPECHFCATION STARTING WITH FIT—UP AND PROCEEDING
THROUGH THE WELDING PROCESS (SEE AWS D1.i, SECTION 6.2 THROUGH 6.5 AND 8.15).
Ce RELANCE ONLY UPON USE OF NON-DESTRUCTIVE EXAMINATION (NDE) AT THE END OF THE
yggamg%%w BE AVOIDED., USE VISUAL INSPECTION IN CONJUNCTION WITH NDE FOR

3. A WELDING PROCEDURE SPECIFICATION (WPS), WITH THE INFORMATION REQUIRED BY AWS
D1.1, SECTION 5, SHALL BE SUBMITTED TO THE OWNER'S ENGINEER AND THE ENFORCEMENT
AGENCY FOR ACCEPTANCE PRIOR TO THE START OF WORK. THE WPS SHALL BE USED WN
PROVIDING THE REGUARED SPECIAL INSPECTION. THE WPS SHALL CONTAIN THE ACTUAL

?ﬁPﬂWDT@W;&AWWMWSWWMW.MCW
| TYPE AND SIZE, TRAVEL SPEED, ELECTRODE STICK-OUT, VOLTAGE AND AMPERAGE WITH
ACCEPTABLE UIMITS, BEAD SIZE, WELD SEQUENCE, STRESS RELIEVING, AND OTHER PERTINENT -
DATA, A COPY OF THE FILLER METAL MANUFACTURER'S TECHMICAL DATA SHEET SHALL BE
SUBMITTED WITH EACH WPS., WELDING CONSUMABLES MUST BE USED WITHIN THE POSITIONS,
| THICKNESSES, TEMPERATURES, AND OTHER PARAMETERS PROVIDED BY THE MANUFACTURER.
FOR WPS's WHICH REQUIRE QUALIFICATION, PROCEDURE QUALIFICATION RECORDS (PQRs)
SHALL ALSO BE SUBMITTED FOR ACCEPTANCE, PRODUCTION WELDING HEAT INPUT SHALL
BF LIMTED BASED ON THE POR,

£ WPS's FOR GROOVE WELDS JOINING THE BEAM FLANGES TO THE COLUMN SHALL MEET OR
EXCEED THE WORKMANSHIP AND TECHNIQUE REQUIREMENTS OF AWS Di.t. wPS's FOR
FCAW SHALL BS QUALIFIED BY TESTING IN ACCORDANCE WITH AWS Di.1, SECTION 5. THE
8!%:5%;3&@*%) WCLUDE CHARPY V—NOTCK (CVN) TESTS OF THE WELD METAL (SEE ITEM

5, SHIELDED METAL ARC WELDING (SMAW) AND. FLUX CORE ARC WELDING (FCAW), BOTH SELF
SHIELDED (FCAW--SS) AND GAS SHIELDED (FCAW-G), ARE SUITABLE PROCESSES.

. MAXIMUM DWMETER OF ELECTRODES ALLOWED FOR SMAW IS PER AWS D1.1, SECTION 4.6.

7 MAXIMUM DWAMETER OF ELECTRODES ALLOWED FOR FCAW IS PER AWS D1.1, SECTION 4.14
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. POR SWAW AND SECTION 4,14 FOR FCAW EXCEPT THAT: A) THE THICKNESS OF A ROOY
mmmmvsxmsﬁ'm;a)mmmmﬁoraummmm
SHALL NOT EXCEED 5/€ W;MC}WWWOFAWAVEMMWEXCED
SMS’%&iﬁ!ﬂ@%{%}Mﬂ.D.WB)S/SZM.MSﬂHESM
ELECTROUDE DIAMETER WHEN D < 5/64 WNCH. ‘

8 THE PULER METAL USED SHALL HAVE A NOTCH TOUGHNESS NOT LESS THAN OF 20 FT-LBS
AS MEASURED BY A STANDARD CHARPY V-NOTCH (CVN) TEST, ASTM E-23. THE CWN TEST
TEMPERATURE SHALL BE AT LEAST O DEGREES F. THE MINIMUM REQUIRED ENERGY ABSORPTION
1S 20 FT-LBS. AVERAGE, ONE SPECKMEN MAY BE LESS THAN THE MINIMUM AVERAGE, BUT
ROT LESS THAM 15 FT-UBS., THE TEST SHALL BE CONDUCTED IN ACCORDANCE WITH THE
APPUCABLE FULER METAL SPECIICATION REFERENCED IN AWS D1.1 AND MAY BE PERFORMED
BY THE MAMUFACTURER. : , .
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GIRDER WEBS (SEE AWS 01.1, SECTION 3.12). ALL WELD TABS SHALL BE REMOVED, THE AFFECTED
AREA GROUND SNMOOTH AND MAGNETIC PARTICLE TESTED FOR DEFECTS. MINIMUM WELD TAB LENGTH
SHALL BE THE GREATER OF ONE INCH OR 1.5 TIMES THE BEAM FLANGE THICKNESS, BUT NEED NOT y
EXCEED FOUR INCHES. 2
$1. ¥ SACKING BARS ARE USED UNDER THE BOTTOM BEAM FLANGE TO COLUMM FLANGE CJP GROOVE O
. WELD, THE BACKING DAR SHALL BE REMOVED, THE REMOVAL AREA GROUND TO SOUND, x
BRIGHT METAL AND THE AREA MAGNETIC PARTICLE TESTED FOR DEFECTS. A REINFORCING FILLEY Lo
WELD, AT LEAST 1/4° OF THE BOTTOM FLANGE THICKNESS BUT NOT GREATER THAN 3/8 INCH, Q.
SHALL BF PLACED ¥ THIS LOCATION (SMEAR TO AWS D1.1, FIGURE 2.4, NOTE J). < O
12. IF A BACKING BAR 1S USED UNDER THE TOP BEAM FLANGE TO COLUMN CJP GROOVE WELD, AND 5 o< "
1 NOT REMOVED, THE BACKING BAR SHALL BE ATTACHED YO THE COLUMN AND BEAM FLANGES 8Y =z J0O n
SIER A FRLEY WEID ALONG THE COMPLETE BAR LENGTH ON THE UNDER SIDE OF THE BAR, OR L =3 L
BY A PARTIAL PENETRATION WELD FROM THE UNDERSIDE OF THE BAR, FOR THE FULL LENGTH OF O o — —
THE BAR. OTHER METHODS OF WELDING THE BAR TO THE COLUMN AND BEAM MAY BE USED < e i Q
SUBJECT TO THE ERCINEERS APPROVAL. ‘ o " < O Z
13, WELD "DAMS ARE NOT ALLOWED, WELD “DAMS ARE WELD TABS NOT ALIGNED IN SUCH A MANNER 2 3
YO PROVIDE AN EXTENSION OF THE JOINT PREPARATION PER AWS D1.1, SECTION 3.12. WELD “DAMS’ 7 P =
ARE TYPICALLY PERPENDICULAR TO PROPER WELD TABS. o) é
14 AL TACK WELDS SHALL BE OF THE SAME QUALITY AS THE FINAL WELDS. THIS MNCLUDES REQUIREMENTS - O Ll
FOR PREMEAT. ALL TACK WELDS NOT INCORPORATED INTO THE FINAL WELDS SHALL BE REMOVED. 3% Z
' - , ' , . 18. MilL SCALE SHALL BE REMOVED FROM THE COLUMN IN THE AREA WHERE THE BEAM FLANGES WiLl > (N g
. ; . : | B . BE WELDED 7O THE CCLUMN. ™ 203
19, CONYRACTOR SHALL SUBMIT TO THE ENGINEER AND THE ENFORCING AGENCY, FOR ACCEPTANCE, A X - i DO MO e
GUALITY CONTROL OR INSPECTION PLAN THAT ADDRESSES ALL INSPECTION ISSUES, INCLUDING W 2 S \d é
PROCESS AND FRNAL INSPECTION YHAT ARE ADDRESSED IN AWS D1.1. \ < %ggg‘ B o x |
20. THE QUALIFICATION OF THE CONTRACTOR'S INSPECTORS AND NDE PERSONNEL SHALL BE SUBMITTED o hezlm | A 35 - 4
TO THE EMGINEER AND ENFORCEMENT ACENCY FOR ACCEPTANCE. G Zuk l& /\~ x5 Q ;
L - Z - :
21. B CASES OF DFFERENCES OF OPINION BETWEEN THE OWNER'S INSPECTOR AND THE CONTRACTOR'S © g%g ~ O 8 + 0O g
" #ISPECTOR REGARDING CONFORMANCE OF A WELD WITH THE SPECIFICATIONS, THE ISSUE SHALL BE o |202|% a9 RO O
© BROUGHT T0. THE GWHER'S ENGINEER AND THE ENFORCEMENT AGENCY AS PART OF THE RESOLUTION g wIlEEE “ S B N -
PROCESS. z " |E55 @ \bl = = " v
\ (= it
22, ALL GRODVE WELDS N THE GIRDER-TO-COLUMM CONNECTION SHALL BE ULTRASONICALLY (UT) EXAMINED 5 2| z¢ ju @) —J
“" for THE FULL LENGTH. BACKING BAR REMOVAL AREAS AND FILLET WELDS ON CONTINUITY PLATES SHALL Z | P 9 % o —
BF EXAMINED FOR THE FULL LENGTH BY THE MAGNETIC PARTICLE TESTING (MPT) METHOD. o © o o
2;5.sugmewaﬁcmmms‘s&maeslzmﬁowmmmmrmmmm
YO MAME FLANGE WELDS OR 7O PERFORM WORK WHICH IS REQUIRED TO INSTALL OR REMOVE BACKING JOB §
. * OR TG PLACE REINFORCING WELDS. . .
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