or connect shall be shop assembled to check fit-up of connections to be field welded or to
ream or drill holes for bolted connections. Trusses shall be assembled in lengths not less
than three abutting panels before field connections are drilled or reamed while assembled.

When the Contractor elects to use numerically controlled (N/C) drilling or punching,
assembly shall be performed as specified. Other methods of checking hole alignment and
match marking may be given consideration upon written request to the OSE. If the
Contractor’s proposed methods of CNC assembly fail to produce specified results, the
OSE can require the Contractor to perform the work per 863.20 and 863.26 at no additional
cost to the Department.

Deck expansion devices shall be shop assembled after fabrication to check fit-up,
straightness and roadway cross slope changes. Where a phased construction sequence
is a mandatory part of the contract plans, part-width deck segments may be fabricated
without the required shop assembly if shop drawings have incorporated a lay down, similar
to 863.08, defining vertical offset dimensions from a full length common baseline to all
roadway changes including sidewalks, rounding, crowns and field splice points of the
expansion device.

Parts not completely assembled in the shop shall be secured by bolts, as far as
practicable, to prevent damage in handling and shipping. Field splice plates shall be bolted
in their final position in the shop or shifted laterally with respect to their final position so that
the ends of the plates are flush with the ends of the member. Welding or tacking will not
be permitted on bolted assemblies unless by written acceptance from OSE. Welding
authorized shall be performed according to 863.23.

The QCFS shall provide a cover letter and specific check point data documenting QCFS
acceptance that shop assembly has been performed per specification.

863.27 Nondestructive Testing. Nondestructive testing (NDT) shall conform to the
AASHTO/AWS Bridge Welding Code, as amended by Supplement 1011, and this item.
Welded repairs in main members for thick scabs, deep kerfs or nicks and similar gross
flaws shall be subject to ultrasonic or radiographic inspection as directed by the OSE or
Engineer (field repairs}. All examined welds and base metal adjacent to a welded joint shall
be subject to the quality requirements specified in 863.23. Welds requiring nondestructive
testing shall be allowed to cool before they are tested.

The Contractor or Fabricator shall notify the Department in advance of specified non-
destructive testing. Such notification is required even if specific QA hold or witness point
inspections are not required for A and B rated fabricators.

Where controversy may arise, regarding the interpretation of radiographs, magnetic particle
indications or the acceptability of welds, the OSE has the final authority to accept the
welds. Field radiographic inspection shalil be accepted by the OSE prior to subsequent
construction activities that would make weld repair inaccessible.

25.

1. Radiographic Inspection of Welds. Allmembers subject to radiographic testing shall
have the welds ground smooth. Web splices shall be ground only where radiographed,
except at outside fascia surfaces which shall be ground full length. Radiographic
inspection shall be made of the following welds:

(a) The full length of all butt welds in flange material of plate girders or rolled beams.
100% of butt welds in back up bars that remain in the structure.

{b) The top and bottom one-third of transverse web splices in plate girders or rolled
beams including any cope holes.

(c) Butt welds in longitudinal stiffeners attached to tension areas of webs. -

(d) Twenty-five percent of each longitudinal web splice as selected by the inspector.
(e) Full length of field flange cut repairs.

() Any other weld specified by the Contract or AWS Bridge welding code.

The radiograph identification mark shown on the shop drawing layout shall be steel
stamped in the area marked "Weld Identification" of Figures 6.1A thru 6.1D of the
AASHTO/AWS Bridge Welding Code in a manner to make it visible in the radiograph of
the area without resorting to superimposed like markings. Steel Stamped identification
marks on flange plates shall be placed so that after assembly of girders, they will be on the
inside of flange, but out of the area to which the web will fasten. Films of repaired welds
shall also be identified by the letter "R". Steel Stamped identification numbers shall not be
placed within the weld area. Other required markings shall be made by using
superimposed characters. Where areas being radiographed are adjacent to the edge of
the plate, the film shall be located and a technique employed which will include the top and
bottom images of the plate edge. Films 114 by 432 mm (4 V2 by 17 inches) shall be used
where practicable. The minimum film size shall be 114 by 254 mm (4 V2 by 10 inches).

Whenever an unacceptable weld occurs in the web sections enumerated, an adjoining 300
mm (12 inch) length of weld not previously examined shall be radiographed. K
unacceptable flaws are found in this adjoining segment, the remainder of the weld (if any)
shall be examined.

Radiographs shall be submitted to the OSE for acceptance and shall be accompanied by
certification from the Contractor or Fabricator that the radiographic examination was
performed in conformance to these specifications, field sketches and by two copies of the
radiographic technician's analysis report listing unacceptable defects and causes for
rejection. The technician's report shall include identification and energy level or source
strength in becquerels of the radiation source, film to source distance, film type, and
exposure time for each radiograph as well as the signature of the technician and his NDT
level. The contact films shall become the property of the Department. Field main material
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