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AMERICAN GRINDING & MACHINE CO.
20060 N. MANGO AVE. CHICAGO, IL 60639

773-888-4343 toll free: B77-988B-4343
FAX 773-888-3781

CERTIFICATE OF COMPLIANCE

Customer: Hi-Tech Mig PHONME: { 847 } 678-16186

4837 N. 25" Ave. _ FAX: (847 ) 878-1718

___ Schiller Park, iL

60176

PRINT NUMBER(S] (if applicable) Lids ofor-~200030

This is to certify that the services and Jor material Turnished by American Grinding
& Machine Comparny on this order meeis the requirements of listed purchase order
and any primts Turnished 1o us for that purchase order.

A0, 50—

Signature of American Grinding Representative

_TilGtes
Date

oy




Sracedure Nomher 1L143-00093
Revigion: 01
issue Date: February 13, 2007

Loty

INSPECTION / ACCEPTANCE REPORT OF COMPONENTS FOR AS-

BUILT DRAWINGS
VENDOR: METALEX, INC. PART NAME: UNDULATOR GIRDER ASSY
DRAWING #: 1L1430401-100400 (05) SERIAL #: / Z/ -
P.O. #: 7A-08189 DATE: /©C-29-O7
ACCEPTANCE CRITERIA
| 1. Visually inspect for damage. { Accepy/Reject |
CRITICAL DIMENSIONS (mm)
FEATURE | TARGET | TOLERANCE | MEASURED
Perpendicularity of N e Y
oy </=,025 </=.025 @/ﬁ = 02 Accepﬁ@x eject
Perpendicularity of ' v T
mgﬁg}:} e @%0 </=.025 </=,025 = = 2 :Accepggqact
True position of 2
D2 hole 102 D3 </=.03 <=3 — ~ ceeptiReject
e o L = 02 (Kol
Parallelism of o207
Aratelsm o . s
support pad surface </=07 </=.07 2_< = oC
to Datumn € #3 L=<
#M L= 07
Distance from i}; //63 9 i%::z
Datum C 1o 109.50 +202 |12 ' @ej ect
support pad surface #3_/ 05? S
# JoP S

s

INSPECTOR: S Y2y v QA Supervisor: Wwdes
TEST EQUIPMENT USED: feeler gage, dial indicator, micrometer, precision square.

COMMENTS:




 CERTIFICATE OF CON

Date: 2672007 Meialex Job#  2007-7558
Customer: Hi-Tech Manufacturing, Inc. Purchase Order # 16183
4637 N, 25" Ave. MX Packing List# 41293

Schiller Park, IL 60176

Attention: 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 concerning this part or parts, units and/or assemblies are on file at Metalex
Manufacturing, Inc.

ITEM OTY PART NUMBER REV PART NAME D#*
001 7 F1430401-100460 6 Support Girder See Below

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

COMMENTS: “FIRST ARTICLE" submitted on Metalex Shipper # 408586, dated 08/13/07 (S/N: 7A-08198-01}.

Applicable serial numbers of this shipment.are 7A-08198-10 thru TA-08198-13, 7TA-08198-14, and 7TA-08198-15,

Some internal documents in this quality package may contain documents certfiying to revision level "5" or "5V". Metalex

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

Metalex is in compliance with Statement of Workscope Document No: L143-00093, Revision New, dated 12/12/06.

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

0129862, X25899, 162810, JF6843, J70358, and 478765,

"ﬁ\ L Thonos Cluk 10126057

alex Representative Signature Primt Name Date

MX 1011 (05/05)
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S CINGIL CC PAGE 81

The Sherwin—Williams Co. féégig‘"’“
3143 EAST KEMPERRD DRE ,;;‘;‘Eg ‘

CINCINNATI,OHIO 45241 (=< |
3.6 755k
CERTIFICATE OF COMPLIANCE
STATEMENT OF QUALITY
METALEX
PURCHASE ORDER  F1261-J&

DATE OF MFG
SHELF LIFE

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 Sl LAe 3 s

x'zé‘?és

/ /4 bated, Aate §§§ﬁg5 ALTVS

AUTHORIZED SIGNATURE ox 0275¢, BETHS
CUSTOMER SERVICE ADM | OX 2555
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METALEX WELD CERTIFICATION

MX JOB#  07-7558 QTY 4 CUSTOMER: Hi-Tech Manufacturing, Inc.

PART NAME: Support Girder
PART NUMBER: L1430401-1060400 REVISION: 6
S/N: (if applicable)  7A-08198-10,
TA-08198-13 thru-12

METALEX PROCEDURE # WPS 146 (K. Ballard), WPS 194-1 (G. Black)L
CUST. SPECIFICATION # AWS DL
WELD WIRE SPEC  AWS A5.20
TYPE E71T-1
HEAT 81869, 81192
DIAMETER 1/16”

SERIAL NUMBER WELDER
7A-08198-10 Ken Ballard
7A-08198-13  Ken Ballard
7A-08198-14 Ken Ballard
7A-08198-15 Ken Ballard

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

/
7 ﬂ s
— e lof 24/57F
Metalex Quality Control Date

MX 1025 (9/98)




INSPECTION PLANNING & REPORT FORM

Job Mo, City
: Metalex Miz. 2007-7558 4
ized Machinery and Parts $750 Cornell Rd ¥ Cincinnati, O 43242 1 (513) 4860507
G TS0 ¥00Y GUALITY MANAGERERT
inspection Onigin Yendor {Sub-Tier Source) Identification Customer Identification
T3 Receiving Wendor Mame Fart Mo, REV PO Number
3 in-Process W& £.1430401-100400 & 16185
% Finaf Date Rec'd P.0O. No. Part Name
T3 Rework/Repair HIA HiA Undutator Support Girder
o3 First Article
At Oper. i Serial Mumbers: Custormer Mame
179 e 14 : Hi-Tech Manufacturing o
R ‘| INSPECTION METHOD /| ACTUAL DIMENSION/ GAGE VERIFICATION i o1y i Qary
_SPECIFICATION ‘ s) | ACC | REJ

CACEND.

___(Range of Readings or Accept Staty

** 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.

?ART TEMPERATURE SOW CONTACT . : {i{}'ﬂl\
BEFORE INSPECTION 7.4 | THERMOMETER | 2035 (. @)
{Record in Celsius) o MX1794 e
PART TEMPERATURE oW CONTACT ° i
DURING INSPECTION W44 | THERMOMETER | 20.35 ( oz g
{Record in Celsius) o MX1794 ==
PART TEMPERATURE SOW COMTACT o 10 ¢
AFTER INSPECTION %54 | THERMOMETER 720.27° O { oz 'y
{Record in Celsius) o MX1794 e

CRITICAL DIMENSIONS PER SECTION 4.5.2.2 OF DOC. # 1.143-00093 |

SHEET 2~ TOP VIEW

A) Flatness of Datum B of .030

) F N/A | CMM MX1269 0172 (im
[.6011 . i
B) Perpendiculority of Datum B Y
io Datum C E8 | CMM MX1269 O3 ( i

| 1.25[.010]lAIC s
C) Flatness of datum A of .030 , /Y
£001] N/A | CMM MX1269 Relow @ Q
D) Perpendicularity of Datum A ’ ; —
to Datum C D8 | CMM MX1269 00% i jg

| 125 [.010]C =

E7

E) 9X ) 6.338 - 6.350 marked _ ,; HIX

“D1”,“D2" & “D3” = CMMMXI269 1 (, 340 - (2.350 C “s

FY} True position of “D3” holes :

e [ l A _ Ok 085 WX

2X (D] .1 Loo4jiA B E3 | CMM MX1269 Las
B1].03 [.0012]B(C] .023 =

F) True position of “D2” holes 070 o007

2X D1 [L004JABIC E6 | CMM MX1269 — : e (m
$1.03 LO012]BIC . 028 =

F) Locations of “D1” holes 7 un

444,50 [17.500) E7 | CMM MXI1269 o 50 (es a‘)

ST, m INSPECTED BY ‘ DATE PAGE 1 QgYC gg;{
3 e A

(ag__a) Tromps (& Cook 56/‘7/‘:’7 OF 2 | | ©

MX1010(7/98)




Hi-Tech Manufactunng

NEPECTION m&msm & REPORT FORM Job Ko, Oy
ot iz 2007-7558 k]
by 3&”*{;;;? 756 Cornell Rd ¥ Cincinnat, OM 45242 1 {313} 489-0307
Vendor (Sub-Tler Source) Identification Customer ldentification

] %wﬁeu g Yendor Name Fart Ko, REV | P.O. Number
1 in-Process RIA LA430401-100400 & 16185
% Final Date Rec'd PO No. Far Name
0 Rework/Repair WA NIA tndulator Support Girder
3 First Article
At Oper, I Serial Mumbers: Customer Name

TER | INSPECTION METHOD | | ACT%}ALD!MENSON GAER:F:CAT@N TarY | ary
1968.50 [77.500] B4 | CMM MX1269 YRS T
3492.50 [137.500] E2 | CMM MX1269 34472 ysy é
2X 523.6 [20.61] El | CMMMXI260 |93 554 523 550, 523500LLs )
3185.26 [125.404] D2 | CMMMXI269 | 385,193 (=Y
845.29 [33.179] D6 | CMMMXI269 | Qu5. 20,0 éé
X 95.10 [3.744] D8 | CMMMXI269 | 45083 45.080
SHEET 2 - SIDE VIEW
A) /71 .030[.0012] cs | MM MX1269 o1
2X Surface“J” N
BYEC I/ /] .05 1.002] C8 | CMM MX1269 0372
SHEET 2 — BOTTOM VIEW
A)2X 749.78 & 15 C7 | CMMMXI1269 | 94Q 79q  T44.%12
B) 2X 2340.00 =+ .15 C5 | CMMMXI1269 | 2340 003  2340.003 N\
C) 4X |//) .05 [.002]8 B2 | CMMMXI269 | ool .©co3 ,003 002
D) 4X |/} 030 {.@012};A§ B7 | CMMMXI269 | Og] .C02. .00l .03 L@
SHEET 3 - SECTION B-B
E)|//|.07[.003],C C2 | CMM MX1269 030
F)y4X 109.47 + .08 €2 | CMMMXI269 | 1049.520 109 550
ALL OTHER FEATURES ARE
ACCEPTED PER METALEX OPERATOR
ACCEPTANCE PROGRAM (OAP) ROUTER i
MXWIT7001 & OPERATOR SIGNOFF OF - ’
ROUTER OPERATIONS FOR Ny CONFORMS ks
COMPLIANCE TO ALL DRAWING
FEATURES GENERATED WITHIN
THAT DEFINED OPERATIQN.
STAP | INSPECTED BY DATE PAGE 2 ary | aiy
P ? ACC RE
zfgﬁ% [HOMAS 57 Cook (o 17/07 OF 2 i O

g

MX1010(7/98)




The Cincinnatl Steel Treating Co Certification 1D

5701 Maviemont Ave, 38538
Cincinnatl, Ohio 45227  (B13) 2713173

Order 1D

CERTIFICATION OF COMPLIANCE 86993

CUSTOMER
Metalex Mig., Inc,
5750 Cornell Road

Cincinnati OH
Bikt Ord # 45247

Purchase Order 716878 Customer Cust

ity Part No / Description #Material
4 L1430401-100400 A36
SUPPORT GIRDER

REV#5 S/N 7A-08198-13, 7A-08198-14, 7TA-08198-15,
7A-08108-18

STRESS RELIEVE PER AWS D1.1 REV. 2004
NOTE: BUPPORT TO PREVENT DISTORTIOM.
HEAT TREAT CHARTS REQUIRED.

CERTIFICATIONS REQUIRED.
RESULTS
THE ABOVE PARTS HAVE BEEN HEAT TREATED TO THE FOLLOWING:
HEAT TREATMENT CYCLE STRESS RELIEVED PER AWS D1.1 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.

;ﬁémm4r¢7bifg

MNAME JAMES M. HUNT
TITLE QA MANAGER
DATE 7/30/20077

37-31-07 A0G:48 IH

07-31-07 £09:07 00?2§&>



Datalog Report

start! 7/26/2007 5:40:00 PM
End:  7/28/2007 7:.05:00 AM
Sample every 1 minute(s)

Printed 7/30/2007 9:25:49 AM

€8 451 - 0 - TEMP ACTUAL [00]

METALEX Mfg. Inc. STRESS RELIEVE
L1430401-100400 REVEOS

Sh# 7A-08198-13,14,15,16

PO# 71679

CST ORDER# 96993

CB451-1-TEMPSET fo1)

00

800

700

800

500

300 -

200

100

20048 2356 27Jul 06:12

09:20

§
H

1998 1536 1844 2152 28 Jul 0408



Procedure Number:
Reviston: 1
Issue Date: February

LI43-006093

13,2607

INSPECTION / ACCEPTANCE REPORT OF COMPONENTS FOR AS-

VENDOR: HI-TECH MANUFACTURING, INC.

DRAWING #: L1430802-200021 (03)

P.O. #: 7A-08189

BUILT DRAWINGS

PART MNAME: INTERFACE PLATE (SINGLE CAMD
SERIAL#: /4
DATE: OF /6~

ACCEPTANCE CRITERIA

| 1. Visually inspect for damage.

/1 Accept/Reject |

CRITICAL DIMENSIONS (mm)

FEATURE

TARGET

TOLERANCE

MEASURED
VALUE

Flatness of Datum
A

</=.02

< =0/

@Sjﬁci

Perpendicularity of
Datnm Bto A

</=.02

</=.02

</=.02

L o2

Parallelism of
upper adge on
lower Cam Block
CwB

</=.02

</=.02

= O/

ﬁl@e}eﬁ

tReject

Parallelism of
lower edge on
upper Cam Block
CiwoB

<f=.02

</=.02

L= 0/

Paralielism of
upper edge on
upper Cam Block
CroB

<[=.02

<f=02

L= o/

Accept/Reiect
AKcceptRej

Width of mounting
surface on lower
Cam Block

142.01

+.02/-.0

/42 . 02 |

Width of mounting
surface onupper
Cam Block

142.01

+.02/-.0

(42 O (&

Separation of inner
edges of Cam

Bocks

457.43

+0.08/-.08

487 96

Acce

eject

INSPECTOR:

-

— llerod )

TEST EQUIPMENT USED: CMM, gage blocks, dial indicator.

COMMENTS:

QA Supervisor: ¥M§&



Procedure Number; 1L143-00093
Hevision: (0}
tssue Date: Febraary 13, 2007

e cainron

INSPECTION / ACCEPTANCE REPORT OF COMPONENTS FOR AS-
BUILT DRAWINGS

VENDOR: HI-TECH MANUFACTURING, INC. ~ PART NAME: INTERFACE PLATE (DOUBLE CAM)
DRAWING #: L1430802-200011 (03) SERIAL #: ___1/ 17/ )
P.O. #: 7A-08189 DATE: OF-/6 -2/
ACCEPTANCE CRITERIA e
| 1. Visually inspect for damage. I@cc@@eimt }

CRITICAL DIMENSIONS (mm)

MEASURED
FEATURE TARGET TOLERANCE VALUE
Flatness of Datum 4_’5 —
A </=02 </=.02 =. 0/ AccepUR
Perpendicularity of , RS
Datom Bto A </=072 </=.07 .4{ = O 2 @eject
Parallelism of
inmer edge on Cam - e —— "
Block Ato B <=02 /=02 Z‘”‘“ . o /
Parallelism of it
inner edge on Cam - <f= — £ dey
or efge on O </=.02 /=02 L= o8, JReject
Parallelism of 4 O
outer edge on Cam — o P s
Block B to B /=02 /=02 < @qm
Width of mounting /4/ 2
surface on-Cam . ' St
ace on 142.01 +.02/-0 L 02> ((AcceptReject
Width of mounting
surface on Cam a / 303 ot
e on 254.00 +£.02/-0 L28G O/ (EeoepPReject
Separation of outer o — Accept/Reject
edges of Cam 685.472 +0.08/-.08 ééjg 45&
Bocks «
INSPECTOR: gm W QA Supervisor: MW

TEST EQUIPMENT USED: CMM, gage blocks, dial indicator.

COMMENTS:




ADVANCED PHOTON S8OURCE
ARGONNE NATIONAL LAB

14-1
THE OF TEST: 10/22/2007 4:04:10 PM

POSH#T FWD

CAM ECCEN R (MICRONS) = 2192.50
ROTARY POT GAIN = 348.51

POT OFFSET (DEG) =61.00
DEVIATION RMS (MICRONS) = 7.12
DEVIATION MAX {MICRONS) = 18.73
DEVIATION MIN (MICRONS) = -18.47

POS#HT BWD

CAMECCEN R (MICRONS) = 2194.28
ROTARY POT GAIN =3468.51

POT OFFSET (DEG) = 61.00
DEVIATION RMS {MICRONS) = 6.73
DEVIATION MAX (MICRONS) = 14.79
DEVIATION MIN (MICRONS) = -20.27

POS#2 FWD

CAMECCEN R (MICRONS) = 2191.88
ROTARY POT GAIN = 346.51

POT OFFSET(DEG) = 61.00
DEVIATION RMS (MICRONS) = 6.92
DEVIATION MAX (MICRONS) = 17.76
DEVIATION MIN (MICRONS) = -17.38

POSH2 BWD

CAMECCEN R (MICRONS) = 2193.53
KROTARY POT GAIN = 346.51

POT OFESET (DEG) = 61.00
DEVIATION RMS (MICRONS) = 6.50
DEVIATION MAX (MICRONS) = 14,56
DEVIATION MIN (MICRONS) = -18.82

POSH#I FWD

CAMECCEN R (MICRONS) = 2192.38
ROTARY POT GAIN = 346.51

POT OFFSET(DEG) =61.00
DEVIATION RMS (MICRONS) = 6.53
DEVIATION MAX (MICROMS) = 17.51
DEVIATION MIN (MICRONS) = -16.22

POS#3 BWD

CANM ECCEN R(MICRONS) = 2194.05
ROTARY POT GAIN = 346.51

POT OFFSET(DEG) = 61.00
DEVIATION RMS (MICRONS) = 6.92
DEVIATION MAX (MICRONS) = 15.54
DEVIATION MIN (MICRONS) = -19.78

=== TEST PASS! ===
—- END OF TEST ~-



LCLS UNDULATOR SUPPORT CAM TEST DATA
ADVANCED PHOTON SOURCE
ARGONNE NATIONAL LAB

14-2
TIME OF TEST: 10/15/2007 9:20:28 AM

POS#HT FWD

CAM ECCEN R (MICRONS) = 1516.34
ROTARY POT GAIN = 345.97

POT OFFSET (DEG) = 80.39
DEVIATION RMS {MICRONS) = 7.46
DEVIATION MAX (MICRONS) = 28.30
DEVIATION MIN (MICRONS) = -17.28

POSH#T BWD

CAM ECCEN R (MICRONS) = 1517.93
ROTARY POT GAIN = 345.97

POT OFFSET (DEG) = 80.39
DEVIATION RMS (MICRONS) = 6.83
DEVIATION MAX (MICRONS) = 24.03
DEVIATION MIN (MICRONGS) = -16.30

POS#Z FWD

CAM ECCEN R (MICRONS) = 1514.52
ROTARY POT GAIN = 3458.97

POYT OFFSET (DEG) = 60.39
DEVIATION RMS (MICRONS) = 6.44
DEVIATION MAX {(MICRONS) = 20.10
DEVIATION MIN (MICRONS) = -16.35

POS#2 BWD

CAM ECCEN R (MICRONS) = 1517.38
ROTARY POT GAIN = 345.97

POT OFFSET (DEG) = 60.39
DEVIATION RMS (MICRONS) = 7.19
DEVIATION MAX (MICRONS) = 23,93
DEVIATION MIN (MICRONS) = -16.52

POSH#3 FWD

CAM ECCEN R (MICRONS) = 1514.59
ROTARY POT GAIN = 345,97

POT OFFSET (DEG) = 60.39
DEVIATION RMS {(MICRONS) = 6.25 -
DEVIATION MAX (MICRONS) = 20.88
DEVIATION MIN {(MICRONS) = -15.56

POSH#3 BWD

CAM ECCEN R (MICRONS) = 1517.13
ROTARY POT GAIN = 34597

POT OFFSET (DEG) = 60.38
DEVIATION RMS (MICRONS) = 7.05
DEVIATION MAX (MICRONS) = 22.67
DEVIATION MIN (MICRONS) = -17.33

=== TEST PASS! ===
~ END OF TEST -



LOLS UNDULATOR SUPPORT CAM TEST DATA
ADVANCED PHOTON SOURCE
ARGONNE NATIONAL LAB

14-3
TIME OF TEST: 10/15/2007 8:57:43 AM

POS#HT FWD

CAM ECCEN R (MICRONS) = 1561.71
ROTARY POT GAIN = 346.20

POT OFFSET (DEG) = 54.54
DEVIATION RMS (MICRONS) = 6.01
DEVIATION MAX (MICRONS) = 15.69
DEVIATION MIN (MICRONS) = -14.62

POS#T BWD

CAM ECCEN R (MICRONS) = 1559.26
ROTARY POT GAIN = 346.20

POT OFFSET(DEG) = 54 .64
DEVIATION RMS (MICRONS) = 5,79
DEVIATION MAX (MICRONS) = 17.19
DEVIATION MIN-(MICRONS) = -13.75

POS#2 FWD

CAM ECCEN R (MICRONS) = 1569.71
ROTARY POT GAIN = 346.20

POT OFFSET (DEG) = 54.54
DEVIATION RMS (MICRONS) = 5.84
DEVIATION MAX (MICRONS) = 16.82
DEVIATION MIN (MICRONS) = -15.16

POS#2 BWD

CAM ECCEN R (MICRONS) = 1657.56
ROTARY POT GAIN = 346.20

POT OFFSET (DEG) = 54.54
DEVIATION RMS (MICRONS) = 5.94
DEVIATION MAX (MICRONS) = 15.54
DEVIATION MIN (MICRONS) = -15.55

POSH3S FWD

CAM ECCEN R (MICRONS) = 1659.25
ROTARY POT GAIN = 346.20

POT OFFSET{DEG) = 60.82
DEVIATION RMS (MICRONS) = 6.42
DEVIATION MAX (MICRONS) = 16.55
DEVIATION MIN-(MICRONS) = -17.34

POS#3 BWD

CAM ECCEN R (MICRONG) = 1657.03
ROTARY POT GAIN = 346,20

POT OFFSET (DEG) = 54.54
DEVIATION RMS (MICRONS) = 6.09
DEVIATION MAX (MICRONS) = 14.89
DEVIATION MIN (MICRONS) = -15.85

=== TEST PASS! ===
- END OF TEST —



LOLS UNDULATOR SUPPORT CAM TEST DATA
ADVANCED PHOTON SOURCE
ARGONNE NATIONAL LAB

14-4
TIME OF TEST: 10/15/2007 1.23:46 PM

POS#T EWD

CAM ECCEN R (MICRONS) = 1580.42
ROTARY POT GAIN = 345.53

POT OFFSET (DEG) = 60.45
DEVIATION RMS (MICRONS) = 5.48
DEVIATION MAX (MICRONS) = 19.38
DEVIATION MIN (MICRONS) = -13.02

POSH#T BWD

CAM ECCEN R (MICRONS) = 1581.14
ROTARY POT GAIN = 345.53

POT OFFSET (DEG) = 60.45
DEVIATION RMS (MICRONS) = 6.68
DEVIATION MAX (MICRONS) = 18.89
DEVIATION MIN (MICRONS) = -18.02

POSH#2 FWD

CAM ECCEN R (MICRONS) = 1582.39
ROTARY POT GAIN = 345.53

POT OFFSET (DEG) = 60,45
DEVIATION RMS (MICRONS) = 8.50
DEVIATION MAX {MICRONS) = 20.68
DEVIATION MIN (MICRONS) =-15.83

POSHZ BWD

CAM ECCEN R (MICRONS) = 158191
ROTARY POT GAIN = 345 53

POT OFFSET (DEG) = 60.45
DEVIATION RMS (MICRONS) = 6.90
DEVIATION MAX (MICRONS) = 19.53
DEVIATION MIN MCRONS) = -15.70

POSH#H3 FWD

CAM ECCEN R (MICRONS) = 1581.37
ROTARY POT GAIN = 345.53

POT OFFSET (DEG) = 80.45
DEVIATION RMS (MICRONS) = 6.01
DEVIATION MAX (MICRONS) = 18.42
DEVIATION MIN (MICRONS) = -14.84

POSH#3 BWD

CAM ECCEN R {(MICRONS) = 1581.98
ROTARY POT GAIN = 345,53

POT OFFSET (DEG) = 80.45
DEVIATION RMS (MICRONS) = 6.67
DEVIATION MAX (MICRONS) = 19.76
DEVIATION MIN (MICRONS) = -17.18

=== TEST PASS! ===
— END OF TEST



LCLS UNDULATOR SUPPORT CAM TEST DATA
ADVANCED PHOTON SOURCE
ARGONNE NATIONAL LAB

14-5
TIME OF TEST. 10/15/2007 12:46:13 PM

POSH#T FWD

CAM ECCEN R (MICRONS) = 1555.84
ROTARY POT GAIN = 345.18

POT OFFSET (DEG) = 59.14
DEVIATION RMS (MICRONS) = 9.06
DEVIATION MAX (MICRONS) = 25.44
DEVIATION MIN (MICRONS) = -25.52

POSE#T BWD

CAM ECCEN R (MICRONS) = 1558.50
ROTARY POT GAIN = 345.18

POT OFFSET (DEG) = 59.13
DEVIATION RMS (MICRONS) = 9.28
DEVIATION MAX (MICRONS) = 23.80
DEVIATION MIN (MICRONS) = -22.17

POSH2 FWD

CAM ECCEN R (MICRONS) = 1559.79
ROTARY POT GAIN = 345.18

POT OFFSET(DEG) = 59.14
DEVIATION RMS (MICROMNS) = 10.03
DEVIATION MAX (MICRONS) = 2463
DEVIATION MIN (MICRONS) = -27 .44

POS#2 BWD

CAM ECCEN R (MICRONS) = 1550.54
ROTARY POT GAIN = 345.18

POT OFFSET (DEG) = 59.13
DEVIATION RMS (MICRONS) = 9.56
DEVIATION MAX (MICRONS) = 23.42
DEVIATION MIN (MICRONS) = -23.18

POS#3 FWD

CAM ECCEN R (MICRONS) = 1559.10
ROTARY POT GAIN = 345.18

POT OFFSET (DEG) = 58.14
DEVIATION RMS (MICRONS) = 10.80
DEVIATION MAX (MICRONS) = 25.82
DEVIATION MIN (MICRONS) = -29.83

POS#3 BWD

CAM ECCEN R (MICRONS) = 1559.84
ROTARY POT GAIN = 345.18

POT OFFSET (DEG) = 59.14
DEVIATION RMS (MICRONS) = B.55
DEVIATION MAX (MICRONS) = 23.18
DEVIATION MIN (MICRONS) = -22.41

| === TEST PASS! ===
— END OF TEST —



To:

Subject: Fw Re: FW Argonne Exploded View

wee-Original Message -

From:
Date: 111 i

Tor ;
Subject: Re: FW: Arg

onne Exploded View

Simon,

Design of the crate for the SMS pedestal is approved.
Thank you,

Emil

Apphication Datall.. 1/17/2008

file://CADocuments and Settings\Simon, HI-TECH-MEFGU ocal Settin




Hi-Tech Manufacturing, Inc.
ONC Milling & Twning

Prototypes & Special Machinery

General Machining & Heliare Welding Facilities
IS0 2002 Registered

4637 M. 253th Ave., Bchiller Park, 11 60176
Phone (8471 6781616, Fax (847 6781817

Visual Weld Inspection Report.

Per Statement of Work # 1.143-00093 Section 4.1.4.2, Motion System Assembly #4 L1430401-100396
and L1430802-200000, contract # 7A-08189, for all welded parts, the welding practice shall conform to the

Structural Welding Code, ANSVAWS D1.1-D1T M:2004,

Part Print L1430802-206030 sheet 1 of 2. Ouantity: 76 pes

Fabrication Stage #1

Features: # 1,4, 2,3 )
P .
%"w’ L < O

/ Imitiale: 2 7. Dt

Acceptable (Y/N) /

Verification of completeon of weld visual inspection:
s é/,z«:ﬁ,

<7 P
P

s

s (;“’H/,gw~ P Y s
Date: 7 = /7

4

Completed by: 7
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Bodycote Taussig Inc.

Metaliurgical & Materials Engineers

AWS WELDER AND WELDING OPERATOR QUALIFICATION TEST RECORD

WELDER OR WELDING OPERATOR'S NAME: Tadeusr Sutowski e #39

WELDING PROCESS:  GMAW  MANUAL  SEMIAUTO XXX MACHINE
POSITION: 45 - Overhead FROGRESSION: NIA

VWPE NO.: AWS Prequalified  TYPE OF JOINT TESTED: Single V Groove

BASE METAL SPECIFICATION: ASTM A38, Qualifies All Groups

PIPE DIAMETER: N/A JOINT THICKNESS: 318°

QUALIFICATION RAMNGES: 347 Max. Groove/Unlimited Fillet, Flat Horiz,, Overhead
FILLER METAL |
SPECIFICATION NGO AWES AR CLASSIFICATION: ERBOS-DZ2 F NGO MNIA

DIAMETER: _ 035"  FLUX/SHIELDING GAS: AR/O,-92/8  FLOWRATE: _ 25cfh _
BACKING OR BACK GOUGING METHOD: None

VISUAL INSPECTION RESULTS

APPEARANCE: Satisfaciory UNDERCUT: None POROSITY. Nons

GUIDED BEND TEST RESULTS

TYPE RESULTS TYPE RESULTS
FACE PASS ; ROOT PASS

FILLET TEST RESULTS

SIZE: N/A FRACTURE TEST: N/A MACROETCH: /A,

LOCATION, NATURE, SIZE OF DISCONTINUITIES MNiA
NOTED: \

%,
TEST Q@g’@%ﬁ?ﬁﬁ BY: BODYCOTE TAQSS&;@ NG, LABORATORY NO.: 134477
v acH S | AR e

o PER. R Y o FEST DATE Azpes 1L
# LAWRENCE £ SHETANA K : o } s L LM March Zg} 1887
EQ,Q\\R P LS e Lawrence .Smg%ha; CWi
S o
WE, THEWNOWRE IFED, CERTIFY THAT THIS BECORD (8 CORREDT AND THAT THE Wi
ANDY TESTER N AFTORDANCE WITH AWS D1 1955

T
MANUFACTURER OR CONTRACTOR: Hi-Tech Manufacturing
AUTHORIZED BY/DATE:

> guiality 15 an orgoirgg comimitment

Hodyvoote Taussig, InC » 7530 Fron tHinos 60077 « T




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

Visual Weld Inspection Report

Metalex Job: 2007-7558 Serial Number: 7A-08198-( 4 )

Welding and Yisual Welding Inspection Reauiremenis;

P’er "QW i;;‘ 43 &'jr ff Section 4, 4,20 For all welded parts, the welding pre shaif conform to the

WS D1.1-D1.1M:2004.,

el as defined in
vere inspected and

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#1

?eawr% W1 and W2

%

Acceptable @!N} s Dhate: 7, /5/27

R

Fabrication Stagefi?

Features: W3, W4 and W5

rd
Acceptable @}N} 5 initial: A4 \ i ate: @/ﬁ};y
B 1.4/
Fabrication Stage#3 o é,ff‘ﬁ/ ’

Features: W6, W7, W8, W9,4U10) W11 and W12

Acceptable ;{@?’N} Yes initial:

Verification of completion of weld visual inspection:

Date:

Completed By:

s indusirial
SE3Y 488-1020

srk » Cinclnnatl, OHAS2




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

Visual Weld Inspection Report

Metalex Job: 2007-7558 Serial Number: 7A-08198-{ 72 )

Welding and VYisual Welding Inspection Reguirements.

spected as defined in

H

welds were inspectsd and

structural welds
‘e, The confractor

Part Print L1430401-100400 sheet 1 of 3.

Fahrication Stage#it

Features: W1 and W2

Acceptable (YIN) (% initial: 14/ 6167

Fabrication Stage##2

Features: W3, W4 and W5

Accentable {%N} [723 Initial: s
Fabrication Stage#3 "ff*’/’/ﬁ?

Features: W6, W7, W8, w&@ W11 and W12

Acceptable (@N} vES initial: _:,A/?t/{?f}’ K

Verification of completion of weld visual inspection:

Completed By:

5730 Cormnell Road « 81
Fhone {5131 $85-0807 »

% 5“3} f&%iﬁ ?QEB




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

Visual Weld Inspection Report

Metalex Job: 2@0%?%8 Serial NMumber: 7A-08198-{ os )

Walding and Visual Welding Inspection Reguiremenis:

7oA e s
~¢*wu:§)

"?; &‘-}’, 2’:

Part Print L1430401-100400 shest 1 of 3.

Fabrication Stageit

Features: W1 and W2

Acceptable {Y’ initial;

: Qﬁfg}ﬁ?

Fabrication Stagofz

Features: W3, W4 and W5

’i’}am &/ 27

M

Acceptable 1Y/N)

5
4‘ o
Sy

Initial: 4/ .

Fabrication Stage#fd

Features: W8, W7, W8, W3, W10, W11 and W12

Acceptable (YN} ¢35 Initial: 4/ \&/ Date: g/lzate?

Yarification of completion of weld visual inspection:

Completed Syrf;‘;ﬂ

industrial Pack » Cincinnatl, DN 48342
131 4881020

Phone {313 4880507




Metalex Manufacturing
1.1430401-100400 Girder Support
Hi-Tech Purchase Order No. 161835

Visual Weld Inspection Report

Meotalex Job: 2007-7558 Serial Number:

Welding and Visua! Welding Inspection Requirsmants:

siorm io the

Beor 50 x‘i’i ?~§3~(
Sire ;

&5 ::’ fired in

& inspected and

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#

Features: W1 and W2

S

Acceptable (YN} {£5 Initial:

Fabrication Staged#?

Features: W3, W4 and W5

Acceptable %&JM} (e Initial: —~Diate: /23007

Fabrication Stage#3

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

Accentable @N’} 5 initial: 4.4 w Date: agffé’/ef???

Yerification of ﬂi&mﬂiﬁ‘%% ion {}f weld visual inspection:

}

/? ;5
Completed By: £ %f} V/Z;C/ @;5 Date:

7

5750 Cornel Road » 81
Phone (513) 4880507 » Pax {

oindpstrial Park « Clnclonall
513y ARR1020




Metalex Manufacturing
L1430401-100400 Girder Support
Hi-Tech Purchase Order No. 161858

Visual Weld Inspection Report

Metalex Job: 2007-7558 Serial Number: 7A-08198- (o5 }

Welding and Visual Welding Inspection Regulrements:

conform 1o the

fed as g" fired in
inspected and

Fart Print 1430401100400 sheet 1 of 3.

Fabrigation Stage#t

Features: W1 and W2

Acceptable (YIN) #5

Fabrication Stage#iZ

Features: W3, W4 and W5

Acceptable M} YiEs

Date: 42867

Fabrication Sia@e#&

Features: W6, W7, WB, W9, W10, Wit and W12

Ascemaﬁm&ﬂ;‘;@\i} yes initial: 2. 4. Date: j%ﬁ’

Yerification of completion of weld visual inspection:

Completed By; é’é %{’4

BIS0 Comell B
Fhone {513 428




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

Visual Weld Inspection Report

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

Welding and Visual Welding Inspection Requirements:

Per SGW L 143-00093 Section 4.1.4.2: For all welded parts, the welding pmx fice shall conform to the
Structural Welding Code, . ;\!(‘:ﬁl/A WS D1.1-D71.1M:2004,

spected as defined in
welds were inspecied and

Far SOW L143-00063 Section 4.1.4.2.2: All structural welds shall be visus
section 6.9 of the Structural Welding Code. The contractor shall certify tha
wers acceptable.

Part Print L1430401-100400 sheet 1 of 4.

Fabrication Stage#i

Features: W1 and W2 e
Acceptable (AN} /£5 nitial: 24, = Date: o/77k7 .

Fabrication Stage#i2

Features: W3, W4 and W5 f;,};“

Acceptable @N} YES initial: 4/ ~ @ate* /;;/ 3&&7
Fabrication Stage#3
Features: W8, W7, W8, W3, W10, W11 and W12 ,»;;; 0

Acceptable (YIN) /5 initial: AX. - Date: ?ﬁ%f?

Yerification of comp etron of weld visual inspection:

Completed By: @ %;_;(//

9
&

Date: ?4?5%’/’2;'7’“

F

5750 Cornell Road » Bius
FPhaore (5131 4880507 « F

findusing Pa
543 4899040

ri e Cinclnesati, OH 2




Metalex Manu%‘éizwring
1L.1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16185
Visual Weld Inspection Report

Metalex Job: 2007-7558 Serial Number:_ 7A-08198- (c# )

Welding and Visusl Welding Inspection Bequirements:

?«‘:’5 SOW L143-00083 Section 4.1.4.2: For alf welded par

tructural Welding Code, ANSVAWS D7 1-07 182004,

s were i s;mf:fga? and

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stacef

Features: W1 and W2

Acceptable (YN} %5 Initial: 44, Date: g;%:;?,»w
Fabrication Stage#2
Features: W3, W4 and W5

ﬁamgﬁ%b%e@?&q} G5 Initial: & # Date: ;’;»x»”

Fabrication Stage#i3

Features: W6, W7, WE, W9, WD, W11l and W12

Acceptable (YIN) 4£% initial: 44 . Date: 7/5#7

Verification of completion of weld visual insnection:

7 SN ,
e e rid /{? o ’ J m 2 b
Completed By: 70 %gg § @ Date: w7

@’?3% 48914240




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

Visual Weld Inspection Report

Metalex Job: 2007-7558 Serial Number: 7A-08198- (28 )

Welding and Visual Welding Inspection Requirements:

o shall conform o the

Per SOW L143-00093 Section 4.1.4.2: For afl welded parts, the welding pra
Structural Welding Code, ANSYAWS D1.1-D1.1M:2004..

spected as defined in
elds were inspecied and

Per SOW L143-00093 Section 4.1.4.2.2: All structural welds shall be visuall
section 8.9 of the Struc urai Wcmb y Code. The confractor shall certify that {
were acceplable.

w

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#1

Features: W1 and W2

Acceptable (YIN) V25 initial: %4 .  Date: 4/28/07.

Fabrication Stagef#iZ

Features: W3, W4 and W3S

Accemabie@m 2 initial: 44 Date: 7/2/07

Fabrication Stage#3

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

Acceptable éWN? U Initial: A 4. Date: /7/27

Verification of completion of weld visual inspection:

WX
Completed By: %W/M// @ Date:

5750 Cornell Road « Blue Ash Industripl Park » Cinclrmall, 08
Fhone (513 489-0807 » Fax {§13) 488-1020




Metalex Manufacturing
L.1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16188

Visual Weld Inspection Report

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

Welding and Visual Welding Inspection Reguirements:

Per S0OW 1143 83 Section 4.1.4.2: For all welded parts, the welding pras
Structural Welding Code, ANSIVAWS D1.1-D1 1M 2004,

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#

Foeatures: W1 and W2

Accepntable {@@’N} &%&}’Sﬁ?ﬁ* ate: "Ff;é;* ;5}?

r

Fabrication Stage#2

Fogtures: W3, W4 and W5

Acceptable (VN) Jagrems /., Date: ’?/ﬁ&i‘s/ﬁ )

Fabrication Stage#3

Features: W6, W7, W3, W9, W10, W11 and W12

ol
Acceptable (YINY Jovemrs  initial Wizie7

Verification of completion of weld visual inspaction:

C{E13Y 4887420




Metalex

mc

: Manufaﬁturmg
Metalex Manufacturing :
L1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16185
Visual Weld Inspection Report
Metalex Job: 2007-7558 Serial Number: 7A-08198- (1o )

Welding and Visual Welding Inspection Reguirements;

Per SOW L 143-00093 Section 4.1.4.2: For all welded parts, the welding praciice shall conform to the
Structural Welding Code, ANSVAWS D1.1-D1.10M: 2004,

Per SOW L143-00083 Section 4.1.4.2.2: All structural welds shall be visuslly inspected as defined in
section 6.9 of the Structural Welding Code. The contracter shall cerfify that the welds were inspected and
were acceplable,

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#t]

Features: W1 and W2

Asc&g%abie{%} ,%/F&w' initial }"‘ﬁf? Date: f}jﬂi?/g’}?,

Fabrication Stage#f2

Features: W3, W4 and W5

ﬁn

Acceptable M:« Lorckam Initia %’j;’ﬁ»f’ Date: 71&7/&‘?

Fabrication Stage#3

Features: W6, W7, W8, W9, W10, Wit and W12
fj’f}*

Acceptable (YIN) Jwbmms  Initial: é_‘/ AF. Date: ?/ﬁffﬁ/&? )

Yerification of completion of weld visual inspection:

Completed By:

750 Comell Road » Bilug Ash Industrial Park « Cincinnatl, OH 43242
Phone (5131 489.0507 » Fux (513) 4891020




Metalex

Manufacturing
inc.
Metalex Manufacturing
L1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16185
Visual Weld Inspection Report
Metalex Job: 2007-7558 Serial Number: 7A-08198-( 11 )

Welding and Visual Welding Inspection Requirements:

Per SOW L143-00093 Section 4.1.4.2: For all welded parts, the weiding practice shall conform fo the
Structural Welding Code, ANSVAWS 071.7-DT 1M:2004..

Fer SOW L143-000893 Section 4.1.4.2.2: Al structuraf welds shall be visuglly inspected as defined in
section 6.9 of the Structural Welding Code. The contractor shall cerify that the welds were inspected and
were acceplable.

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#1

Features: W1 and W2

Acceptable 4{\?%&} s §‘§”‘=§ﬁa}w§m§)“ 2 Date: Z/’}f%«,’f ]

Fabrication Stagef#2

Features: W3, W4 and WS

Acceptable (VIN) dazms __initiah®') g Date: 7/nlty

Fabrication Stage#3

Features: W8, W7, W8, WO, W10, W11 and W12

J—

S .
Acceptable ((YIN) Dosran s émtsaﬁéﬁﬁf% 4 Date: g/j@/f;ﬁ

Verification of completion of weld visual inspection:

//2/ i

///'}’ ~, 2'/ TS

; ; ot Lat S

Completed gyoj’fé? NET pater i
- T 7

Azl industriat Park » Cinclonatl, OH 452472
% 513 £839020

5750 Cornell Road » Bl
Phone (§13) 489-0807 »




- Metalex

Manufacturing
ng,
Metalex Manufacturing
1.1430401-100400 Girder Support
Hi-Tech Purchase Order No. 16185
Visual Weld Inspection Report
Metalex Job: 2007-7558 Serial Number: 7A-08198-{;=z }

Welding and Visual Welding Inspection Regquirements:

Per SOW L143-00093 Section 4.1.4.2: For all welded parts, the welding practice shafl conform lo the
Structural Welding Code, ANSIAWS D1.1-D71.1M:2004..

Per SOW L 143-00003 Section 4.1.4.2.2: All structural welds shalf 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#

Features: W1 and W2
Acceptable ({%) A

Fabrication Stage#i2

Date: 7%?’/2;",7

Features: W3, W4 and W5

Acceptable @%} 44 %ﬁiti&i{%}?} Date: ;7/23,3;;;7
Fabrication Stage#3
Feamres: W6, W7, W8, W9, W10, W11 and W12

Accentable @@N} ﬁjﬁ émﬁaii”}iﬁ? Date: ’22,/2'5’/.4227 .

YVerification of completion of weld visual inspection:

/ e
7 i ;
5 / Date;

-
7y
K ',/7/

1 g‘?/ﬂf / &

Completed By: 7 f{;ﬁﬁ;f s
v 7
Fa

750 Cornell Road

s Bilue Ash {ndustrial Park « Cincinnail O 85247
Phong {5131 4850507

= {513} 4891020

5




Metalex

Manufacturing
ne.
Metalex Manufacturing
L 1430401100400 Girder Support
Hi-Tech Purchase Order No. 16185
Visual Weld Inspection Report
Metalex Job: 2007-7558 Serial Number: 7A-08198- (13 )

Welding and Visual Welding Inspection Regquiremanis:

Per SOW L143-00083 Section 4.1.4.2: For all welded paris, the welding practice shall conform to the
Structural Welding Code, ANSVAWS D 1-D1. 1M 2004..

Per SOW L143-00083 Section 4.1.4.2.2: Al structural welds shall be visually
section 6.9 of the Siructural Welding Code. The contractor shall cedify that 4
were acceplable.

inspected as defined in
e welds were inspected and

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stacefit

Features: W1 and W2

Acceptable @N} Cogiems  initials

Fabrication Stage#f2

Features: W3, W4 and W5

Acceptable (YN 4,47;1’;%?%’/??”3 Initial:

Fabrication Stage#i3

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

i lo 7.

Am‘:@stabeaﬁ(}?\f (Coupnems  nitialr 4 40

Verification of completion of weld visual inspection:

o
Completed By: _@A%p C‘m Date:  7uto 7

5750 Cornell Hoad = Blus Ash industrial Park « Cincinnati, O 45247
Frioneg 15121 4880507 » Far {5131 4894020




©Metalex

Manifacturing
ine. Hinery . ans
‘H?i&f} iSO 9001 Q Mﬂ&@&?&ﬁﬁ?
Metalex Manufacturing
1.1430401-100400 Girder Support
Hi-Tech Purchase Urder No. 16185
Visual Weld Inspection Report
Metalex Job: 2007-7558 Serial Number; 7A-08198- (14 )

Welding and Visual Welding Inspection Requirements:

Per SOW L 143-00083 Section 4.1.4.2: For all welded paris, the welding practice shalf conform to the
Structural Welding Code, ANSVAWS D1.1-071.1M:2004..

Per SOW L143-00093 Section 4.1.4.2. 2. All structural weids shall be visuall
section 6.9 of the Structural Welding Code. The contractor shall certily that
were accepiable,

nspected as defined in
o welds were inspected and

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#t

Features: W1 and W2
/ N

Acceptable @M} o iEm@r s nitial: (@f%w@g%e: ij’/ﬁ@/ﬁ/’"

Fabrication StagefiZ

Features: W3, W4 and W5

Accentable (@‘}N} mipmens initial: B4

Pt

Fabrication Stage#3

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

Acceptable( (YIN) Zuszzzrs _initiat: L T

Verification of completion of weld visual inspection:

) /7/ ‘ {z é‘w%(
/ (] .
Completed By: ;{% 5 %%{Q Date: «;f’fi@éw

5 5% Cornell Road « Blus Ash Industnial Pari Cncmmu ﬁi’i 45242
hone (5131 4830507 « Fax (513) 4851020




Metalex

Manufacturing
Ine. '
Metalex Manufacturing
1.1430401-100400 Girder Support
M Hi-Tech Purchase Order No. 16185
= Visual Weld Inspection Report
Metalex Job: 2007-7558 Serial Number: 7A-08198- (15 )

Welding and Visual Welding Inspection Requirements:

Per SOW L143-00093 Section 4.1.4.2: For alf welded paris, the welding pra
Structural Welding Code, ANSIKYAWSE D1.1-D1.10M:2004..

toe shall conform o the

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

Part Print L1430401-100400 sheet 1 of 3.

Fabrication Stage#t

Features: W1 and W2

o,

® ; gﬁhmri‘. ' 2
Acceptable (YIN) _uigmms _ Initial: -5 4 N\T i Date: ;/57/'?/‘/%7 .

Fabrication Stage#2

Features: W3, W4 and W5

Acceptable @N) niesgm 5 : ’7/25#{/@

Fabrication Stage#d

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

Acceptable (YN} Juispmrs  Initial: ZAK 1&3 @ate:'?f(.?@/{}%’

Verification of completion of weld visual inspection:

%
!

(7

Completed By: ‘\%5?9 Date: ‘;‘7’1«?@ 7

5750 Cornell Road « Blus Ash Industrial Park » Cincinnall, OH 85243
Phone (5137 48505307 » Faux (513) 4839020




