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AISC Certified Shop Requirements

In lieu of selecting an AISC Certified Shop for steel fabrication per the general structural notes, we understand that the
general contractor, Schultz Miller, proposes an alternative method of construction, outlined in the letter “Ref: Project
2202-257: Proposal for Code Equivalent Alternate”, dated March 15, 2024.

Items not performed by an AISC certified shop shall meet AISC360 Chapter N — see inspection task tables on following
pages. The critical structural elements that we expect to be performed in the non-AISC certified shop with inspection
tasks performed per AISC360 Chapter N include the following:

1. Drag connections attached to braced frames (at the ends of drag struts)

2. Custom built up sections

3. Custom moment connections at hip-ridge connection

Upon review of the Quality Manual and responses provided by Custom Steel Fabricators Inc., we find the proposed
methods satisfactory and not less than equivalent to the provisions of AISC360 Chapter N, in compliance with 2018 IBC
Section 104.11.
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Welding inspection shall be in accordance with Tables N5.4-1 through N5.4-3. Refer to AISC360 Chapter N for further
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information. In these tables, the inspection tasks are as follows:

(a} Observe () The inspector shall observe these items on a random basis.

Operations need not be delayed pending these inspections.

(b} Perform (P): These tasks shall be performed for cach welded joint or member.

TABLE N5.4-1
Inspection Tasks Prior to Welding

TABLE N5.4-2
Inspection Tasks During Welding

Inspection Tasks Prior to Welding ac QA
Welder qualification records and continuity records P o]
WPS available P P
Manufacturer certifications for welding consumables available P P
Material identification (type/grade) o] o]
Welder idenfification system®! o] o]

Inspection Tasks During Welding

Qc

QA

Fit-up of groove welds (including joint geometry)
= Joint preparations
+ Dimensions (alignment, root opening, root face, bevel)
= Cleanliness (condition of stasl surfacas)
» Tacking (tack weld quality and location)
* Backing type and fit (if applicable)

Control and handling of walding consumables
* Packaging
* Exposure control

Mo welding over cracked tack welds

Fit-up of CJF groove welds of HSS T-, Y- and K-joints without backing
{inciuding joint gecmetry)
= Joint preparations
= Dimensions (alignment, root opeaning, root face, bevel) P 8]
+ Cleanliness (condition of steel surfaces)
= Tacking (tack weld quality and lecation)

Enviranmental conditions
* Wind speed within limits
» Pracipitaticn and temperature

Configuration and finish of access holes o] o]

Fit-up of fillet welds
* Dimensions (alignment, gaps at root) o o
= Cleanlinass (condition of steel surfacas)
= Tacking (tack weld quality and location)

WPS followed

Settings on welding equipment

Travel speed

Selected welding materials

Shielding gas typedflow rate

Prehaat applied

Interpass temperature maintained {min./max.}
» Propar position (F, \, H, OH)

Welding techniques
.l

Check welding equipment o -

[l The fabricator or erector, a8 applicable, shall malntain & system by which a welder who has welded & joint
or member can be identified. Stamps, if used, shall be the low-stress type.

and final cleaning
= Each pass within profile imitations
= Each pass meets quality requirements

Placement and installation of steel headad stud anchors

TABLE N5.4-3
Inspection Tasks After Welding
Inspection Tasks After Welding Qc QA

Welds cleanad s} o]
Size, length and location of welds P P
Welds meet visual acceptance criteria

= Crack prohibition

= Weld/basa-metal fusion

= Craler cross seclion P B

« Weld profiles

= Weld size

= Undercut

= Porosity
Arc strikes F P
k-area™ P P
‘Weld access holes in rolled heavy shapes and built-up heavy shapes™ P P
Backing removed and weld tabs removed (if required) P F
Repair activities P P
Document acceptance or rejection of welded joint or member P P
Mo prohibited welds have been added without the approval of the EOR (o] o]

14 When welding of doubler plates, continuity plates or stiffeners has been perlormed in the k-area, visually
inspect the web &-area for cracks within 3 in. (75 mm) of the weld.

1 After rolled heawvy shapes {ses Section A3.1c) and buill-up heavy shapes (see Section A3.1d) are welded,
wigully inspect the weld access hole 1of cracks,
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Bolting inspection shall be in accordance with Tables N5.6-1 through N5.6-3 (shown below). Refer to AISC360 Chapter N
for further information. In these tables, the inspection tasks are as follows:

(a} Observe (00 The inspector shall observe these items on a random basis.
Operations need not be delayed pending these inspections.

(k) Perform (P): These tasks shall be performed for cach welded joint or member.

Note — bolted connections for this project are snug tight joints, no pretensioned or slip-critical joints occur; therefore, per
section N5.6, pre installation per Table N5.6-1 and monitoring of installation per Table N5.6-2 are not applicable.

TABLE N5.6-3
Inspection Tasks After Bolting
Inspection Tasks After Bolting Qc aA
Drocument acceptance or rejection of bolted connections P P
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