Certified ISO 9001 Quality Management
Veteran Owned Business 30 Plus Years
Packing List# 40858 Rel# 1 PAGE 1 :
HI-TECH MANUFACTURING, INC Metalex Job# 2007-7558
4637 N. 25TH AVE
SCHILLER PARK IL 60176 Date: 7/26/07
Ship Via: ccx
PTA#

(prepaid shipments only}
BOL/Air Bill# 745587430
Prepaid: Collect;  XXXXXXX
Attn: Weight: 9100 Ctns: 5 Zone:
Customer PO: _ Dimensions: 34 x 157 x 26

P.O. Item

No. Description

ANI, PART L1430401-100400 REV. &
SLAC PART§#: PF-381-002-80 -
S/N(S): 7A-08198-01L THRU 7A-0B8198-04

~CERTIFICATE OF CONFORMANCE, INSPECTION DATA,
AND CERTIFICATIONS ENCLOSED.

S/N: 7A-08198-01 REPRESENTS THE FIRST ARTICLE OF
THIS PART.

Received By:

Printed Name __

Tota!l Custommer Satisfaction www.metalexinfg.com 373G Cornell Road Cincinnati, Oh 45242-2083
Veteran Owned Business 30 Plus Years sales(@metalexmfo.com Phone (513) 4890307  Fax (513) 489-1020




 Phone (513) 4890507 -

SO 8001:2000 and ASD100 CERTIFIE
Veleran Quined Business 30 Plus Years

CERTIFICATE OF CONF ORMAN CE

Date: 08/13/2007 Metalex Job# 2007-7558
Customer: Hi-Tech Manufacturing, Inc, Purchase Order # 16183
4637 N. 25" Ave. MX Packing List # 40858

Schiller Park, 1L 60176

Aftention: Simon Sorsher

Metalex certifies that all material, processes, procedures, and dimensions are as called for on the
purchase order, drawings, and/or amendments supplied by you.

All information concering this patt or parts, units and/or assemblies are on file at Metalex
Manufacturing, Inc.

ITEM OTY PART NUMBER REV PART NAMIE ID#=*
001 4 L1430401-100400 6 Support Girder See Below

*IDENTIFICATION NUMBER INCLUDES SERIAL # HEAT #, AND/OR LOT #.

COMMENTS: Serial number 7A-08198-01 represents our "First Article” part of this part number.

Applicable serial numbers of this shipment are 7A-08198-01 thru 7A-08198-04.

Some internal documents in this quality package may contain documents certfiying o revision level "3" or "3V". Metalex

certifies these documents and processes conform to the rev 6 revision level and the parts conform fo revision level "6".

Mefalex is in compliance with Statement of Workscope Document No. Li43-00093, Revision New, dated 12/12/06.

Manufactured from Metalex purchased material. Reference heat numbers: T7257, T7232, T7130, T7141, U9728,

0129862, X25899, J62810, JF6843, J70358, and 478765.

% o Thomey (lask 8/ 13/57

Metalex Representative Signature Print Name Date

MX1011 (05/05)




Precision Steel Services, Inc.

CERTIFICATE OF CONFORMANCE

TO: METALEX MANUFACTURING INC.

FROM: PRECISION STEEL SERVICES, INC.
31 E. SYLVANIA AVE.
TOLEDO, OH 43612

DATE OF SHIPMENT: 5/24/07
QUANTITY SHIPPED: 4 PCS
PURCHASE ORDER NUMBER:  71069-BL

DESCRIPTION: ASTM A-36 REV.05 3/4" BURN 22.3" x 151.20"
« ITEM# 1
» JOB# 7558
o HT# T7257

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCTAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLIED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE
HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW,

AUTHORIZED STGNATURE: . _teth
N E; =) | -t o400
;?{._det& PP Pac® LI offol

| ARy | METALER
Laura Epps o 7/0‘09'73‘,"'_’ Q.A, DEPT
INSIDE SALES o™ 7" - lacceersp

DATE%E%E%}
ay.

o1

31 E. Sylvania Ave.

Teledo, Ohio
43612

(419) 476-5702

(#19) $76-5512 Fax



Precision Steel Services, Inc.

CERTIFICATE OF CONFORMANCE

TO: METALEX MANUFACTURING INC.

FROM: PRECISION STEEL SERVICES, INC.
31 E. SYLVANIA AVE.
TOLEDO, OH 43612

DATE OF SHIPMENT: 5/24/07
QUANTITY SHIPPED: 2 PCS
PURCHASE ORDER NUMBER:  71069-BL

DESCRIPTION: ASTM A-36 REV.05 3/4" BURN 22.3" x 151.20"
o ITEM# 1
o JOB# 7558
o HTH# T7257

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCIAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLIED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE
HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW.

AUTHORIZED SIGNATURE:

AU Ep Pact® L4 7e? | -feeto0
INSIDE SALES

3 E. Sylvania Ave.

Toledo, Ohio
43612

(415) 476-5702

(419} 476-5512 Fax



ISG PLATE INC. " TEST CERTIFICATE

SHIP TO: : PAGE NO: 01 OF 01
FILE NO: B462-01-D1
MILL ORDER NQ: 54690-001
’ MELT HO: T??S']
DATE: 05/02/05
SOLD Ty : . SEND TO: 01-c

PLATE DIMENSIONS / DPESCRIPTION

TOTAL PIECE
QTY GAUGE WIDTH LENGTH DESCRIPTION WEIGHT
13 LI5" ogn 480" RECTANGLE o801+

CUSTOHMER INFORMATIOHN
CUSTOMER PO: J.C.R. 4696

SPECIFICATION (S)

THIS MATERIAL HAS BEEN MANUFACTURED AND TESTED IN ACCORDANCE WITH PURCHASE
ORDER REQUIREMENTS AND SPECIFICATION(S) .

ASME SA36 REV ED YR 04
ASTM A36 05 & ASME SA36 05A .
MATERIAL PRODUCED UNDER A CER:IS'(I)FIED CUALITY MGMT SYSTEM COMPLYING WITH

IS0 9001 ABS-QE CERT. NO. 301

CHEMICA . COMPOSITION
C My D S CU_ SI NI CR_ MO
MELT:T7257 .13 .77 .018 .011 12 2o b5 .06 .02
_ v AL CB
MELT:T7257 .001 .054 .001
TENSILE PROPERTIES
YIELD TENSILE ~ ELONGATION
STRENGTH STRENGTH GAGE
Loc DIR PSI X 100 PSI X 100 LGTH %
BOT. TRANS . 406 626 8.00" 30.0
BOT. TRANS . 435 €50 8.00" 27.0

GENERAL INFORMATION
ALL STEEL HAS BEEN MELTED AND MANUFACTURED IN THE U.S.A.
B/L #31420 CR 580676, #31492 BVRY 5741

Hi- TCech META!_:EX 18
' = Q.A. DEPT
Jol # 07-7558
ACCEPTED
P/ 1.1430401-160400 DAT
M> P.O.#71069 Item #1  |ay

WE HEREBY CERTIFY THE ABOVE
INFORMATION IS CORRECT: . .

QUALITY ASSURANCE LABORATORY PERVISOR ~ TEST REFORTIN
COATESVILLE, PA 19320 ELINORE ZAPLITNY




Precision Steel Services, Inc.

CERTIFICATE OF CONFORMANCE
TO: METALEX MANUFACTURING INC.

FROM: PRECTSION STEEL SERVICES, INC.
31 E. SYLVANIA AVE.
TOLEDO, OH 43612

DATE OF SHIPMENT: 5/24/07
QUANTITY SHIPPED: 4PCS
PURCHASE ORDER NUMBER: 71069-BL

DESCRIPTION: ASTM A-36 REV. 05 3/4" BURN 22.3" x 151.20"
o TTEM# 1
o JOB# 7558
o HT# T7232

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCIAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLIED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE
HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW.

AUTHORIZED SIGNATURE: li -Tech
W Jobw 7558 .
- NN q}’a‘f"”/oo Yoo
7~ QUG B 1 Tcaatdd

INSIDE SALES

31 E. Sylvania Ave.

Toledo, Ohio
43612

(419) 476-5702

{415) 476-5512 Fax



Precision Steel Services, Inc.

CERTIFICATE OF CONFORMANCE

TO: METALEX MANUFACTURING INC.

FROM: PRECISION STEEL SERVICES, INC,
31 E. SYLVANIA AVE,
TOLEDO, OH 43612

DATE OF SHIPMENT: 5/24/07
QUANTITY SHIPPED: 4 PCS
PURCHASE ORDER NUMBER: 71069-BL

DESCRIPTION: ASTM A-36 REV.05 3/4" BURN 22.3" x 151.20"
o ITEM# 1
o JOB# 7558
o HT# T7232

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCIAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLIED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE
HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW,

AUTHORIZED SIGNATURE:

—

(42)
~ N ‘\Ubﬂ. 7 5’ 6‘0‘0
Lo Gpp> ot L1420 '

INSIDE SALES P o

31 E. Sylvania Ave.

Toledo, Ohio
43612

(419) 476-5702

(419) 476-5512 Fax



SHIP TO:

1SG PLATE INC. TEST CERTIFICATE
_ EAGE NO: 0l QF 01
NO: 8462-01-01

MILL ORDER ﬁO .%3%79 002
DATE g4/2c/06

01-C

SOLD TN: . SEND TO:
PLATE DIMENSTIONS / DESCRIPTION

G
W}

TQTAL PIECE
OTY GAUGE WIDTH LENGTH DESCRIPTION WEIGHT
4 .150 a6 480" RECTANGLE 9801#

STOHMER INFORMATTIOHN
CUSTOMER PC: J.C.R. 4877

ECIFICATION(S)

THIS MATERIAL HAS BEEN MANUFACTURED AND TESTED IN ACCORDANCE WITH PURCHASE

ORDER REQUIREMENTS AND SPECIFICATION(S)}.

ASME SA36 REV ED YR 04
ASTM A35 05 & ASME SA36 0bBA

MATERIAT. PRODUCED UNDER A CERTIFIED QUALITY MGMT SYSTEM COMPLYING WITH

I50 5001 ABS-QE CERT. NO. 30130

EMICAL COMPOSITION
c N P s
MELT:T7232 .17 .85 .025 016
v AL CB
MELT:T7232 .001 .027 .001
NSILTE PROPERTIES
YIELD TENS
STREMGTH STREN
LCC DIR PsI X 100 PSI X
BOT. TRANS. 436 68
BOT. TRANS. 453 687

WERAL INFORMATION

cu 51 NI CR MC
.14 .18 .07 .05 .D1

ILE ELONGATION
GTH GAGE

100 LGTH %
3 g.0ov 27.9
3 g.00" 27.0

ALL STEEL HAS BEEN MELTED AND MANUFACTURED IN THE U.5.A.

B/L, #29155 CR 578630

Hi-Tech
Job# 07-7558
P/N L1430401-100400

s VX P.OH 71069 Ttem #1 -

WE HEREBY CERTIFY THE ABOVE
INFORMATION IS CORRECT:

QUALITY ASSURANCE LABORATORY
COATESVILLE, PA 19320

- =

SUPERVISOR —~ TEST REPORTIN
ELINORE ZAPLITNY

Hry

METALEX |
Q. A.DEPT |
ACCEPT.
DAT i

3y




v

Precision Steel Services, Inc.

CERTIFICATE OF CONFORMANCE

TO! METALEX MANUFACTURING INC.

FROM: PRECISION STEEL SERVICES, INC.
31 E. SYLVANIA AVE.
TOLEDOQ, OH 43612

DATE OF SHIPMENT: 5/24/07
QUANTITY SHIPPED: 4 PCS
PURCHASE ORDER NUMBER: 71069-BL

DESCRIPTION: ASTM A-36 REV. 05 3/4" BURN 22.3" x 151,20"
e ITEM# 1
« JOB# 7558
o HT# 77130

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCIAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLTED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE

HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW. ETATER @
ac1g
Q.A. DEPT
AUTHORIZED SIGNATURE: chgpgé @

e . H,' et BY,

v N P _;'\\\ .

RO Ty Jb# 5458
Ty .,‘#.‘_,LHM,_Iao;/_qcﬁ/oot/oo.,. B
Laura Epps FN’"’ I
INSIDE SALES F,o“ 7 10bG-Bim

31 E. Sylvania Ave.

Toledo, Ohio
43612

(419) 476:5702

(419) 476-5512 Fax




ISG PLATE INC. TEST CERTIFICAT

E
SHIP TO: PAGE HNO: 01 QF 01
FILE NO: B462-01-01
MILI ORDER NO: 53137-001
: MELT HO: T7130
DATE: 04/11/06
SOLD TO: : SEND TO: 0l1-C
PLATE DIMENSIONS ! DESCRIPTIOHN
TOTAL PIECE
QTY GAUGE WIDTH LENGTH DESCRIPTION WEIGHT
4 .75 agn 480" RECTANGLE oBO1H

CUSTOMER INFORMATION
CUSTOMER PO: J.C.R. 4662

SPECIFICATIONI({S)

THIS MATERIAL HAS BEEN MANUFACTURED AND TESTED IN ACCORDANCE WITH PURCHASE

ORDER REQUIREMENTS AND SPECIFICATION(S).

ASME SA36 REV ED YR 04
ASTM A36 05 & ASME SA36 0SA

MATERIAL PRODUCED UNDER A ggll’%‘%FIED QUALITY MGMT SYSTEM COMPLYING WITH

IS0 9001 ABS-QE CERT., NO.

CHEMICAL COMPOSITIORN

c MN P 8 cu s5Y NI CR MO
MELT:T7130 .14 .78 .014 .013 .13 .24 .08 .03 .61
v AL CB
MELT:T7130 .001 .0B2 .001
TENSILE PROPERTIES
YIELD TENSILE ELONGATION
STRENGTH STRENGTH GAGE
LoC DIR P51 X 100 PSI X 100 LGTH %
BOT. TRANS. 433 656 g.00" 28.0
BOT. TRANS . 436 653 g.o0" 27.0
GENERAL INFORMATION
ALL STEEL HAS BEEN MELTED AND MANUFACTURED IN THE U.5.A.
B/L #28102 UMP 5517 .
METALEX
Q.A.DEPT
Hi-Tech ACC ?TED
Jot # 07-7558 DATE

. M. P.O# 71069 Ttem #1

WE HEREBY CERTIFY THE ABOVE
INFORMATION IS CORRECT:

QUALITY ASSURANCE LABORATORY
COATESVILLE, PA 19320

{1619

ELINORE ZAPLITNY

ééPER&!éSR - TéT REPORTING —



Precision Steel Services, Inc.

CERTIFICATE OF CONFORMANCE

TO: METALEX MANUFACTURING INC.

FROM. PRECISION STEEL SERVICES, INC.
31 E. SYLVANIA AVE.
TOLEDO, OH 43612

DATE OF SHIPMENT: 5/24/07
QUANTITY SHIPPED: 4 PCS
PURCHASE ORDER NUMBER: 71069-BL

DESCRIPTION: ASTM A-36REV. 05 3/4" BURN 22.3" x 151,20"
e ITEMA 1
e JOB# 7558
o HT# T7141

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCIAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLIED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE
HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW.

AUTHORIZED SIGNATURE: ti-Tech

, -3‘05# 1558

wfof —fe0qo? —
& * afd¥ L143° WETALEX )
«i@\\k\ﬁ ﬁl{é\% e P o JeaDperTNEY
. ' e - | ACCERTED

Laura Epps Pot 7[0&,‘? B are
INSIDE SALES v B

31 E. Sylvania Ave.

Toledo, Ohio
43612

{419) 476-5702

(419) 476-3512 Fax




Precision Steel Services, Inc.

CERTIFICATE OF CONFORMANCE

TO: METALEX MANUFACTURING INC.

FROM: PRECISION STEEL SERVICES, INC.
31 E. SYLVANIA AVE.
TOLEDO, OH 43612

DATE OF SHIPMENT: 5/24/07
QUANTITY SHIPPED: 4PCS
PURCHASE ORDER NUMBER: 71069-BL

DESCRIPTION: ASTM A-36 REV.05 3/4" BURN 22.3" x 151.20"
o ITEM# 1
« JOBH 7558
e HTH T7141

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCIAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLIED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE
HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW.

AUTHORIZED SIGNATURE:

S ‘ 7558
) f_) Y Y. Ob 53'
i—%ﬁ'\\}‘mﬁ" (qu’ = . 0 ) H30 ol —(00 Y0
INSIDE SALES P-OP 70 8-

31 E. Sylvania Ave.

Toledo, Ohio
43612

(419) 476-5702

(419} 476-5512 Fax




Precision Steel Services, Inc.

CERTIFICATE OF CONFORMANCE
TO: METALEX MANUFACTURING INC.

FROM: PRECISION STEEL SERVICES, INC.
31 E. SYLVANIA AVE.
TOLEDO, OH 43612

DATE OF SHIPMENT: 5/24/07
QUANTITY SHIPPED: 4PCS
PURCHASE ORDER NUMBER: 71069-BL

DESCRIPTION: ASTM A-36 REV.05 3/4" BURN 22.3" x 151.20"
« ITEM# 1
s JOB# 7558
o HTH T7141

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCIAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLTED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE

- HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW.

BAETALEX (g
- . Q.A. DEPT N2
AUTHORIZED SIGNATURE: AC‘EPT:D
DATE |
i/: ) & BY. %
Atwa TpF e rSE
Laura Epps ol 143 o /ol - 109 Yo
INSIDE SALES ?P‘f L
e 7) 067" G

Fo

31 E. Sylvania Ave.

Toledo, Ohio
43612

(415) £76-5702

($19) 476-5512 Fax




.

TEST

ISG PLATE INC. CERTIFICATE
SHIP TN- PAGE NO: 01 OF O
FILE NO: B462-01-01
MILL ORDER NO: 53137-001
MELT NO: T7141
DATE: 04/i1/0s
SOLD TO- SEND TO: 01-¢
PLATE DIMENSIONS / DESCRIPTION
TOTAL ' PIECE
oTY GAUGE WIDTH LENGTH DESCRIPTION WEIGHT
4 iy gg" 480" RECTANGLE 9801%
CUSTOMER INFORMATION

CUSTCMER PO: J.C.R. 4662

ECIFICATIONIKS)

- THIS MATERIAL HAS BEEN MANUFACTURED AND TESTED IN ACCORDANCE WITH PURCHASE
ORDER REQUIREMENTS AND SPECIFICATICN(S) .

ASME SA36 REV ED YR 04
ASTM A36 05 & ASME SA36 O5A

MATERIAL PRODUCED UNDER A CERTIFIED QUALITY MGMT SYSTEM COMPLYING WITH
ISO 3001 ABS-QE CERT. NO. 30130

WE HERERY CERTIFY THE ABOVE
INFORMATION IS CORRECT:

QUALITY ASSURANCE LABORATORY
COATESVILLE, PA 19320

Hi-Tech
Jot# 07-7358
TPINL1430401-100400

' EMICAL COMPOSITTION
C MY P 5 cu SI NI CR MO
MELT:T7141 S13 .81 .016 .013 i1 “ie .06 .04 .01
v AL CB
MELT:T7141 ,001 .040 .001
NSILE PROPERTTIES
YIELD TENSILE ELONGATION
STRENGTH STRENGTH GAGE
Loc DIR PSTI X 100 PSY X 100 LGTH %
BOT. TRANS . 419 6456 8.00" 28.0
BOT. TRANS . 421 646 B.00" 26.0
NERAL INFORMATION
ALL STEZL HAS BEEN MELTED AND MANUFACTURED IN THE U.S.A.
B/L #28102 UMP 5517
METALEX

Y
N\ 19

M2, P.O.# 71069 Item #1

» -

PERVISOR — TEST REPORTIN
ELINORE ZAPLITNY



' Precision Steel Services, Inc.

Lok e

CERTIFICATE OF CONFORMANCE

TO: METALEX MANUFACTURING INC.

FROM: PRECISION STEEL SERVICES, INC.

31 E. SYLVANIA AVE.
TOLEDO, OH 43612

DATE OF SHIPMENT: 5/24/07

QUANTTITY SHIPPED: 4 PCS

PURCHASE ORDER NUMBER: 71069-BL

DESCRIPTION:

ASTM A-36 REV, 05 3/4" BURN 22.3" x 151.20"
o« ITEM# 1

o JOB# 7558

o HT# U9728

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCIAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLIED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE
HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW.

AUTHORIZED SIGNATURE:

o & e
_\f" — A - ,':;5’.” kY
PANSSSS U ]—r—""

Laurd Epps
INSIDE SALES

i Tech
~pb B 7558

ppctt LIH3077!

e HP 0 /Y% Bl .

{00 Y00

,: o

31 E. Sylvania Ave.

‘Toledo, Chio
43612

(419) 476-5702

(415) 476-5512 Fax



Precision Steel Services, Inc.

CERTIFICATE OF CONFORMANCE

TO: METALEX MANUFACTURING INC.

FROM: PRECISION STEEL SERVICES, INC.
31 E. SYLVANIA AVE.
TOLEDO, OH 43612

DATE OF SHIPMENT: 5/24/07
QUANTITY SHIPPED: 4PCS
PURCHASE ORDER NUMBER: 71069-BL

DESCRIPTION: ASTM A-36 REV.05 3/4" BURN 22.3" x 151.20"
o ITEM# 1
e« JOB# 7558
o HT#H U9728

THIS MATERIAL HAS BEEN PRODUCED IN ACCORDANCE WITH APPLICABLE
COMMERCIAL STANDARDS AND/OR SPECIFICATIONS THAT MAY BE
DESIGNATED ON PURCHASE ORDERS AND/OR BY DRAWING SUPPLIED ON
THE DATE ON WHICH THE INQUIRY AND/OR ORDER WAS PLACED. WE
HAVE DOCUMENTATION ON FILE AND IS AVAILABLE FOR REVIEW.

AUTHORIZED SIGNATURE:

RLQ\\;\JL@ gg’“ AN Toh ® 7658 ) ACCERTED
Y T S 3040~ (000 mzﬁ@
Laura Epps Pﬁ FRE 43 8Y ‘
INSIDE SALES DoF 710L3-BL

31 E. Sylvania Ave.

Toleda, Ohio
43612

(419} 476-5702

{419} 476-5512 Fax



ISG PLATE INC. TEST CERTIFICATE

SHIP TO: PAGE NO: 01 OF 01
: FILE NO: 8462-01-01
MILI ORDER NO: 5 -00
MELT NO: U9728
DATE: 04/13/08
SOLD TO: SEND TO: 01-C
PLATE DIMENSIONS / DESCRIPTION

TOTAL PIECE
QTY GRUGE WIDTH LENGTH DESCRIPTION WEIGHT
1 .75™ gg" 480" PECTANGLE gpoLE

USTOMER INFORMAMTTON

CUSTCMER PO: J.C.R. 4862

ECIFICATIONI(S)

THIS MATERIAL HAS BEEN MANUFACTURED AND TESTED IN ACCORDANCE WITH PURCHASE
ORDER REQUIREMENTS AND SPECIFICATION(S).

ASME SA36 REV ED YR 04

ASTM A36 03 & ASME SA36 OBA

MATERIAL PRODUCED UNDER A CERTIFIED QUALITY MGMT SYSTEM COMPLYING WITH
IS0 9001 ABS-QE CERT. MO. 30130

EMICAL CO¥POSITION

c MN P S cy SI NI CR @]

MELT:U5728 .08 .80 .012 .004 .23 .20 .12 .10 .03
: v AL CB
MELT:UB728 .002 .024 .0C1

NS ILE PROPERTTIES

YIELD TENSILE ELONGATION

STRENGTH STRENGTH GAGE
LOC DIR PSI X 100 psx X 100 LGTH %
BOT. TRANS . 427 5482 9.00" 28,0
BOT. TRANS. 455 643 g.oog" 28.0

NERAL INFORMATION
ALL STEEL HAS BEEN MELTED AND MANUFACTURED IN THE U.S5.A,
B/L #28142 NW 190356

METALEK ¢; ¢
Hi-Tech Q.A.DEP

- FOL-H O T=THE8 ....1ACCEBTED
P/d L1430401-100400 |CESIEOT

M. P.O.# 71069 Item #1125

WE HEREBY CERTIFY THE ABOVE
INFORMATION IS CORRECT: . N

QUALITY ASSURANCE LABCRATORY SUPERVISOR -~ TEST REPORTIN
COATESVILLE, PA 15320 ELINORE ZAPLITNY .



Faxolyuobodys Jul o lg dUr 1LY P

§§?i

EDERICK ' “The Complete Stee! Serwce Center” )
’ Since 1533 - - .
@ﬁé Q'FEEL co % S ' : c
= o 200 W. North Bend Rd. 4 (513) 521-5400 ;
Tt Ae " Gincinnati, Ohio 45216-1725 FAX {513) B21-6915

U.S.A, 1-800-543-4922

CERTIFICATE OF CONFORMANCE

| METALEX Yo
CUSTOMER ’ ' - Q.A.DEPT\Ix 29
| METALEX MFG_ING SREPTED
PO# 71070BL7558 DATE _
By .1
DATE : 5/22/07
QUANTITY  DESCRIPTION SPECIFICATION  HEAT §
e [
STRUCTURAL TUBING o ,
13 PCS 10X 6 X 3/8 X 40° . A500- UBA CGxCB 0129862
3 PCS 1-1/4 ID SCH 40 X 21 A- 500 04 X25899
HOT ROLL FLATS - ]
7_PC 3/4 X 8 X 20 A-599.50 J62810
3 PCS 1/4 X 5 X 20" A-36  yeys JF6843
26 PCS 3/8 X 7 X 20" A-36  poy5 70358
26 PCS 8x3x3/8x 40° | AS00B rev(3e GrCB 478765

THIS MATERIAL TO THE BEST OF GUR KNOWLEDGE WAS PRODUCED
IN ACCORDANCE WITH APPLICABLE ASTM STANDARDS,

HOT & COLD ROLLED BARS * STRUCTURALS + MESH + PLATE « SHEETS
REINFORCING BARS ROLLED IN OUR OWN MiLL

1 2ng Warzhoyse focated on 78 acres ant sarved Uy B & O sndmu



Hage: 244

i : From: T 218 F38 0B/

Anlis Tube Canada uLC
200 Clark SL. .
Fartow, Omana, Canada
NOK 160

bl 519-738-3541

Pax: 517383537

TUBE

t
-4
&

Sold_to

Prederick Steal

200 W, North Bentd Road
CINCINNATE OH 45216
USA .

Date: /1112007 1:43:02 PM

MATERIAL TEST REPORT

Ref.B/L:  BO190559 '
- Date: - 07.11.2007
Customer: 63 T

Shipped to

Frederick Stecl

200 W. North Berxt oad
CINCINNATI Ol - 4b216
USA

Mul;:l‘iél[: D07, 03 Sy 200 216) . Materinl No: 80030375 Matde in:  Canada
Sales wrder: 224717 Purchase Order: 105313
Hear Ma Pes” c, Wit P 5 Si Al Cu Cb Mo Ni Cr v
“ovsasan T T T om00 1.070  0.015  0.004 O©.160 0050 0.030 0.000 0.000 0000 0.000 Q20
Bumdie No Yield Tonsile Eln.2in Cerlification
M‘IOU"}U!Z]Z-:! 0645130 Psi 075610 Pri 29.9 % ASTM AS00-03A GRADE B&C
Matenal NMote:
Salus Or.Note:
2 i Maledal: 1.0%1.011 25x48'0"0(2x5). ) Material No: 800301254800 Made In: Canada
- Sates orders 224717 Purchase Order: 105813 -
Heat Mo Pes ¢ Mn P . S Si - Al " cu Ch Mo Ni Cr v
aern 0.180 0.790 ©0.014 0.008 0.030 0028 0030 0.000 0010 0.020 0.020 0.002 °
Hundle No Yield Tensile Eln.2in Certification
MAGIS07346 059280 Psi 072670 Psi 24.0 % ASTM A500-03A GRADE B&C
|
Material Note: .
tiah;is; Or Now: !
Moterial 17.0x12.0x250x48'070(2x2}. Material No: 1201202504800 Made in: Canada )
Sples arder: 2271074 Purchase Qrder: 105844 ) = :
dieat No Pes C Mn P s Si Al Cu Cb Mo i “Cr v :
22h01Y 0D.140 0.810 0.018 0.02i 0.080 0.047 0.050 0.000 0.Q04. 0.030 0.020 0.one-
" Hunale No Yield | Tensile Eln.2in Certification
N]-?-'G().'lf}‘lﬁ'ffz 065720 Psi Q775390 Psi 29.4 % ASTM ASQ003A GHADE B&C
Minterial Mote:
Saies Or.Note:
Material: 10.0x6.01375x40°070{2x2).-CSA Material No: 1000603754000-CSA Made in: Canada
? Sales ardur: 20h427 Parchase ‘Order: 105913 N
Heay Mo Pcs c Mn P 5 Si Al Cu Ch Mo Ni Cr v
; U..1 UG 0.220 1.020 0011 0.008 0,160 0.080 - 0.000 0.600 .00 0.000 0.000 0.000
. flurlte No Yicld Tansile Elr.2in Certification
MZDO339261 060720 Psi 073990 Pst 303 % METALEX CSA G40.21-01 50W CLASS ©
: ' BTX'\ MCETS ASTM A500-03A GR CAR
T Q.A. DEPTiipp 29
Wistririnl MNate: ACCEPTED i :

Salis Qr.Mote:

Authuorized hy Quality Assurance:

pat: LiN3oM OV
jooeor

po#t FioF0

Stecl Tube
insthitule

OF NORTI AMEBRICA
H

©

Page : 1 Of 2. -

ng Metals Service Center Institutz

This fax was received by GFl FAXmaker fax server. For more information, visit: http:/fwww.gfi.com




T T . e

Southland Tube, Inc.
3525 Richard Arrington Jr. Blvd, N.
Birmingham, AL. 35234

Phone (205) 251-1884 Fax (205)421-4361

TEST REPORT ASTM-ES

O7Co 018

4
Customer: FREDERICK STEEL
Print Date: 3N2007
Heat No.: X25809
Carbon: 150
Description:  CARBON STEEL TUBE
Manganese: 430
Size: 1-1/4 X SCH 40
Sulphur: .012
Spec/Grade:  A306-03/B/C
Phosphorus: .067
Silicon: 009
Sample
number Date Tensile Yield Elongation
SL9242 272372007 70,000 59,900 2550

We hereby certify that the above figures are correct as contained in the records of this company and that the

tubing was manu factured, tested and inspected in compliance with applicable specifications,

Melted & Manufactured in the U.S.A.

Conmputer Generated Document

Quality Assurance

Pickup # 03L004

ST1Ord? 124649

Heat # X73300

Melted & Manufactured in the U.5.A.

UK FESB . ‘
(LI E3E 1=l o DM ee *noﬂ_?%léi)f(
. Foi JL0F06 .. ACCEPTED [
DATEZHELSE |
BY____T¢

Cust PO# 106530
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Steel Dynamics - Roanoke Bar Division

ngﬁj D‘Vﬁamjﬁg® P.0.Box 13943  Roanoke, VA 24073

Office: 540-342-1831 Fax: 540-342-9437
Aoanoke Bar Division .

Test and Inspection Report NO. 39595-4

D1E03024 comors

FREDERICK STEEL CcoO.
200 W NORTH BEND RD

CINCINNATI OH 45216-0000 Date 5/01/0°
THEAT | §f§§““""“‘“"“’==——'__hifffﬁiﬁ*iET“ﬁiiiﬁif%h“EEBE&“EEEﬁ—EEREE _____
NUMBER S K51 IN. TEST
JF6843 FLATS 1/4 X 5 43.9 64.4 iz.s A36
PURCHASE ORDER NUMBER 2-YIELD PT. ULTIMATE ELONG BEND GRADE
NUMBER PIECES KST KSI 8 IN. TEST
106663 60 PIECES 200 T 45.7  67.9 31,9 Ta36
“HEAT | SIZE - - 1-YIELD Pt. ULTIMATE ELONG BEND GRADE
NUMBER PA MP 203mm TEST
JF6843 FLATS 6.4 X 127.0 302.7 444 .0 32.5 A36
PURCHASE ORDER NUMBER 2-YIELD PT. ULTIMATE ELONG BEND GRADE
NUMBER PIECES | MPA MEA 203mm TEST
106663 60 PIECES 20 315.1 468.2  31.9 A36_
e MmN s P ST CR NI MO cu v NB
13 66 030 007 21 08 08 02 28 001 .002
iWETALEX' mm js&# ?QQ;E
Q.A.DEPT 2@ 29 e (1
_ = Yool - loove 0
ACCEPTED Fok F1oro-Gl
DATE ZA16{et | e
BY___{C |

MERCURY, RADIUM OR OTHER ALFHA SOURCE MATERIALS IN ANY FORM HAVE NOT BEEN USED
IN THE PRODUCTION OF THIS MATERIAL. NO WELD REPAIR HAS BEEN PERFORMED.

Approved ABS QA Mill. cCertificate No. OONN10108-X.

This material was melted and manufactured in the USA by basic_Electric Furnace
pProcesses to meet specification: ASTM A36-05 ASME SA36 S%S'IQID A709-06A GR3b6
AASHTO M270 GR 36 IMPACTS WAIVED

_The_tensile values.stated.in either'inch;“bundmﬁﬁiﬁs'Qr'SI”ﬁﬁitéwéféwgawggwwwwmem“w”"

regarded as separate as defined in the AS M.scoge for this material. Unless a
Metric specification is ordered, this material has been tested and meets the
requirements of the inch-pound ranges.

This is to certify the above to be a true and accurate report as contained in
the records of this company.

Engineer of Tests: Charles R. Charlton
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‘Atss Tube -Canada ULC
200 Clark St.

Harrow, Ontario, Canada
NOR 1GO

Tel: 519-738-3541
Fax: 519-738-3537

Ref.B/L:
Date:
Customer:

80242832
gg.‘l 2.2007

rvaE#
MATERIAL TEST REPORT

Sold to

Frederick Steel
200 North Bend Road
CINCINNATI OH 45216

J7F (3 ook

Shipped to

Frederick Steel
200 W. North Bend Raad
CISNACINNATI OH 45216

Matarial: 10.0x70.0x375x45'0"0i2x2). Material No: 100100375 Made in: Canada
Sales order: 306203 Purchase Order: 106753
Heat No [ Mn P s Si Al Cu Cb Mo Ni Cr v
478379 6.200 0BOO 0013 0003 0,160 ©£.052 0.026 0005 0.002 0.008 0.036 0.000
Bundla No Yield Tensile Eln.2in Certification
M200448518 062620 Psi 075680 Psi 34.4 % ASTM AS00-03A GRADEC & B
Material Noto:
Salas Or.Nota:
Material: 10.0x10.0x375x450"0(1x1). Material No: 100100375 Madse in: Canada
Salss order: 306203 Purchass Qrder:r 106753
Heat No C Mn P s Si Al Cu Cb Mo Ni Ct v
679856 0.200 0.810 0.016 0.003 0.160 0.04% 0.032 0.004 0.002 0.011 0.042 0.000
Bundla No Yield Tensile Eln. 2in Cartification
M200448513 057920 Psi Q071280 Psi 35.8 % ASTM AS00-03A GRADEC & H
Matarial Nota:
Sales Or.Nota:
Material: 8.0x3.0x313x40'0"0(3x3}. Material No: 600303134000 Made in: Canada
Sales order: 307413 Purchase Order: 106771
Haat No - C Mn P 8 81 Al Cu Cb Ma Ni Ct \'
120827 0160 0770 0016 0.020 0.030 0038 0.040 0.000 0.006 0005 0.030 0.003
Bundila No Yiald Tensile Eln.2In Coartification
M100&618084 063320 Psi © 070490 Psi 34.3 % . ASTM AEQG-OSA GRADEC & B
Materiat Note:
Sales Or.Notae:
Material: 8.0x3.0x375x40'0"0{2x3). Material No: 800303754000 Made in: Canada
Sales order; 304825 Purchasa QOrder: 106737
Heéat No C Mn P s Si Al Cu Ch Mo Ni Cr v
478765 0.200 0,800 0019 0.002 ©0.160 0.034 0.017 0.006 0002 0.007 0.039 ©.000
Bundla No Yield Tensile Eln.2in Cartfication
MTooea5600 BT e Py Py
Matarial Note:
Sales Or.Note:
Fal

_ . Fuh 7SSB

Authorized by Quality Assurance: METALE PN i 1430*{0‘ ~Joo Moo Page : 2 0Of 3
for FloFo-LBL
Stee] Tube PR e
ACCEPTED . -
.‘ itute ) Metals Service Center Institute
Y OF NORTH AMEEICA BY T




Fhone: 800-253-0421
231-777-3951

Fax: B00-438-1145 .
231-773-4485 .

L

ShipperNo  03754457-0

2265 Black Creek Road * Muskegon, M1 45444-2684
www.reidsupply.com mail@reidsupply.com

Page 1 of 1

Bill To: METALEX MFG INC Ship To: METALEXMFG INC
5750 CORNELL RD 5750 CORNELL RD
CINCINNATI, OH 45242-2083 CINCINNATI, OH 45242-2083
_ — Eh@? Altn:
Customer No Your P.O. No A Sched Date Ship Via T Ship Date | Shipper No
25204 70778-JG-7558 05/23107 U.P.S. 06/26/07 037544570
\\ .
Line Order Qty [tem Description Qty Sl}ip_ued\ Back Order

1 380 PF-22 PRESS FIT JIG FEET 6MM X 16MM m 9
© HS Tarfhoeds; 846629

Country of Origin:  United States

1 WEEK LEAD TIME.

THANK YOU FOR YOUR ORDER.
Total Number of items: 1 : QJ Estimaled Weight 141b 4.000z  6.470 kg ‘
Qpr: KMF Branch: 11 SLSM: REID \.T>~ U?b o~ (PP D
Picker:  JBH L/

ECEIVET
= Sl

JUN 2 8 2007

METALEX MFG.
E3Y Cx

All sales of products by Retd Supply Company are made on the terms contained in Reid Supply Company’s standard Terms of Sale, which are
incorporated by reference. If buyer has not otherwise agreed to those terms, then buyer's Acceptance of Delivery of,
or Payment For, the goods will conslitute buyer's agreement to the standard Terms of Sale. Reid Supply Company's standard
Terms of Sale are available at www.reidsupply.com oroy calling - gop.253-0421 and requesting a copy.

CERTIFICATION OF COMPLIANCE
Reid Supply Company and it's divisions being 1S0-9002 compliant does certify that according to our records
the above material purchased was supplied in accordance with the description as illustrated in our catalog.

ALL ITEMS MANUFACTURED IN THE U.S.A UNLESS OTHERWISE NOTED.
THANK YOU VERY MUCH FOR YOUR ORDER

Packing List Cathy Reid, Document Control Supervisor Packing List



JUL-18-28g7 12:48 FROM:

1ALE ANUEAL T
L 850 ERrREIL D WRANG
CINCINNATE oH

ALLERY _IAMES GIFFIM:

NG

YOUR PURCHASE

ORDER NUMBER
70779-J1

Today o Data;

" 45262

T0:91513489¢027

HCHASTER-:ARR

AU :
ANY BIEITI

o
X
=

200 AURORA INDUSTRIASL PKMY
RORA 0N A9202 1
ONS ADOUT THIZ

RH T T
(350)995-550)

OLR ZALER PEPAATMEMT

Pit1-1
PAGE

HEN NUMBER
4789768-01

Warshoune

MoMaptarCapr
thn

Part Numbsr

FUf
Gtianthy

Jtem Description

Your |
Line

Your

Thin
Qriar Shipmant

90145 AB37

B 0 =] 3T
—HN—-r HZ-~-XO>T

1B
P

18-8 STAINLESS STEEL DOMEL PIN
1/4% DIAHETER,1/2" LENGTH PG =

3
CERTIFICATE DP COMPLIANCE ~This iw to cartify] .
tha ahova Lfenls} un vour purchoze order waz
supplisd In wzeprdenca with tha daceription
shd ag illustrated in tha catalop.
Copplinnce Hanagor- Alkorto Volmdan

20 EA/PK

of Comnblis
Thit dimument cenifias e pegerding 1o our recordy, he
malerinl frrnisked on your purchoss order was wupptizd fav
accardinen with the deseciptlun und iiysimticn provided in
onr eatalog,

HHove Tuiltts

Srova- Tusdd, Chaaliy Somirinay Manager

3# ot

Post-it® Fax Note 7871

daer |

|Qn!a 7{{6

W Tales i

From

N 7w ;8 2 O L o

B MOMAS TEE— CALE

Fhona o

Pheno #

51549067

Fax #

i 13
PK

1z

4789768-01

FALEX HANUFACTURING INC

‘ER Ta:

UR
CP

LHg: 1

BT N M3 X
VR IBHT 2

] Hrhir af  [FIRWRR
CART OGNS
e

ILE

HCM NO. 4789748-01

PURCHASE ORDER
70779-JT

FROM

MEMABTER ~CARR

ZHE AURQEA TNDESTRIAL PRHY
AURCAA OH 4232

‘LB

SHIP TO

a4

T

| METALEX MANUFACT
BLUE ASH TNDUSTR
£750 COENELL RD

CINCINNATI

cep

45242-2010



SHERWIN-WILLIAMS

SHERWIN-WILLIAMS.

3143 E KEMPER RD Visit www.sherwin-williams.com
SHARONVILLE OH 45241 Store 1246 ANDREW PACKING
(513) 771-8572 SLIP
Fax - (513)771-8590 No. 58888
ACCOUNT: 6538-0111-8 JOB 01 METALEX MFG - T T —
PO: 7126¥JG -\

METALEX MFG
5750 CORNELL RD
CINCINNATI QH 45242 2010

(513) 485-0507

DATE: 06/20/07
TIME: 8:30 AM

E23/13651 11

SALES NUMBER SIZE FPRODUCT DESCRIPTION

630-4240 GALLON B&T7HS RCT EPX PR BUFF A
§30-4265 GALLON B&7VS RCT EPX PR HARD B

TOTAL LINES

3/3\/

JUN 2 € 2807

QUANTITY

2 i0

METALEX
'Q.A.DEP n?;’;

ACCEPTED
DATE &/ 2947
Te

BY
Xl #8558

W
W Tfa

\-.- k...ﬁ _iq 3 §
L-. \ j

o

METALEX WIFG.

BY

Co

MERCHANDISE RECEIVED IN GOOD ORDER BY:

BILLY DATE (CENTRALIZED INVOICE)



86/13/2867 26: 24 15137712667 SW CINCI CC PAGE 61
METALEX wy
The Sherwin—-Williams Co. 2 é-EDEPT( %
3143 EAST KEMPER RD Rl
CINCINNATI,OHIO 45241 BY. X<
Db 753E
CERTIFICATE OF COMPLIANCE
STATEMENT OF QUALITY
METALEX
PURCHASE ORDER Fla6l-JG
DATE OF MFG
SHELF LIFE
PART
QUANTITY
- BATCH

IT IS HEREBY CERTIFIED THAT ALL MATERIAL USED IN THE
MANUFACTURE OF PARTS IN THE QUALITY CALLED FOR ON
THE SUBJECT PURCHASE ORDER, CONFORM TO THE MATERIALS
AND/OR MANUFACTURING SPECIFICATIONS INDICATED IN
DRAWINGS OF SPECIFICATIONS AS CALLED FOR ON SAID
PURCHASE ORDER.

THE SHERWIN-WILLIAMS CO
3143 EAST KEMPER RD

CINCINNATI OHIO 45241 SHlCLAe 3 s
OX2L6 ;ré S
Ea
///4 batch dote  Gx27755 BEWS
< |
 AUTHORIZED SIGNATURE e OXOA7SC BETHS
CUSTOMER SERVICE ADM OX 2905 F



y SHERWIN-WILLIARS.

SEERWIN-WILLIAMS

3143 E KEMPER RD visit www.sherwin-williams.com

SHARONVILLE OH 45241 Store 1246 KEVIN PACKING
(513)771-8572 SLIP
Fax - (513)771-8590 No. 7233-5

ACCOUNT: 6538-0111-8 JOB 01 METALEX MFG

METALEX MFG _ DATE: 07/16/07
5750 CORNELL RD TIME: 8:08 AM
CINCINNATI OH 45242 2010

El16/13651 11

SALES NUMBER 8IZE PRODUCT DESCRIPTION QUANTITY

6405-18999 GALLON B&E2WE111 TC HS EX WHT A 5
Color: SW4026 SLATE GRAY
BAC Bland-a-Color 0Z 32 64 128

B1 Black 2 1is 1 1
G2 New Green - 3 - -
Y3 Deep Gold - 2 - -

Sher-Color Formula

TOTAL LINES 1 5

ML 16 A7

) (-
F L@ 77 METALEL AES.
L

By &

MERCHANDISE RECEIVED IN GOQD ORDER BY:

BILLY BLANTON : DATE (CENTRALIZED INVOICE)



'FROM @ PURSACCTG0EPRUOCESS/METALEX FAX NO. @ 5134831726 .Tﬁl. 16 2807 @7:395AM Pi1

Metale;c PO# “7/ P29 - AL ""753?

Certificate of Conformance

Customer: Metalex Mfg. Inc.

Address: 5750 Cornell Rd.
Cincinnati, Oh: 45242

Attention: Quality Engineering Dept.

METALEX }
Q. A.DEPT U
ACCEPTED
DATE Z/16/5%
BY__ 7T

Item Qtv. Part Number Rev. Part Name _ Job#
BAaxcTtH 08 [27C

/5 BLAWZ/] Toee clan .S, Swhozt 7558
Si\eif (_l(c; Sémﬂ:lk:

g J('\_P/LU‘)!' "\) N ! ” { m'é\e?tsxﬁes that all materials, procesées, etc.furnished to

Supplier Nam

Metalex, for the purchase order number stated above, comply with all conditions stated in

cc: Hardecopy P.O. Books
MX4012 (3/93)



FROM 1SW 1246 Fe MO, 1SL3F710558 Jun. OE Z9ET &r:zenM Pl
BE{BMEBBT 2318 15137712857 & CINGI (G . | pAGE Bl

4 : ' LY i
FROm § TETRAEN PURGHRSING SGHE ND, ¢ SLIHAE3 Babe Tan. 30 2006 1B AL

jrwz/’
Qﬁ( FE 7

AT

: Customer:  Memlex ¥ifg. Tne. o
Acc) pddes $T00 b 45242 B sl 01
Aﬁmﬂbﬁ‘ hﬁéﬂﬂ&?@@%% 25 Hara ag 3 )
Rev, Pagilisme.. — T Lire
5 B T ENTI R~ L Sy
e, S BN 22y L L:E_Q:.C_’Lw H S }’mmﬁz‘ﬁu%%?;
R ey )23 = A 4} Qs . 2 MEARPA

LS TO# 53 S
T \ﬁ% e =4 /ﬁﬂewﬂo( )

m s —— A -k Mg U

‘6% — — —

ﬁ T!TETZ—U ) é&f@&i i [l ﬁ?’ﬂﬁu:rnﬁu that all masesials, provesses, e furnished o

Mietalas, for the purchase ordas ambor statsd abavo, s,:xmply with all conditions steted in

the P.O. for the iteran shown, --"'""“’
I /j"'—""-:...-,..——* .‘_,, ‘“-a‘..,__“_‘__‘:)
et . e Vere (anlity 349, -
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':__'Netalex Manufacturmg Inc

nd. 1F
i oiemn Owned Buslnessau Plua Yeam i

METALEX WELD CERTIFICATION

MX JOB # 07-7558 QTY 4 CUSTOMER: Hi-Tech Manufacturing, Inc.
PART NAME: Support Girder
PART NUMBER: L1430401-100400 REVISION: 5V

S/N: (if applicable} 7A-08198-01 thru -04

METALEX PROCEDURE # WPS 146 (K. Ballard), WPS 194-1 (G. Black)
CUST. SPECIFICATION # AWSDI1.1
WELD WIRE SPEC  AWS A5.20
TYPE E7IT-1
HEAT 79526, 81192, 80622
DIAMETER .062

SERJAL NUMBER WELDER
7A-08198-01 Ken Ballard
7A-08198-02 Greg Black
7A-08198-03 Ken Ballard
7A-08198-04 Greg Black

THE ABOVE PARTS LISTED WERE WELDED IN ACCORDANCE WITH THE REFERENCED
WELDING SPECIFICATION.

Tl (o= | 1/36/c7

Metalex Quality Control Date

MX 1025 (9/98)



WELDING OPERATOR QUALIFICATION (WPQ)
Welding Specificalion ASME (X & AWS D11

Welder's Name  Ken Baliard ‘ ... Employee No. 334 WPQ No. 146

Welding Process{es) used FCAW Type _Semi-Autornalic
Identification of WPS followed by welder during welding of lest coupon - WPS 146
Base Material(s} welded ASME 1X; P1 1o P1 {A386) Thickness 375"
. - AWS D1.1: Group 1 to Group 1 (A36)
Manuat or Semi-Automatic Variables for Each Process ' Actual Values Range Qualified
Penetration — Complete or Paial Complete Complele
Single or Double Weld . Single . ._Single
Backing (matal, weld metal, welded from both sides, ﬂux efc) Yes : Yes
ASME [X P-No. to ASME 1X P-No. 1 1
AWS D 17.1. Group No, to Group No. NJA MNJA
AWS D 1.1. Group-No, to Group-No. 1 ] 1 .
Plale X Pipe (enter diarmeter, if pipe)} 375" : ASE\.ﬂE IX; .0625" -
' K\ifs D1.1: 125" -
, L 75"
Filter Metal Specification (SFA): 5.20 _ Classilication E71T-1 -
Filler Mietal F-No, 8 B
Consumable Insert for GTAW or PAW N/A N/A
wWeld deposit thickness for each welding process (ASME 1X) . 375" 750" max
Weld deposit thickness for each welding process (AWS D 17.1) : NIA NIA
Weld depo_éit thickness for each welding process (AWS D 1.1) ' 375" B 750" max
Welding Position (1G, 56, elc) . 16 1G
Progression (uphill/downhill} v N/A . i N/A
3acking Gas N/A NIA
GMAW Transfer Mode ' ) N/A N/A

Welding current type ! polarily ' DC REverse B DC Reverse

: | GUIDED BEND TESTRESULTS  ~
-.JUIdEd BendTestsType " {Side) Resuits (Trans. R&F) Type [ {Long.R&F) Results [}

| 1 - Acceplable’ 4 - Acceplable’

2 - Acceplable

§3- Acceptable

Visual test resulls  Pass ‘ Radiogréphic lest resufts _N/A

Fillet Weld — Fraciure Test N/A . Length and percent of defects /A in.
Macro test fusion N/A, Fillet leg size NIA in. X N/A ) in Cancavity/convexity N/A in.
Welding test conducted by Melalex Manufacturing

Mei:hanical’tesls conducted by MOS Inspection : ‘ Labtestno. 0594-5586

We cerlify that the stalements in this record are correct and that the test welds were prepared and lested in accordance wilh the
requirements of the above referenced welding specification. The above named individual is qualified in accordance with the above
eferenced welding specification within the above limits for the welding pracess used for this test.

Date: l/lq/quc By: H&f’uma 7?( (/{C//?/B DD

Metalex ManufaE{unng, Inc.

¥ Kewoed By [Ddﬁi '7/"&/07 ’;Z/

7051 (0707 Reuactl +o %mw%r impe T upddls
MXTOSL (VHOT) Fur(’m m [/m F}LUS D{- [ : m'é‘o




WELDING QPERATOR QUALIFICATION (WPQ)
Welding Specification AWS D11 :

Welder's Name  Greg Black Employee No. 132
Welding Process(es} used FCAW
{dentilication of WPS foliowed by welder during welding of test coupon 194-1

194-1

Semi~Aulealic

Base Material(s) welded Group It 1o Group I (AS72 to AS72)

.500"

Manuai or Semi-Automatic Variables for Each Process Actual Values Ranae Qualified

Fenetration — Complete or Partial Complete Complete

Single or Double Weld Si_ngle Single

Backing {(melal, weld melal, welded frorn both sides, flux, etc) NIA NIA

ASME EX P-No. to ASME 1X P-No. NIA N/A

AWS D 17.1. Group No. to Group No. N/A NIA

AWS D 1.1. Greup-No. lo Group-No. 500" .1258" - 1.00"

Flale X Pipe (enter diameter, if plpe) .500" 125" - 1.00"

Filler Metal Specification (SFA): 5,20 Classification E71T-1 E7T1T-1

Filler Metal F-No. 6 6

Consumable insert for GTAW or PAW NIA N/A

Weld deposit thickness for each welding process (ASME [X) . N{A, N/A

WWeld deposit thickness for each walding process (AWS D 17.1) N/A NIA

Weld deposit thickness for each welding process (AWS D 1.1} _ 1.00" max 1.00" max

Welding Position (1G, 5G, elc) ; 1G 1G

Srogression {uphill/downhit) N/A NIA

Backirig Gas ) Argon Argon

SMAW Transfer Mode N/A NIA

Welding current type / polarity DC Reverse DC Reverse
. GUIDED BEND TEST RESULTS

Guided Bend Tests Type: {Side) Results [ {Trans. R&F) Type D {Long.R&F) Resulls  []

‘Side - Acceplable Side - Accepiable

- 3ide - Acceptable

Side - Acceplable

‘Visual lest resulls Pass

Radiographic lest resulfs  Pass

Fillet Weld - Fracture Test | N/A

Length and percent of defecls

ivacro test fusion NIA Filiet leg size “NiA in. X in Concavity/convexily in.

Welding lest conducted by Metalex Manufacturing

Mechanical tests conducled by  Cooperheat MQS

Labtest no. 303-04557-1

Ne certify that the slalements in this record are correct and that the test welds were prepared and tested in accordance wilh the
“equirements of the above referenced welding specification. The above named individual is qualified in accardance with lhe above

~eferenced welding specification within the above limits for the welding process used for this test.

Dale: :’;/9\60/0‘{ By: ‘.jm’ﬂ Qlfxuﬂ} /K/CB

]

fo Arawder 10 rewetd
add  Aws DI imfo-

VIX7051 {07/07)

¥ Reae d bi@“ﬁxwm Horfon ’7/2@/07 'L

Form to




| : 017227007
CERTIFICATE OF ANALYSIS _ PAGE : 1
CERTIFICATE OF TYPICAL ANALYSIS
: . ORDER #§ = 0
PART NUMBER: 245015904
~USTOMER NAME: INDIANA DXYBEN
5704 STATE ROUTE 128
CLEVES
0. 6152 raETaTex)
DIAMETER & LENGTH: 1716 . A DEPT
TRADE NAME: DUAL SHIELD ACCERTED |
TYPE : 70 ULTRA PLUS ey e
HEAT NO: 79526 D”b-fgz—-
CLASSIFICATION : E71T-1M/T-9M 1B

This material conforms to :
AWS A5.20-95, ASME SFA 5.20

CHEMICAL ANALYSIS :

M A e

Carbon
Manganese
Silicon

Fhosphorus

Sulphur
Chromium
Hickel

Molybdenum

Vanadium
Copper

PROPERTIES

.04
.18
.64

.04
.01
.01
.02
.06

oo ooooo O

RADIOGRATHY :

XRAY

DIFFUSIBLE HYDROGEN :

AVERAGE
GAS USED

-

TERSILE REQUIREMENTS:

AS WELDED
MIN YIELD
MIN YIELD

(psi)
(MPa)

w T

MIN TENSILE(psi)
MIN TENSILE(MFPa)

MIN ELORG

TENSILE RESULTS :

GAS USED
CALCULATE
CALCULATE
CALCULATE
CALCULATE

SPEC. REQUIREMERTS
0.18 Max
1.75 Max
0.90 Max

.ol8 B.03 Max
.013

0.03 Max
0.20 Max
0.50 Max
0.30 Max
0.08 Max
0.35 Max

Satisfacteory

2.2 (ml/100gr Avg).
75AR/25C02

58000

400

70000 ,

480 MAX TENSILE(MPa) :
22 .

AS WELDED

YIELD(psi)
YIELD(Mpa)
TENSILE(psi)
TENSILE(Mpa)-

e

% ELONGATION :
% REDUCTION OF AREA :

75AR/25C02
76250
526
86250

O - O S S S
27.0 |
71.8

The ESAB Group, Inc.

41500 Karen Lane
Hanover, PA 17331
www.esab.com
Fax: 1-800-444-8911

Phone: 1-800-123ESAB

By:

i



DATE : 01/22/007
CERTIFICATE OF ANALYSIS ~ PAGE : 2
ORDER # = 0
PART NUMBER: 245015904
“HARPY V-NHOTCH REQUIREMENTS: _ : _
1S-WELDED ; 76 LF5 2. [METALEX
2VN TEMPERATURE (F) : 0 Q.A.DEPT\WC
VN TEMPERATURE (C) : -18 ACCEPTED
YN AW MIN (FT-LBS) : 20 AL
VN AW MIN (JOULES) : 27 gy___T¢
CHARPY V-NOTCH RESULTS: '
AS-WELDED : 4
TEMP (F) ET-LBS TEHP(C) JOULES GAS
0 106 -18 164 75AR/25C02
-20 100 -29 136 75AR/25C02
FILLET : Satisfactory

This material is certified ko be free of any mercury.

The undersigned certifies that the product supplied will meet the requirements of the applicable AWS
Filler Metal Specification when tested in accordance with that specification, and that no
significant change has been made in the elements described in the qualit‘icétion approval

The ESAB Group, Inc.

1500 Karen Lane
Hanover, PA 17331
www.esab.com

Fax: 1-800-444-8311
Phone: 1-800-123ESAB

By:




ESAB -

CERTIFICATE OF ANALYSIS

- DATE

[T ]

CERTIFICATE OF TYPICAL ANALYSIS

USTOMER HAME:

Indiana Oxygen Co

5704 STATE RD 128

CLEVES

OH 450
‘PSTOMERS ORDER HO:
YLAMETER & LEHGTEH:

02
102836
1/16

PAGE
ORDER # : 282637
PART HUMBER: 245015904
Pos '—?NOO

'RADE HAME: DUAL SHIELD
YPE : 70 ULTRA PLUS
JEIGHT: 396
OT HO: 81152
‘LASSIFICATION : E71T-1M/T-9M
‘his material conforms to :
WS AS5.20-95, ASME SFA 5.20
THEMICAL AMALYSIS :
PROPERTIRS SPEC. REQUIREMENTE

Jarbon 0.04 0.18 Max
Alanganese 1.18 1.75 Max
jilicon 0.64 0.90 Max
Jhosphorus 0.018 0.03 Max
3ulphur 0.013 0.03 Max
“hromium 0.04 0.20 Max
gickel 0.01 0.50 Max
folybdepum 0.01 0.30 Max
yanadium 0.02 0.08 Max
Zopper 0.04 0.35 Max
RADIOGRAPHY :
IRAY Satisfactory
DIFFUSIBLE HYDHOGENW :
AVERAGE 3 2.2 (ml/100gr Avg).
ZAS USED : 75AR/25C02
TENSILE REQUIREMENTS:
AS WELDED
MIN YIELD(psi)} : 58000
MIH YIELD(MPa) : 400
MIN TEHNSILE (psi) : 70000
MIN TEHWBILE (MPa) : 480 MAX TENSILE (MPa) :
MIN ELONG : 22
TENSILE RESULTS =

AS WELDED
GAS USED - . . ......,.,n..‘,,.,.n,.qSAR/ZSCOQ oot
CALCULATE YIELD(psi) : 76250
CALCULATE YIELD(Mpa) : 526
CALCULATE TENMSILE(psi) : 86250
CALCULATE TEMSILE (Mpa) : 595

The ESAB Group, Inc.

1500 Karen Lane

Hanover, PA 17331

www.esab.com
Fax: 1-800-444-8911

Phone: 1-800-123ESAB

By:

K Deldooin

K. Wildasin, Supervisor, Q.A, Services

06/20/007
1




R ' : ’ : o ‘DATE : 06/20/007
CERTIFICATE OF ANALYSIS - . " PAGE : 2
ORDER # 282637
PART NUMBER: 245015904
ELONGATION : 27.0 '
REDUCTION OF AREA : 71.8
HARPY V-NOTCH REQUIREMENTS:
S-WELDED :
YN TEMPERATURE (F) : 0
VN TEMPERATURE (C) : -18
VN AW MIN (FT-LBS) : 20
VN AW MIN (JOULES) : 27
'HARPY V-NOTCH RESULTS:
.S-WELDED :
EMP (F) FT-LBS TEMP (C) JOULES GAS
106 -18 144 . 75AR/25C02
20 100 -29 136 75AR/25C02

"ILLET @ Satisfactory

‘his makterial is certified to be free of any mercury.

he undersigned certifies that the product supplied will meet the reguirements of the applicable AWS
iller Metal Specification when tested in accordance with that specification, and that no
ignificant change has been made in the elements described in the gualification approval

The ESAB Group, Inc.

1500 Karen Lane '

Hanover, PA 17331 _ K \QL”? e
www.esab.com By: —— {_ -
Fax: 1-800-444-8911 K. Wildasin, SUPEI‘\I.ISOQ Q.A. Services
Phone: 1-800-123ESAB
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_ DATE i 017107007 E
CERTIFICATE OF ANALYSIS CPAGE ;1

" CERTIFICATE OF TYPICAL ANALYSIS
ORDER # 1 0
PART NUMBER: 245015904
CUSTOMER NAME: INDIANA OXYGEN
5704 STATE ROUTE 128

DIAMETER & LENGTH: 1716 o 6Fa952
TRADE NAME: DUAL SHIELD

TYPE : 70 ULTRA PLUS

REAT HO: 80622

CLASSIFICATEON : E717-1M/T~9M

This material conforms to :
AMS A5.20-95, ASME SFA 5.20

CHEMICHYL ANALYSIS i

PROPERTIES SPEC. REQUIREMERTS
Carbon 0,04 0.18 Max
Manganesa 1.18 1.75 Max
Silicon 0.84 0.90 Max
Phosphorus 0.018 0.0% Max
Sulphur 0.013 0.85 Max
Chromiun 0.04 0.20 Max
Hickel 0.031 0.50 Max
Molybdenun 0.01 0.36 Max
vanagium 0.02 0.06 Max
Copper g.04 0.35 Max
HRAY Satisfactory
DIFRUSIBLE HYDROGEN :
ATERAGE H 2.2 ¢ml/100gr Avg).
GAf USED 3 75AR/25C02
TS:

AS HELDED
MIR YIELD(psi) : 58000
MIN YIELD(MPa) 4008
MIN TEASILE(psl)} 70000
MIN TERSILE(MPa) : 480 HARK TENSILE(MPa) :
MIF ELOHG : g2
TENSILE RESULIS

A5 WELDED
GAS USED 78AR/25C02
CALCULATE YIELD(psil) : 76250
CALCULATE YIELD(Mpa) : 526
CALODLATE TERSILE(pai) 86250
CALCOLATE TENSILE (Mpa) 595
% ELOHGATION : 27.0
¢ REDUCTIOHN OF AREA 1 71.8

The ESAB Group, Inc. et
1500 Karen Lans

Hanover, PA 17331 K \j» g
www.esab.oom By: — Jﬁﬂﬂ/\
Fox' 1-800-444-5911 ¥, Widaw'n, Bupmreiccr, QA Savticas
Phona: 1-800.123E8AB
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21/10/907

: .DATE :
CERTIFICATE OF ANALYSIS PAGE : 2

ORDER. §# : Q
PART NUMBER: 245015804

CH Y V-HOTCH REQUIREMENTS:

AS-HELRED :

CVH TEMPERATURE (F) : 0

CVH TEWPERATURE (C) ~18

CYR AW BIN (ET-LB3) 20

CVH AW MIN (JOULES) : 27

CHARPY V-HOTCE RESULTS:

AS-WELDED :

TEME (F) IT-1BS TRMP(C) JOVLES : GAS

0 106 -la 144 TEAR/25C02

-20 100 -29 134 75AR/25C02

FILLET : Satisfactory
Thie material is coertlfiad to bs free of any mareuty.
the undersigned certifies that the product aupplien will mest the raguiraments of tha applizable AWS

Filler Maetal Spec.fication whan tested in accordance with that specifrication, and that no
significant change has been mada in the elements docscribed in the gualificabtien approval

P60, 6FA52

METALEX
 QADEPT. @
ACCEPTED N-&

pATE A2 /o2
BY T

The ESAB Group, Ihe.

1800 Karen Lane

Manover, PA 17331 K dA -
www,e0ab.com ‘ By: L= Uﬁdﬂ@"
Fax: 1'509‘“"8911 K, Wﬂd“(n, M?Mﬁﬂﬁq.ﬂ. Sarvicad

Phone: 1-800-123ESAR




Metalex Manufacturing
L1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16185

Visual Weld Inspection Report

Metalex Job: 2007-7558 Serial Number: 7TA-08198-( 2/ )

Welding and Visual Welding Inspection Requirements:

. Per SOW L143-00093 Section 4.1.4.2: For all welded parts, the welding practice shall conform fo the
Structural Welding Code, ANSIAWS D1.1-D1.1M:2004..

Per SOW L143-00093 Section 4.1.4.2.2: All structural welds shall be visually inspected as defined in
section 6.9 of the Structural Welding Code. The contractor shalf cerlify that the welds were inspected and
were acceplable.

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#1

Features: W1 and W2
Acceptable @IN} [ Z Initiak: ﬂ# ?f_; ate: /;9/5;/&’7

Fabrication Stage#2

Features: W3, W4 and W5

Acceptable (YIN) #£5 _Initial: a4
P 44,0,8/7

Features: W6, W7, W8, WQ,@ W11 and W12

Fabrication Stage#3

Hi

06 1 ‘
Acceptable (YIN) Ugs Initial: A%, ‘ ate: &/9/07 .

Verification of completion of weld visual inspection:

{/7 P » M
A . 3
2 e :
Completed By: _5_4@/_1/ Mg/ s Date: A

5750 Cornell Road * Blue Ash. Industrial Park « Cmcinn-aﬁ., OH 45242
Phone (513} 489-0507 » Fax {513) 489-1020



Metalex Manufacturing
1.1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16185

Visual Weld Inspection Report

Metalex Jobh: 2007-7558 Serial Number: 7A-08198-( 72 )

Welding and Visual Welding Inspection Requirements:

Per SOW L143-00093 Section 4.1.4.2: For all welded parts, the we!drng practice shall conform to the
Structural Weldmg Code, ANSIVAWS D1.1-D1.1M:2004..

Per SOW L143-00093 Section 4.1.4.2.2: All structural welds shall be visually inspecled as defined in
section 6.9 of the Structural Welding Code. The contractor shall certify that the welds were inspecled and
were acceptable.

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#1

Features: W1 and W2 ) ™
Acceptable (YIN) {£% Initial; /,{/ ate: /};f/»,%{?

Fahrication Stagei#?2

Features: W3, W4 and W5 _ f?w

Acceptable @lN) sES Initial; 47 Lis ate: é/?/;f:?
Fabrication Stage#3 /é/7/5’7
Features:; W6, W7, W8, W9, (NV10} W11 and W12 o

Acceptable (@N) vES Initial: 4 4. “ ate: £/¢/7.

Verification of completion of weld visual inspection:

Completed By: @m« M

r—

.«.‘fp.:-...v;‘\

&

Date: @/3/617

&

5750 Cornell Road * Blue Ash Industrial Park « Cincinnati, OH 45242
Phone (513) 483-0507 » Fax {513} 489-1020




Metalex Manufacturing
L1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16185

Visual Weld Inspection Report

Metalex Job: 2007-7558 Serial Number: 7A-08198-( o3 )

Welding and Visual Welding Inspection Requirements:

Per SOW L143-00093 Section 4.1.4.2: For all welded paris, the welding practice shall conform {o the
Structural Welding Code, ANSIIAWS D1.1-D1.1M:2004..

Per SOW L143-00093 Section 4.1.4.2.2: All structural welds shall be visually inspected as defined in
section 6.9 of the Structural Welding Code. The contractor shall cerlify that the welds were inspected and
were acceptable.

Part Print 1.1430401-100400 sheet 1 of 3.

Fabrication Stagef#1

Features: W1 and W2

MTX

Acceptable (QIN) ks Initial: A4 \X/Date: @}}0!&7
Fabrication Stage#2
Features: W3, W4 and W5 =

_. 8

Acceptable (YIN) %5 Initial: A4 . % ate: 4/#!/&17 .
Fabrication Stage#3
Features: W6, W7, W8, W9, W10, W11 and W12

Acceptable @N) {ES Initial: 4/ \& Date: 4;/,24/# .

Verification of completion of weld visual inspection:

Completed Byi@’&m ?ZZALQ ’ Date:  &f22/e7

5750 Cornell Road » Blue Ash Industrial Park « Cincinnati, OH 45242
Phone (513} 489-0507 +» Fax {513) 489-1020



Metalex Manufacturing
L1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16185

Visual Weld Inspection Report

Metalex Job: 2007-7558 Serial Number: 7A-08198- (04 )

Welding and Visual Welding Inspection Requirements:

Per SOW L143-00093 Section 4.1.4.2; For alf welded paris, the welding practice shall conform to the
Structural Welding Code, ANSIVAWS D1.1-D1.1M:2004..

Per SOW L143-00093 Section 4.1.4.2.2; All structural welds shall be visually inspected as defined in
section 6.9 of the Structural Welding Code. The contractor shall certify that the welds were inspected and
were acceplable.

Part Print L1430401-100400 sheet 1 of 3.

~ Eabrication Stage#1

Features: W1 and W2
) 816
Acceptabte (YIN) ¢f% Initial: A4~ Date: 4/2/7 .

Fabrication Stage#2

Features: W3, W4 and W5 @
: 0c1s ;
Acceptable ([:Y)N} {Es Initial: ﬁ# Date: gf/ﬂ/z)?' )

Fabrication Stage#3

Features: W6, W7, W8, W9, W10, W11 and W12

Acceptable @N) 5 Initi-al:ﬂ.;ﬂ- Date: é’/i’é//}V .

Verification of completion of weld visual inspection:

o~ '. R —‘ Mm |
Completed By:% _,«,/%Z_y @ Date: aleste 7
/—’ Fd / 3

-3
S~

5750 Corneli Road « Cincinnati, OH 45242

Phone {513} 488-0507 » Fax {513} 439-10.20




Part Print L1430401-100400 sheet 1 of 3. Qty-38 Units

Metalex Manufacturing
L1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16185

Serialization Sheet

Metalex Job: 2007-7558

Serial Numbers:

7A-08198-01
7A-08198-02
7A-08198-03
7A-08198-04
7A-08198-05
7A-08198-06
7A-08198-07
7A-08198-08
7A-08198-09
7A-08198-10
7A-08198-11
7A-08198-12
7A-08198-13

7A-08198-14
7A-08198-15
7A-08198-16
7A-08198-17

7A-08198-18

7A-08198-19
7A-08198-20
7A-08198-21
7A-08198-22
7A-08198-23
7A-08198-24
7A-08198-25
7A-08198-26

7A-08198-27
7A-08198-28
7A-08198-29
7A-08198-30
7A-08198-31
7A-08198-32
7A-08198-33
7A-08198-34
7A-08198-35
7A-08198-36
7A-08198-37
7A-08198-38

5750 Cornell Road » Blue Ash Industrial Park « Cincinnati, OH 45242
Phone {513) 489-0507 » Fax {513) 4691620
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JAWS D1.1/D1,1M:2004

be measured with suitable gages. Visual ins
cracks in welds and base metal and other dis
should be aided by a strong light, magnifie
other devices as may be found helpful.

6.5.6 Inspector ldentification of Inspections Per-
formed. Inspectors shall identify with a distinguishing
mark or other recording methods all parts or joints that
they have inspected and accepted. Any recording method
which is mutuélly apreeable may be used. Die stamping
of cyclically loaded members without the approval of the
Engineer shall be prohibited.

6.5.7 Maintenance of Records. The Inspector shall
keep a record of qualifications of all welders, welding
operators, and tack welders; all WPS qualifications or
other tests that are made; and such other information as
may be required.

Part B
Contractor Responsibilities

6.6 Obligations of the Contractor

6.6.1 Contractor Responsibilities. The Contracior
shall be responsible for visua] inspection and necessary
correction of all deficiencies in materials and workman-
ship in conformance with the requirements of this code.

6.6.2 Inspector Requests. The Contractor shall comply
with all requests of the Inspector(s) to correct deficien-
cies in materials and workmanship as provided in the
contract documents.

6.6.3 Engincering Judgment. In the event that faulty
welding, or its removal for reweiding, damages the base
metal so that in the judgment of the Engineer its retention
is not in conformance with the intent of the contract doc-
uments, the Contractor shall remove and replace the
damaged base metal or shall compensate for the defi-
ciency in a manner approved by the Engineer.

6.6.4 Specified NDT Other than Visual. When NDT
other than visual inspection is specified in the informa-
tion furnished to bidders, it shall be the Contractor's re-
sponsibility to ensure that all specified welds shall meet
the quality requirements of Section 6, Part C, whichever
is applicable.

6.6.5 Nonspecified NDT Other than Visual. If NDT
other than visual inspection is not specified in the original
contract agreement but is subsequently requested by the
Owner, the Contractor shall perform any requesied testing
or shall allow any testing to be performed in conformance
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th 6.14. The Owner shall be responsible for all associ-

:d costs including handling, surface preparation, NDT,

d repair of discontinuities other than those described in

3, whichever is applicable, at rates mutually agreeable
petween Owner and Contractor. However, if such testing
should disclose an atempt to defraud or gross nonconfor-
mance to this code, repair work shall be done at the. Con-
tractor’s expense.

Part C
Acceptance Criteria

6.7 Scope

Acceptance criteria for visual and NDT inspection of
tubular connections and statically and cyclically loaded
nontubular connections are described in Part C. The ex-
tent of examination and the acceplance criteria shall be
specified in the contract documents on information fur-
nished to the bidder.

6.8 Engineer’s Approval for
Alternate Acceptance Criteria

The fundamental premise of the code is to provide
general siipulations applicable to most sifuations. Accep-
tance criteria for production welds different from those
described in the code may be used for a particular appli-
cation, provided they are suitably documented by the
proposer and approved by the Engineer. These alternate
acceptance criteria may be based upon evaluation of suit-
ability for service using past experience, experimental
evidence or engineering analysis considering material
type, service load effects, and environmental factors.

6.9 Visual Inspection

All welds shall be visually inspected and shall be
acceptable if the criteria of Table 6.1 are satisfied.

6.10 PT and MT

Welds that are subject to MT and PT, in additior to
visual inspection, shall be evaluated on the basis of the
applicable requirements for visual inspection. The testing
shall be performed in conformance with 6.14.4 or 6.14.5,
whichever is applicable.
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Table 6.1
Visual Inspection Acceptance Criteria (see 6.9)
- Suatically | Cyclically
Loaded Loaded Tubular
Nontubular | Nontubular | Connections
Discontinuity Category and Inspection Criteria Connections | Connections | (All Loads)
(1) Crack Prohibition X X X
Any crack shall be unacceptable, regardless of size or location,
(2) Weld/Base-Metal Fusion
Thorough fusion shall exist between adjacent layers of weld metal and between weld metal X X X
and base metal,
(3) Crater Cross Section
All craters shall be filled to provide the specified weld size, except for the ends of X X X
intermittent fillet welds outside of their effective length.
(4) Weld Profiles X X X
Weld profiles shall be in conformance with 5.24.
(5) Time of Inspection .
Visual inspection of welds in all sieels may begin immediately after the completed welds
have cooled (0 ambicnt lemperature. Acceptance criteria for ASTM A § 14, A 517, and X X X
A 709 Grade 100 and 100 W steels shall be based on visual inspection performed not less
than 48 hours after completion of the weld.
{6} Undersized Welds
The size of a fillet weld in any coatinuous. weld may be less than the specified nominal
size (L} without correction by the following amounts (U
L, u,
specilied nominal weld size, in. [mm] allowable decrease from L, in. [mm]
S W16 [5) <16 (2) X X X
1/4 [6] <3/32(2.5)
2 5/16 (8] <1/8{3]

Inall cases, the undersize portion of the weld shall not exceed 10% of the weld length,
On web-to-flange welds on girders, underrun shall be prohibited at the ends for a length
equal to twice the width of the flange.
(7} Undercut
(A) For material less than | in. [25 mm] thick, undercut shall not exceed 1/32in. [| mm],
with the following exception: undercut shall not exceed 1416 in. (2 mem)] for any X
accumukated length up to 2 in. {50 mm] in any 12 in. {300 mm). For material equal to or
grezler than 1 in. thick, undercut shall not exceed 1/16 in. [2 mm) for any length of weld,
(B) In primary members, undercut shall be no more than 0.0} in. [0.25 mm] deep when
the weid is transverse to tensile stress under any design loading conditien. Undercut shall X X
be no more than 1/32 in, [ mm] deep for all ather cases.
(8) Porosity
(A} CIP groove welds in butt joints transverse to the direction of computed tensile stress
shall have no visible piping porosity. For all other groove welds and for fillet welds, the X
sum of the visible piping porosity 1/32 in. [1 mm] or greater in diameter shall not exceed
378 in. [10 mm} in any linear inch of weld and shall not exceed 3/4.in. [20 mm]inany 12 in.
[300 mm] length of weld. i
{B) The frequency of piping porosity in fitlet welds shall not exceed one in each 4 in.
[100 mm] of weld length and the maximum diameter shall not exceed 3/32in. [2.5 mm],
Exception: for fillet welds connecting stiffeners 1o web, the sum of the diameters of X X
piping parosity shall not exceed 3/8 in. [10 mm] in any linear inch of weld and shal] not
exceed 3/4 in. [20 mm] in any 12 in, [300 mm) length of weld.
(€) CIP groove welds in butt joints transverse to the direction of computed tensile siress
shall have no piping porosity. For all other groove welds, the frequency of piping porosity X X
shall not exceed one in 4 in. {100 mm) of length and the masimum diameter shall not
exceed 3/32in. [2.5 mm)].

General Note: An “X” indicates applicability for the connection type; a shaded area indicates non-applicability.
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" SECTION 5. FABRICATION

and shall have at least 75% of the stiffener bearing
cross-sectional area in contacl with the inner surface of
the flanges. The outer surface of the flanges when bear-
ing against a steel base or seat shall fit within 0.010 in.
{0.25 mm] for 75% of the projected area of web and stiff-
eners and not mare than 1/32 in. [1 mm] for the remain-
ing 25% of the projected area. Girders without stiffeners.
shall bear on the projected area of the web on the outer
flange surface within 0.010 in. {0.25 mm] and the in-
cluded angle between web and flange shall not exceed
907 in the bearing length (see Commentary).

5.23.11 Tolerance on Stiffeners

5.23.11.1 Fit of Intermediale Stiffeners. Where
tight fit of intermediate stiffeners is specified, it shall be
defined as allowing a gap of up to 1716 in. [2 mm] be-
tween sfiffener and flange.

5.23.11.2 Straightness of Intermediate Stiffeners.
The out-of-straightness variation of intermediate stiffen-
ers shall not exceed 1/2 in. [12 mm] for girders up 1o 6 ft
[£.8 m] deep, and 3/4 in. [20 mm)] for girders over 6 ft
(.8 m] deep, with due regard for members which frame
into them.

5.23.11.3 Straightness and Location of Bearing
Stiffeners. The out-of-straightness variation of bearing
stiffeners shall not exceed 1/4 in. (6 mm] up to 6 ft
(1.8 m} deep or 1/2 in. [12 mm) over 6 ft [1.8 m] deep.
The actval centerline of the stiffener shall lie within the
thickness of the stiffener as measured from the theoreti-
cal centerline location.

5.23.11.4 Other Dimensional Tolerances. Twist of
box members and other dimensional tolerances of menm-
bers not covered by 5.23 shall be individually determined
and mutually agreed upon by the Contractor and the
Owner with proper regard for erection requirements.

5.24 Weld Profiles

All welds, except as otherwise allowed below, shall be
free from cracks, overlaps, and the unacceptable profile
discontinuities exhibited in Figure 5.4,

5.24.1 Fillet Welds. The faces of fitiet welds may be
stighily convex, flat, or slightly concave as shown in Fig-
ure 5.4. Figure 5.4(C) shows typically unacceptable fillet
weld profiles.

5.24.2 Intermitlent Fillet Welds. Except for undercut,
as allowed by the code, the profile requirements of
Figure 5.4 shall not apply to the ends of intermittent. fillet
welds oufside their effective length,

190

AWS D1.1/D1.1M:2004

5.24.3 Convexity. Except at outside welds in comer
joints, the convexity C of a weld or individual surface
bead shall not exceed the values given in Figure 5.4.

5.24.4 Groove or But! Welds. Groove welds shall be
made with minimurm face reinforcement unless otlrer-
wise specified. In the case of butt and corner joints, face
reinforcement shall not exceed 1/8 in. [3 mm] in height,
All welds shall have a gradual transition to the plane of
the base-metal surfaces with transition areas free from
undercut except as allowed by this code. Figure 54(D)
shows typically acceptable groove weld profiles in butt
Joints. Figure 5.4(E) shows typically unacceptable weld
profiles for groove weld butt joints.

5.24.4.1 Flush Surfaces. Butt welds required to be
flush shall be finished so as to not reduce the thicknesses
of the thinner base metal or weld metal by more than
1/32 in. {1 mm], or 5% of the material thickness, which-
ever is less. Remaining reinforcement shall not exceed
I/32 in. [1 mm] in height. However, all reinforcement
shall be removed where the weld forms part of a faying
or contact surface. All reinforcement shall blend
smoothly into the plate surfaces with transition areas free
from undercut.

5.24.4.2 Finish Methods and Values. Chipping and
gouging may be used provided these are followed by
grinding. Where surface finishing is required, rough-
ness values (see ASME B46.1) shall not exceed
25( microinches [6.3 micrometers). Surfaces finished to
values of over 125 microinches {3.2 micrometers]
through 250 microinches [6.3 micrometers] shall be fin-
ished parallel to the direction of primary stress. Surfaces
finished to values of 125 microinches {3.2 micrometers]
or less may be finished in any direction.

5.25 Technique for Plug and Slot Welds

5.25.1 Plug Welds. The technique used to make plug
welds when using SMAW, GMAW, (except GMAW-S),
and FCAW processes shall be as follows:

5.25.1.1 Flat Position. For welds to be made in the
flat position, each pass shall be deposited around the root
of the joint and then deposited along a spiral path to the
center of the hole, fusing and depositing a layer of weld
metal in the root and bottom of the joint. The arc shall
then be moved to the periphery of the hole and the proce-
dure repeated, fusing and depositing successive layers to
fill the hole to the required depth. The slag covering the
weld metal should be kept molten until the weld is fin-
ished. If the arc is broken or the slag is allowed 1o cool,
the slag must be completely removed before restarting
the weld.




The Cincinnati Steel Treating Co

Certification ID
5701 Mariemont Ave. 36423
Cincinnati, Ohio 45227 (513) 271-3173
Order ID
CERTIFICATION OF COMPLIANCE 95712
CUSTOMER

Metalex Mfg., Inc.
5750 Cornell Road

Cincinnati OH
Blkt Ord # 45242

Purchase Order 71422-JS Customer Cust

Qty Part No/Description
2 1L1430401-100400-05
SUPFORT GIRDER

Riaterial
A36

SIN 7A-08198-01 & 7A-08198-02

STRESS RELIEVE PER AWS D1.1 REV. 2004.
NOTE: SUPPORT TO PREVENT DISTORTION.
HEAT TREAT CHARTS REQUIRED.
CERTIFICATIONS REQUIRED.

RESULTS

THE ABOVE PARTS HAVE BEEN HEAT TREATED TO THE FOLLOWING:
HEAT TREATMENT STRESS RELIEVED PER AWSD1.1 REV 2004
WE HEREBY CERTIFY THAT THE ABOVE PARTS WERE PROCESSED IN ACCORDANCE WITH
THE SPECIFICATIONS AND INSTRUCTIONS SPECIFIED ON THE ABOVE PURCHASE ORDER

AND THAT THE RESULTS AND REPORT THEREOF ARE AS STATED. ALL TESTING AND

INSPECTION PROCEDURES EMPLOYED WERE IN ACCORDANCE WITH THE APPLICABLE
SPECIFICATIONS AND THE RESULTS THEREOF ARE ON FILE.

el /‘%‘ Lﬂ

AME JAMES M. HUNT
TITLE QA MANAGER
DATE 7/17/2007
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The Cincinnati Steel Treating Co
5701 Mariemont Ave.
Cincinnati, Ohio 45227 (513) 271-3173

CERTIFICATION OF COMPLIANCE

Certification ID
36424

Order ID
96188

CUSTOMER
Metalex Mfg., Inc.
5750 Cornell Road

ACCEPTED |

Cincinnati OH paTEZAG T}
Blkt Ord # 45242 '

Purchase Order 71474-JS Customer Cust

Qty Part No / Description Material
2 L1430401-100400-05 A36
SUPPORT GIRDER

S/N 7A-08198-03 & 7A-08189-04

STRESS RELIEVE PR AWS D1.1 REV. 2004 SECTION 5.8 AND TABLE 5.2. FURNACE
CHARTS & CERTIFY.

RESULTS
THE ABOVE PARTS HAVE BEEN HEAT TREATED TO THE FOLLOWING:
HEAT TREATMENT STRESS RELIEVED PER AWS D1.1 REV 2004

SECTION 5.8 AND TABLE 5.2

WE HEREBY CERTIFY THAT THE ABOVE PARTS WERE PROCESSED IN ACCORDANCE WITH
THE SPECIFICATIONS AND INSTRUCTIONS SPECIFIED ON THE ABOVE PURCHASE ORDER
AND THAT THE RESULTS AND REPORT THEREOF ARE AS STATED. ALL TESTING AND
INSPECTION PROCEDURES EMPLOYED WERE IN ACCORDANCE WITH THE APPLICABLE
SPECIFICATIONS AND THE RESULTS THEREQF ARE ON FILE.

9/%-""/@ <
NARE JAMES M. HUNT

TITLE QA MANAGER
DATE 7/17/20077
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INSPECTION PLANNING & REPORT FORM Job No. L Qiy
: Metalex Mfg, 2007-7558 1
&’ Customized Machinery and Parls 5750 Commell Rd ! Cincinnati, OH 45242 1 (513) 489-0507
CERTIFIED |80 9001 GUALITY MANAQEMENT
Inspection Origin Vendor (Sub-Tier Source) dentification Customer ldentification
0 Receiving Vendor Name Part No. REV P.C. Number
0 in-Process N/A ) L.1430407-100400 5V 16185
O Final Date Rec'd P.0. No. Part Name
O Rework/Repair N/A NIA Undulator Support Girder
X First Article
At Oper, Serial Numbers: Customer Name
170 i-Tech Manufacturing
SR s E R e A A T o S e R K e G PR PT BRI
ACTUAL DIMENSION / GAGE VERIFICATION

** ALL DIMENSIONS TO BE RECORDED IN MILLIMETERS **
** ALL TEMPERATURES TO BE RECORDED IN CELSIUS **
ALL DIMENSIONS APPLY AT A TEMPERATURE OF 20 DEGREES CELSIUS. PART MUST BE IN
THERMAL EQUILIBRIUM DURING MEASUREMENTS AND AT THE SAME TEMPERATURE AT
THE BEGINNING AND CONCLUSION OF THE MEASUREMENTS WITHIN +/-2 DEG. CELSIUS,

PART 'I_.‘EMPERA'FURE SOW CONTACT o e\
BEFORE INSPECTION 45.4 THERMOMETER 20 5 l (.
- (Record in Celsius) o MX1794 \
PART TEMPERATURE SOW CONTACT o MY
DURING INSPECTION %54 | THERMOMETER 20.51 C ( it
(Record in Celsius) T MX1794 o
PART TEMPERATURE SOW CONTACT o WX
AFTER INSPECTION 4.5.4 THERM_OMETER 20 53 C ( f;ﬂ 8
{Record in Celsius) s MX1794 ) pali

CRITICAL DIMENSIONS PER SECTION 4.5.2.2 OF DOC. # L143-00093

SHEET 2 — TOP VIEW

ﬁ())(ﬁl;ltness of Datum B of .030 NA | oMM MX1269 O13 hann i 1})
B) Perpendicularity of Datum B ;;X
 f0 Datum C E8 | CMM MX1269 O3 mpn ( a8
_].25.010]lAC | =
C) Flatness of datum A of .030 . 7%
[.001] NA | CMMMX1269 | OLS mm (Jm 8
D) Perpendicularity of Datum A ‘?ﬁ_;
to Datum C D8 CMM MX1269 023 mw ﬁ@
| |.25[.010]C ' =
E7
E) 9X ¢ 6.315 — 6.329 marked ( i
E6 | CMM MX1269 - -.
“D1","D2" & “D3" B3 327 - (329 o8
F) True position of “D3 " holes 050 058 }
: . 7K
2X [(Pf.1 [004]|ABIC E3 | CMM MXI1269 Wp
®|.03 [.0012]BIC .08 =
FY} True position of “D2" holes
2X [P .1 [.004]|ABIC E6 | CMMMXI269 | — e )
({].03 [.0012)B|C : .OI10 =
5 o INSPECTED BY DATE oAGE | QiyY | ary
i — ACC | REI
s “Trormas G Cook ’/'0/07 OF 2 | | O,

MX1010 (7/98)



INSPECTION PLANNING & REPORT FORM Job Ne. Qty
: Melalex Mg, 2007-7558 1
Customized Machinory and Parls 5750 Comeli Rd ! Cincinnati, OF 45242 | (513) 489-0507
Inspection Origin Vendor {Sub-Tier Source} Identification Custemer identification
O Receiving Vendor Name Part No. REV | P.O. Number
O In-Process NIA L1430401-100400 % 16185
0O Final Date Rec'd P.O. No. Part Name
O Rework/Repair N/A N/A Unduiator Support Girder
X_First Article
At Oper. Serial Numbers; Customer Name
' INSPECTION /| ACTUAL D DlMENSlON 7 GAGE VERIFICATION
F) Locations of “D1” holes HTX
444.50 [17.500] E7 | CMMMXI269 | yuy 57 az3
WX
1968.50 [77.500] E4 | CMMMXI269 | |§(%.505 a
it
3492.50 [137.500] E2 | CMMMXI269 | 3492 487 )
I
2X 523.6 [20.61] El | CMMMXI269 |523694 523EQY 523.415 (m}
. - kel \
3185.26 [125.404] D2 | CMMMXI1269 | 3185 242 )!(U
' 845.29 [33.179] D6 | CMMMXI1269 | BH5,21]
2X 95.10 [3.744] D§ | CMMMX1269 | 95.087 95y ( acq)
SHEET 2 — SIDE VIEW
it
AYEC /71030 [.0012] C8 | CMMMXI260 | 030 (\g;c%g)
SHEET 2 — BOTTOM VIEW
i HIX
A)2X 749.78 - .15 - C7 CMMMXI1269 | 744.1%0 744 759 i
/ A
B) 2X 2340.00 + .15 Cs | CMMMXI1269 {230,033 2340. 026 g )
C)4X|//| .05 [.002][B B2 | CMMMXI269 | .o01 .017 .0co .OO3 (3
' 1X
D) 4X|//].030 [.0012]|A B7 | CMMMXI1269 | OO0 .002 .002 .CO3 GT: 1,
SHEET 3 - SECTION B-B
e ' HiX
E)|//| .07 [.003]|C] C2 | CMMMXI1269 | O3 .0Oi15 028 .020 (m"
. L i _ _ _ e
' F) 4X 109.47 + .08 C2 | CMMMXI1269 | |08 485 109,568 \{L __3)
ALL OTHER FEATURES ARE
ACCEPTED PER METALEX OPERATOR
ACCEPTANCE PROGRAM (OAP) ROUTER LONFORMS
MXWI17001 & OPERATOR SIGNOFF OF SIGNOFF Ty
ROUTER OPERATIONS FOR M 5009 ic g
COMPLIANCE TO ALL DRAWING —
FEATURES GENERATED WITHIN
THAT DEFINED OPERATION.
ST INSPECTED BY DATE PAGE 2 ary QTJY
ACC | RE
m —Tiomas G Look 7 / /O/ o7 oF 2 e
~ - )

MX1010 (7/98)



INSPECTION PLANNING & REPORT FORM Job No. Qty
| Metalex Mfg. 2007-7558 1
Eiusiomlzed i‘d»:-cgm*e-w and Parf-a 5750 Cornell Rd ! Ciricinnati, OH- 45242 1 (513) 489-0507
Inspection Qrigin Vendor (Sub-Tier Source) [dentification Customer Identification
0 Receiving Vendor Name Part No. REV P.O. Number
0 In-Process NIA 11430401-100400 5V 16185
x Final Date Rec'd P.O. No. : Part Name
O Rework/Repair N/A N/A Undulator Support Girder
O First Aricle .
At Oper. Serial Numbers: Customer Name
o B/P INSPECTION METHOD / | AC N/ GAGE VERIFICATiON
_GAGE IR R aler oI N N o1 MY
** ALL DPIMENSIONS TO BE RECORDED IN MILLIMETERS =+
** ALL TEMPERATURES TO BE RECORDED IN CELSIUS **
ALL DIMENSIONS APPLY AT A TEMPERATURE OF 20 DEGREES CELSIUS. PART MUST BE IN
THERMAL EQUILIBRIUM DURING MEASUREMENTS AND AT THE SAME TEMPERATURE AT
THE BEGINNING AND CONCLUSION OF THE MEASUREMENTS WITHIN +/—2 DEG CELSIUS,
PART TEMPERATURE SOW CONTACT
BEFORE INSPECTION 454 | THERMOMETER 20 5% i ( MK
(Record in Celsius) o MX1794 : At 8
PART TEMPERATURE CONTACT
DURING INSPECTION i(gvx THERMOMETER 20.55° ¢ ( HIX
(Record in Celsius) o MX1794 : \EE__B
PART TEMPERATURE SOW CONTACT '
AFTER INSPECTION .| 454 | THERMOMETER 20. 57 °C ( éf{.né
(Record in Celsius) " MX1794 ‘ ) ,
CRITICAL DIMENSIONS PER SECTION 4.5.2.2 OF DOC. # L143-00093
SHEET 2 - TOP VIEW
: l;
?3;1;1tness of Datum B of .030 N/A | CMM MX1269 Ot} m!:T)é
B) Perpendicularity of Datum B 3
fo Datym C E8 | CMM MXI269 Ol (i
|| 25 [010]JAlC | | ne
EI()) (I;‘}l?tness of datum A of.030 NA | CMM MX1269 022 Eg}é
D) Perpendicularity of Datum A g .
to Datum C ) X
_ D8 | CMM MX1269 024 ( iy
[ 25 po10C =
E) 9X (/) 6.315 — 6.329 marked EZ CMM MX1269 [Q 215 2 (o 3277 X
IID] J'!, tiD-? " & (£D3 i 3 . . . - &E—B
F} True position of “"D3 " holes o52
2X| |1 LO04JAIBIC B | camma | (I3 e PP (O
(P|.03 [.0012]B|C . OO0l
F) True position of “D2" holes |
024 mun OS5
2X |11 LOO4JIABIC E6 | CMMMX1269 | ~ (i
B1.03 [.0012]BIC .0IQ =
STAMP INSPECTED BY DATE QTY | QYY
™ — é o PACE)E 1 acc | Red
L 8 / HOMAS COOK . 7(7/07 OF 2 ) O
N _ .

MX1010 (7/98)



INSPECTION PLANNING & REPORT FORM | Job No. Gty
: Motalex Mfg. 2007-7558 1
¥ Customized i‘-jzclflnfew and Paf‘w 5750 Comell Rd ! Cincinnati, OH 45242 | (513) 489-0507
Inspechon Origin Vendor {Sub-Tier Source) Identification Customer Identification
0 Receiving Vendor Name Part No. REV P.C. Number
O In-Process NIA 1.1430401-100400 5V 16185
x Final Date Rec'd P.0. No. Part Name
O Rework/Repair NiA N/A Undulator Support Girder
[ First Article ] ]
At Oper. Serial Numbers: Customer Name
‘ [ INSPECTION METHOD / | ACTUAL DIMENSION / GAGE VERIFICATION
. . . f;ﬁ_}?
F) Locations of “D1"” holes . '
444.50 [17.500] E7 | CMMMX1269 Huy 513 ‘%} |
1968.50 [77.500] E4 CMM MX1269 lq (98 ) 532 _EG 8
3492.50 [137.500] E2 | CMMMXI269 | 2447 , 533 Q n
ii2og
2X 523.6 [20.61] El | CMMMXI269 | 593 (oo 523 534 (xs)|
3185.26 [125.404] D2 | CMMMXI269 | 2,35 243 i&“j)
845.29 [33.179] D6 | CMM MXI269 UL 27
2X 95.10 [3.744] D8 | CMM MXI269 95110  95.)05 !
SHEET 2 — SIDE VIEW
' [ WX
AYEC] |£7) .030 [.0012] C8 | CMM MX1269 s 022 mm (\u'c'a)
- p——
SHEET 2 - BOTTOM VIEW
X
A)2X 74978 + 15 C7 | CMM MXI269 7499 M4 744,752 ; )
B) 2X 2340.00 + .15 C5 | CMMMXI269 | 234y0.002  2340.00Y GM
C)4X|//] .05 [.002)|B B2 | CMMMXI260 | ooy .oo3 003 ,ooplas )
> _
D)4X|//|.030[. 0012]|A B7 | CMMMXI269 | ,002 .008 ,003 coujﬂ
e
SHEET 3 — SECTION B-B
(e
E)|//| .07 [.003]|C C2 | CMMMXI269 | 015 .023 .03 .0Z) \
F) 4X 109.47 - .08 - C2 | CMMMX1269 | 109,495 - 104.537 e )
- =
ALL OTHER FEATURES ARE
ACCEPTED PER METALEX OPERATOR
ACCEPTANCE PROGRAM (OAP) c
MXWI17001 & OPERATOR SIGNOFF OF ?1%[1{12?1{: LOnFoRMS (i
ROUTER OPERATIONS FOR MX5000 a
COMPLIANCE TO ALL DRAWING
FEATURES GENERATED WITHIN
THAT DEFINED OPERATION.
§T, INSPECTED BY | DATE BAGE 2 QTY | QtY
MT ) ACC | REJ
gg}é %Mﬁs é COOK 7/7/07 oF 2 j 9]

MX1010 (7/98)



INSPECTION PLANNING & REPORT FORM Job No. Qty
Metalex Mfz. 2007-7558 1
Customized Machinory and Parts 5750 Cornell Rd ! Cincinnati, OH 45242 1 (513) 489-0507
Inspection Crigin Vendor (Sub-Tier Source) Identification Custoemer identification
0 Receiving Vendor Name Part No. REV P.O. Number
O In-Process N/A L1430401-100400 5V 16185
x Final Date Rec'd P.0. No. Pait Name
O Rework/Repair N/A N/A Undulator Support Girder
O First Arlicle
. At Oper. Serial Numbers:
= .:. o R R R R
BIP {INSPECTION METHOD /
#* ALL DIMENSIONS TO BE RECORDED IN MILLIMETERS **
- ** ALL TEMPERATURES TO BE RECORDED IN CELSIUS **
ALL DIMENSIONS APPLY AT A TEMPERATURE OF 20 DEGREES CELSIUS. PART MUST BE IN
THERMAL EQUILIBRIUM DURING MEASUREMENTS AND AT THE SAME TEMPERATURE AT
THE BEGINNING AND CONCLUSION OF THE MEASUREMENTS WITHIN +/-2 DEG. CELSIUS.
PART TEMPERATURE SOW CONTACT
BEFORE INSPECTION as4 | THERMOMETER | 20 2/ ° ¢ (o
(Record in Celsius) I MX1794 ) N
PART TEMPERATURE sow | _ CONTACT ™
DURING INSPECTION THERMOMETER | 20 26° (. (
. . 454 . {1
(Record in Celsius) MX1794 =
PART TEMPERATURE SOW CONTACT ® Y
AFTER INSPECTION 754 | THERMOMETER 20 .23 L (s
(Record in Celsius) o MX1794 —
CRITICAL DIMENSIONS PER SECTION 4.5.2.2 OF DOC. # L143-00093
SHEET 2 - TOP VIEW
A) Flatness of Datum B of .030 . T ?.‘{TE\\
ooty N/A | CMM MX1269 013 mmy G“)
B) Perpendicularity of Datum B ;-T‘X’
to Datum C - E8 CMM MX1269 , Ol rn { ac g
| 125 [.0105AIC B D=
C) Flatness of datum A of .030 4 er)
(0011 NA | CMMMXI1269 | Ofy , (\Eﬁ
D) Perpendicularity of Datum A
to Datum C D8 CMM MX1269 O ] —I G é‘g}é
L 12spoloyc ) =
E) 9X ¢ 6.315 — 6.329 marked EZ CMM MX1269 (.37 (329 Ty
“D17,D2" & “D3” E3 i} 322 - - Xe,)
F) True position Of “D3" holes ‘ oYY D40 -
2X || .1 [.004]|A[B[C E3 | CMMMX1269 | —————— . oy
.03 [L0012)B|C 003 NS
F) True position of “D2" holes 03] - 037,
2X (1.1 [004)ABIC E6 | CMMMXI1269 | —- ( HiX
0 8
@1.03 [.0012]BIC 005 =
STAYP INSPECI-’BB.Y DAT PAGE 1 QTY | ary
ACC | REJ
é’g’; | HOMAS é ‘Cook 7 IO/ o7 oF 2 | o

=
MX1010 (7/98)



INSPECTION PLANNING & REPORT FORM Jab No. Qty
Melalex M(g. 2007-7558 i
Customized Machinery and Parts 5750 Corneli Rd ! Cincinnati, OH 45242 1 (513) 489-0507
SERIIFIED, 190 8001 QUALITY MANAGEMENT
Inspection Crigin Vendor (Sub-Tier Source) ldentification Custorner ldentification
{0 Receiving Vendor Name Part No. REV P.O. Number
O In-Process N/A L1430401-100400 5V 16185
x Final Date Rec'd P.0. No. Part Name
- O Rework/Repair N/A NIA Undulator Support Girder
0 First Article
- At Oper. Serial Numbers: Customer Name
170

MX1010(7/98)

e A e PP [
1968.50 [77.500] E4 | CMMMXI269 | |G, . 4o (22
3492.50 [137.500] B2 | CMMMXI1269 | 3497 . 414 j 84y
2X 523.6 [20.61] El | CMMMXI269 |573.544 523 549 523 549 )
3185.26 [125.404] D2 | CMMMXI269 | 3/95 23 (o
845.29 [33.179] D6 | CMMMXI269 | guc 290 #)
2X 95.10 [3.744] D8 | CMMMXI269 |45.023 45 O (‘Q
SHEET 2 ~ SIDE VIEW
AyEcd 1/ 771 030 1.0012] c8 | CMM MX1269 .029 Qgg !
SHEET 2 — BOTTOM VIEW :_\
A)2X 749.78+ .15 C7 | CMMMXI1269 | 249 779 749.795 4:%)
 B) 2X 2340.00+ .15 C5 | CMMMXI1269 | 2339 450 2333 43 (3.@72
C)4X|//| .05 [.002]B B2 | CMMMXI1269 | ooy ,00L .0OY ,C0b me
D) 4X |//| .030 [.0012]|Al B7 | CMMMXI269 | ,0p2 @2 .OD] . 000 @
SHEET 3 — SECTION B-B
B)|//| .07 [.0031IC C2 | CMMMXI269 | Ojp, 012 02 .02G Q{E
F)4X 109.47+ 08 C2 | CMMMXI269 | 109 ywq - 108 YioH (&0
ALL OTHER FEATURES ARE
ACCEPTED PER METALEX OPERATOR ~ , 7
TN MO O o | nouren | CONFORMS
ROUTER OPERATIONS FOR MX5009
COMPLIANCE TO ALL DRAWING
FEATURES GENERATED WITHIN
THAT DEFINED OPERATION.
ST, INSPECTED BY TDATE oAGE 2 qry [ary
@) Torns & Cook L
<=



7 | (Range of Readings or Accept Status) AC

AT T T T

INSPECTION PLANNING & REPORT FORM Job No. Gty
h ] Metalex Mig. 2007-7558 1
Eustorr;ri%dginkgaclf}!glew ;:ndGPartusr 5750 Cornetl Rd ! Cincinnati, OH 45242 t (513) 489-0307
Inspection Origin Vendor {Sub-Tier Source) Identification Customer tdentification
O Receiving Vendor Name Part No. REV P.O. Number
O In-Process N/A [1430401-100400 5V 16185
x Final Date Rec'd P.0. No. Part Name
- 0 Rework/Repair N/A N/A Undulator Support Girder

8O First Article-
At Oper. Serial Numbers: Customer Name

** ALL DIMENSIONS TO BE RECORDED IN MILLIMETERS **
** ALL TEMPERATURES TO BE RECORDED IN CELSIUS **

ALL DIMENSIONS APPLY AT A TEMPERATURE OF 20 DEGREES CELSIUS. PART MUST BE IN
THERMAL EQUILIBRIUM DURING MEASUREMENTS AND AT THE SAME TEMPERATURE AT
THE BEGINNING AND CONCLUSION OF THE MEASUREMENTS WITHIN +/-2 DEG. CELSIUS.

PART TEMPERATURE SOW CONTACT o

BEFORE INSPECTION 454 THERMOMETER 20 55 C 4 MTX
(Record in Celsius) - MX1794 ) ac e
PART TEMPERATURE SOW CONTACT o HTX
DURING INSPECTION 454 | THERMOMETER 20.54° ¢ ( Y
{Record in Celsius) o MX1794 =
PART TEMPERATURE SOW CONTACT o HTX
AFTER INSPECTION 454 THERMOMETER 2 O 62 C (UU 8
(Record in Celsius) - MX1794 il

CRITICAL DIMENSIONS PER SECTION 4.5.2.2 OF BOC. # L143-00093

SHEET 2 -~ TOP VIEW

. ST
A) Flatness of Datum B of .030 - HTX
o01] N/A | CMM MX1269 LO1Z mm (Eﬂ
- B) Perpendicularity of Datum B
to Datum C E§ | CMM MXI1269 014 mwn (o
_1].25 [L010]|A|C] ' =
C) Flatness of datum A of .030 ( HIX
L0011 N/A | CMM MX1269 OZ1 pwn 80
D) Perpendicularity of Datum 4
to Datum C__ D8 | CMM MXI269 05 LR
: m |
1 125 (o101 | T £
E7
E) 9X % 6.315 — 6.329 marked HTX
E6 | CMM MXI1269 - (.32 |
“DI”,“D2” & “D3" E3 .32 327 e
F) True position of “D3 " holes 0LO oYysg {
2X |P].1 [LO04]IABIC E3 | CMMMX1269 | — o
@103 [.0012]B|C .00 ~
F} True position of “D2" holes 02,0 o572 ;
2X || .1 [.004]|AB|C E6 | CMM MX1269 . Jﬁ )
@] .03 [.0012]BIC 015 =
S lNSPEC_TED/BY DATE PAGE | QrY | Qty
HTX ‘ _ ACC | REJ
d;‘”’ﬁ / HOMips é goo;e 7/ /D/ 07 oF?2 | o

S

MX1010 (7/98)



INSPECTION PLANNING & REPORT FORM Job Ne. Qty
: Metalex MEg. 2007-7558 4
siomized S 5730 Cornell Rd ! Cincinnati, OH 45242 | {5§3) 480-0507
CERTIFIED 15Q 9001 Q n| |'rv yannsguguv
Inspection Origin Vendor (Sub-Tier Source) ldentification Customer Identification
3 Receiving Vendor Name Part No. REV P.0. Number
£1 In-Process NJA . L1430401-100400 5V 16185
x Final . Date Rec'd P.0. No. Part Name
{3 Rework/Repair NiA N/A Undulator Support Girder
O First Article
Al Oper. Serial Numbers: Customer Name
170 04 Hi- Tech Manufacturing
[ ks L O A R L e T N AT R LI PR S T RN R T W TR S U s 4 Sk |

ACTUAL DIMENSION / GAGE VERIFICATION
Range of Readings o Accept Status)

QTyY

sty [ e [ oo [ s (1)
1968.50 [77.500] B4 | CMM MX1269 | 96% 50y C%ﬁ@
3492.50 [137.500] E2 | CMM MX1269 | Y92 455 fcg
2X 523.6 [20.61] El | CMMMXI269 (523573 523.574 523.5N (JQ)
3185.26 {125.404] D2 | CMM MX1269 3JR5 . 1R% (:ahmg
£45.29 [33.179] D6 | CMMMX1269 | @4s, 275 (s
2X 95.10 [3.744] D8 | CMMMXI1269 |450%7 95.135 ag \)
\-..._/

SHEET 2 - SIDE VIEW

HEY Y
AyEC |7271.030 L.oo12], C8 | CMM MX1269 028 m)
SHEET 2 - BOTTOM VIEW

A)2X 74978 4 15 C7 | CMMMXI269 | =9 74,9 79.780 @é\
B) 2X 2340.00 + .15 Cs | CMMMXI1269 | 2339 95/ 2339939 Uﬂ !
C) 4X |/ .05 [.002]B. B2 | CMMMXI1269 | Q10 Q00 .04 -CO/ (ﬁ
D) 4X|//].030 [L0012)1A B7 | CMMMX1269 | ool .0o4 ,00l .ODY @
SHEET 3 — SECTION B-B o
Ey|//1 .07 [.003)iC C2 | CMMMXI269 | 012 .024 02 033 Lf‘”;;
F) 4X 109.47 + .08 C2 | CMMMXI1269 | ]04.40%~ I0A4HI3 X

i

ALL OTHER FEATURES ARE
ACCEPTED PER METALEX OPERATOR
ACCEPTANCE PROGRAM (OAP)

MXWI117001 & OPERATOR SIGNOFF OF ;%%gi.% CONFORMS i
ROUTER OPERATIONS FOR A

COMPLIANCE TO ALL DRAWING MX5009
FEATURES GENERATED WITHIN
THAT DEFINED OPERATION.
STAMP INSP-EiED/BY ' | DATE / PAGE 2 ary | ary
g ACC REJ
ﬂMGIT! / HOMS é COOR /fO o7 oF 2 ] o
="

MX1010 (7/98)



