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Steel Structure Manufacturing Quality Control Plan

1. 51K Material

EPEVEE . 5B Production
activities, description

HATHRUE S TAEZ SR Implementation standards and work requirements

AR R Adx
Documents,
statements, records

G I Y

Responsible Unit

1.1 & &l W K Material | A4 8105 202 B8 B 40R0 Hi RLE B A B2 SR 3E 1T W SE Materials must be purchased in | @ ik B}& ¥ Check | % it N 8
purchase accordance with the requirements of the drawings and the check list list Supply
® V) % X I ¥ | Department
Material purchase | A # K &
order Technical
Department
1.2 MR HE Z 15 6] Material | MTREBERHE B, BRAMERIIRSS . BOEMARIR, IRACHMBIET Confirmthesize, | @ Bt Kl 75 # | % ¥ 5 &6
acceptance control quantity and identification of the materials against the incoming material list, and | Incoming material | Material
submit the material certificate list Department
® H ok B A i N
Material certificate Supply
Department
1.3 & Kl br iR Material | % HEAH bR dE S BORIT R AT 32, HEAT IR AIFRIR . Classify steel plates * W %

identification

according to relevant standards and requirements, and make identifiable marks.

Material
Department

A E 7
Production

Department
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1.4 kLB & A M Material | S A HRfE References: O ENT K |k OB
quality inspection @ GB/T709-2006 #AHFLA A4 IR ~F s AME . EHiE &LV Z Dimension, shape, | il %1 = Incoming | Quality  Control
@ /IR~ Shape & size weight and tolerances for hot-rolled steel plates and sheets inspection notice for | Department
® {t % % 4+  Chemical | @GB/T702-2008 AL )\ S H&E K Vil % Dimension, shape, weight | purchased parts A ft N
composition and tolerances for hot-rolled steel bars ® H# i iE 15 | Supply
® Ml B M B¢  Mechanical | ®@GB/T706-2008 ##LAY4M Hot rolled section steel Material certificate | Department
performance @ GB/T8162-2008 451 I T 484 Seamless steel tubes for structural purposes @ BRI
@ x| JE KT 30mm UL BN | @GB/T2975-1998 4W 12 4 7= i 77 % 1 BE X 46 IR 47 B 2 iR il % Steel and steel | i€ 3% Inspection
% 33 47 #8 B f M Ultrasonic | products--Location and preparation of test pieces for mechanical testing records of incoming
testing for steel plates with | @GB/T6728-2002 45 A E 2O RN R~ 4ME . EE K U WZE Cold-formed | raw materials
thickness greater than 30mm steel hollow sections for general structure--dimensions, shapes, weight and | @ J&# Kl & & &

permissible deviations Re-inspection report

@ it K &R E R Design and contract-related requirements of raw materials
2. 55K %44 8} Blanking of structural parts
AFEIES) . f5IR  Production PATFRE S TAEZ SR Implementation standards and work requirements A R dx TE B AL

activities, description Documents, Responsible Unit
statements,
records
2.1 FFFNEL Part blanking IR T2 5k, WHAMAMNAME Y E FE . According to the technical | oEFEALK N T2 | * F K % A
requirements of the drawings, cut the materials according to the corresponding | Part drawings and | Cutting
materials. process workshop
A R B
Technical
Department
22 F M R Part | XF EA AT A FIAR IR, L B MBS B . Make identifiable markson | o E4-IIZ FEIE | * F K % A
identification the parts and record the information of the materials used for the parts. 4 Kl # F i 5% Use | Cutting
records of raw | workshop
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materials for| A £ &
on-site blanking of | Production
parts Department
2.3 EHFI Part inspection IiH Item S ¥F 2 Tolerance o EMEAL KL T2 | % i & #5 Quality
FHKEE. % Part length +3 Part drawings and | Control
and width process Department
FHK TN L Part length, 3 WL EMINT | A F K % (A
width and diagonal fi 4% id % Steel | Cutting
U % 1 F 16 £ Flatness of | 0.05t, H AN KT 2 0.05t, and should not be | structure parts | workshop
cutting surface greater than 2 processing
J&y Bk TR B Local notch 1 inspection records
depth & AR B
R, Bfr: mms AR RS HIRE A G EI4R R Production  work
tis the thickness of the plate, unit: mm: the position, size and roughness of the | Sheet
groove shall meet the requirements of the drawings
2.4 FAEHIFL LA IR BR Part | 18K FLILEGSEFE Bolt hole | <500 501~1200 | 1201~3000 | >3000 o EEE U I T F | i ¥ Quality
hole making and inspection | pitch range Part drawings and | Control
requirements I 25 AT 7 194 ity L ) +1 +1.5 — — process Department
Distance between any o MEMEMINT | A F K FE H
two holes in the same K 5 id % Steel | Cutting
group structure parts | workshop
AH A T 2H 11 o L A B RS +1.5 2 2.5 13 processing
Distance between holes inspection records
in two adjacent groups L JC S (S| <X
LA 2 MR SRR T 2R, L%, LEH €L The hole | Production  work
sheet

diameter deviation and roughness shall meet the technical requirements of the
drawings, the hole edge is not damaged, and there is no burr and flash.

3. 45 /14428 Structural welding
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EFEVEE . H5iB Production
activities, description

HATHRUE S TAEZ SR Implementation standards and work requirements

PELNE S NS
Documents,
statements, records

B AL

Responsible Unit

AR HES | 31T E

Work ¥ %2 Welding

preparation | procedure
qualification

il — AN HIUH AR & BIE 3 T 20005 BT DIRAT o 1205 5 il B R — MR
HLLZHEASHIIRE . G5 BT 295 RZEHE. 3. BE7E.
RN E, — |2 18 ¥ 2 ¥ % Develop and implement a list of welding
procedures that are in line with the project. The list must state the limits of the
basic parameters of each welding process, including: welding process number,
plate thickness range, groove form, welding method, welding position, welding
parameters of each layer, etc.

o[RBT ARG B
Welding process
instruction

o 123 T LR E R
H Welding
procedure

qualification report

*x R
Technical
Department

A E B
Production
Department

A JiTE i Quality
Control

Department
A2 TR | HE IR TR LT 1E L, F M50 % % Arrange qualified welders to | e 5 T.7% #. Welder | A £ 7=
Welder perform the work, and make a record List Production
qualification e /& Ty Welder | Department
Certificate
3.2 #f 4 {E I Assembling | o4 MR AR & T2 BR AT, fRIFESTHSE Assembling should be carried | o &K K T & | x 8 B 4 A
works out according to drawings and process requirements to ensure dimensional | Drawings and | Riveting
accuracy process workshop
o P 41 8] [ B 755 £ B BE K AT 5% b v 1) 225k Assembling gap should meet the | @ /£ Mk 5 & 4 | AFAHS
requirements of drawings and related standards Operation Technical
o ENIEN T A T2 M A KR Position welding should meet the process and | Instruction Department

related requirements

o EIE . ZeWIN)iE BE XSG ST B Cleaning of cutting slag and debris and welding
bead grinding

o HF 4 58 1 J5 M HI A5 IR Identification of the components after the assembling
is completed

o M ARVE RST 5T AL A 2 756 AH SR i [ 245K The unmarked size and shape
tolerances of the components shall meet the relevant standards and
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requirements

3.3 /2 Hi & & Inspection
before welding

o fi A M A 1 P 3 R~ & & fF & 2 3K Check whether the assembled
dimensions of the components meet the requirements

oy AT I 1 R A RN H (8] B AE B 1 & 1F 82 1.2 Check whether the groove type
and root gap are in line with the welding process

of AT IEIE T B 1. Check the grinding condition of the weld bead
oA SEN ML i Check the quality of tack welding

o K 4 K T Z

Drawings and
process

o fE N 48 & B
Operation
Instructions

o 25 1) 11 F 2 A 36

i & Assembly
inspection records
of structural parts

* i & B Quality
Control
Department

A R E
Riveting
workshop

& L AR R
Production  work
sheet
3.4 1R AE N Koad R R | ef L AT A 2R Welder qualification must meet the requirements LT 2T T |« M /B F |
Welding  operation  and | e /&4 i # ] Z T KF 41 UL EC The use of welding material must match the base | Welding  process | Riveting
process inspection material instruction workshop
o Fi MR T 2K & 122 % Check the welding parameters according to the | e /& 4% i 2 i 4510 | A B #F Quality
welding process XK Welding | Control

o VF il 45 32 7 VA I R e ME R 4% i A Evaluate the stability of the welding
method and weld formation

o 6 7% JE 1 T A K JZ ] {4 I Check preheating before welding and insulation
between layers

ol A IR A AL i Check welding anti-deformation measures

process inspection
record

Department

3.5 125 K & Inspection after
welding

ofk s GB/T19418-2003 4 i) g 432 S BR FE o 70 e F B A A AR 4% 2 5 A7 L
HEM B BE . AR ar, b, BE. A% B According to the
GB/T19418-2003 Arc-welded joints in steel-Guidance on quality levels for
imperfections, check whether the weld has defects that exceed the standard.

o 5 4% A WL A 56 1]
B3 Welding
appearance
inspection record

* it & B Quality
Control
Department

A R E
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Eliminate obvious defects such as cracks, arc craters, weld bumps, pores, etc. | ® 4 7= /F M #. | Riveting
o SR 4% R/ 5 K ACAH 75 B IR 42 4 W . Whether the size of the weld is | Production  work | workshop
consistent with the drawing and the appearance of the weld is formed. sheet
o KJkiEFR Splash removal
o BE M T A 8 SR 5 ) BRFT B All welding spots of the base metal should be
cut and polished after welding.
o i RI[E, H/2F4% 1mm All edges are rounded, the minimum radius is
Tmm.
o T JEJE RN A JE LT B I U, AT BEAE AR FE A e i AR S (1 7% All craters
and scars need to be polished, and the depth of polishing and repair should not
exceed 7% of the plate thickness.
4 T35 Non-destructive testing
ArFEiESl . #5IA Production PATFRUE S T/EZR Implementation standards and work requirements A FE L TE B ERAL

activities, description

Documents,
statements, records

Responsible Unit

4.1 A4 Non-destructive
testing

WERY Rl Magnetic particle
inspection

8 7 K I Ultrasonic testing
S Radiographic

o LIk N %% . 4.3 Refer to 4.3 to find Non-destructive testing content
o AL L T — 4IRS NI B The quality level of each weld is
specified in the drawing

o G 0 Wl R

Non-destructive

test report

o JC i Ao Wl A%
E ik +i
Non-destructive

*x i O
Quality Control
Department
A R
Technical
Department

inspection testing equipment

verification

certificate
4.2 FeAR I 51 o LA N AE | % BB
Non-destructive testing + Quality Control

personnel
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4.3 ToirAaill A s

Non-destructive testing

content

S | REESETY wWeld - - HiHy
Quality type 4k Ray 4) Magnetic
Appearance Ultrasound
level powder
5 FTA HiAth S Y 100% ] ] 10%
All other types
ENFIEXS R %
Full penetration 100% 10%1) 2) 25%3) 50%
butt weld
JE4% Weld 100% 50%
c TRAEE T
type full 100% 25% 50%
penetration
Partially 100% 25% 50%
penetrated
B Xjfiiitiunﬂ 100% 20%1)2) 100%3) 100%
ﬁﬁilidﬁ”et 100% 100%
THSEE T
type full 100% 100% 100%
penetration
i a5 i
Partially 100% 100% 100%
penetrated

1) f—% /5% 5K 7 T One film for each cross weld

2) EXEE R T A S A WA AU AR, U X R T 100%
4 F The tube butt film must include the starting point. If the start and end
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points cannot be identified, then the tube will be connected for 100% filming
3) W AR M AS BEAf % G, T4 AT ST 264K I the defect cannot
be determined by the inspection, then radiographic inspection must be carried
out

4) FRARRE AR I JGVE A e Z kG, 5 JC TR BT I Z R 4% Unless the defect
cannot be determined by ultrasonic inspection, radiographic inspection is not
required

4.4 12451 1% Weld repair

o T AT IR EE L AHER R N A )45 3 T2 AT IR B IR T ZR1E, EamiER
ZE AL PRI 5 EEAT WOR R U DA OR R LA BR 25 All welds must be repaired
in accordance with the feasible rework welding process under the guidance of
technicians. After the defects are treated in the full penetration welds, magnetic
particle inspection must be carried out to ensure that the defects have been
removed.

o (LR HAM], TFHLAZIHE N 50 $EICE During rework, the preheating must be
increased by 50 degrees Celsius

o IR A& X 355 ¥ TCASAS DS BB 35 I 21 100%, 117 H. 3 iz & it Sk 200mm. i 5 ZE fif
KRBT F ARG, B2 LG IR 2515 4% The non-destructive testing
range of the rework area is increased to 100%, and the rework tip is increased
by 200mm. If the extension test finds additional defects, then the entire weld
must be inspected

o A BB B [, ZEF —HJT KR EAE R 2 X Without the consent
of the technical department or the owner, no more than 2 repairs in the same
place are allowed.

o R IR BT Z
Welding repair
process

o IR 4% X 12 10
Welding repair
record

L EIT N
Technical
Department
A JTUVE
Quality Control
Department

5. mAbHH Surface treatment

ErEvESl . fiiE Production
activities, description

PATHRAE S TAEER Implementation standards and work requirements

LN & NS
Documents,

statements, records

Bl AL

Responsible Unit
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5.1 KR35 M b £ Surface

protection/surface treatment

A TREEE SRR RRE. BELZ. mESELMEN FEFRE, WRE
A Hoh B B, N ISR 3E47 . The primer, spray paint process, and
topcoat color in each project or contract must be approved by the owner. If
there is no other statement in the contract, the following requirements should
be followed:

ot fibikF| Sa2.5 Sand blasting reaches Sa2.5

e45um H B EEIR 8 4B K% 45 1 m zinc-rich ethyl silicate workshop
primer

o40um MM I B A KE 40 1 m epoxy resin or epoxy primer

e40um A E M EE A TH % 40 1 m epoxy resin or epoxy topcoat

a. iy [A) hon BA_E T AR BRI A BN EOR BR 1 R AA N FBEAAL, R 2 45um
IR EM PR B R, X 45um ANEFE 40K E I JESE . The contract have
no additional requirements for the above treatment. Except for the inside of
the box, the surface needs 45um epoxy resin or epoxy primer. The said 45um
does not include the thickness of the shop primer.

b. 75 UJ #| A1 e BT 57 22 3k 47 W Ab [ A0 42 8] K R W iR . Before cutting and
assembling, the sandblasting surface and workshop primer spraying should
be carried out.

c. iy T 275 32 1 T Ab 22 Ay Z2 15 2k = #E il The paint process must be
approved by the owner before the surface pretreatment.

o i ® L &
Painting process

* A AR
Technical
Department

52 ¥ | 521 KW 2

¥ 56 | #i Before surface

o T LRAM LT AN ek, AT 7R EL 24 TAE 2 58 Ensure appearance
control and non-destructive testing, and the necessary repair work has been

* i HB Quality
Control

Control protection completed Department
and o LIBFTAERAM, FIML ik Remove all sharp corners, no splash on the A 1R
inspection surface Riveting
workshop
522 Py il i & | efu A EFFriH Check the part identification il F1. T B Shot
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Inspection before
shot blasting

o f B K1 /2 75 45 V5 17F Check if there are stains on the surface

blasting section
A i B O
Quality Control
Department

5.2.3 il & Z Hi
Before painting

¥ 7 Examination:

o T # Wi bk ] Sa2.5 Sand blasting of all sections reaches Sa2.5

o RIMHWIRNL, —EHMIT. 24% Make sure the surface is clean, whether
there are oil stains and sundries

o /N T LT b M VR IR 1 Hh T A 7 4 R P EE SR Whether the areas that do not
require sandblasting and painting are protected

off P A H M B R, R TE AR HIER A data sheet is available, and
painters should be familiar with the data sheet

o A I B 42 B 2 L B B HE 4T The paint ratio should be carried out in
accordance with the product manual

o %5 I IEH The equipment functions normally

PN £ /D 7EFE A 3 | IKE DL The temperature of the steel plate is at
least 3 degrees Celsius above the dew point

oIRIEIR EAE 5 HIKJF LL_E Ambient temperature above 5 degrees Celsius

o Z KT 80% Humidity is lower than 80%

0 SRAE 28 W i Z A BORA) A P A FH R PR i Aol AR = St I (4, Record the
manufacturer, production batch and color of the paint used to prepare the
painted parts or components

& ARk B
Production  work
sheet

o % 1] Ak HE AT 56
K Surface
treatment
inspection record

* 5T HB Quality

Control

Department

A W% T
Painting
section

5.2.4 ih % Wi IR
% Paint spray
inspection

o MR R B ANAN R IR iR, IREAN RS RERIA .
ToHH A R . BN . EFER AT YE%E . The appearance of the paint film on the
surface of the component should not be mis-coated or missed, and the
coating should not peel off and return to rust. The coating should be uniform,
without obvious wrinkles, dripping, pinholes and bubbles, etc.

o f N VUG ATV I B ¥ Check the thickness of the paint film according to the

o AR R 31

5% Paint spraying

inspection record

& 4 ARk B
Production work
sheet

* i HB Quality
Control
Department

A W% T
Painting section
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specification

o f M HIAT I K br it CARMEPH A J7ill %) GB17208% (IR ATEER . BRI
M55 ) GB9286 $ AT K4l ¥4 Bt & 71 . Perform the detection of paint film
adhesion according to the current national standard GB1720 "Determination
of Adhesion of Paint Films" or GB9286 "Paints and varnishes-Cross cut test
for films ".

6. P A A 4675 Trial assembly and final inspection

AFEiES . 518 Production
activities, description

PATHRE S TAEZ R Implementation standards and work requirements

PN E N
Documents,
statements, records

Bl AL

Responsible Unit

6.1 Pt Trial assembly

FERPERIINA], A AT T A B 0 TR 0 4 FR B AR AT FR iR,
22t Be R B T A R4 B 4% 5 8. During the trial assembly, all components must
be marked in accordance with the drawings for easy identification at the
assembly site, and a numbered drawing that can identify all components must
be prepared.

FEFTA R RETE I, FE AL B AT P AT A% | ez b T AT 4 R A AR A 7 S B # 1
REFAT A, FEERLAUR A R0, B BoRmZ . sl M
ZEEE T AR LS 4] . After all welding is completed, all bolts and joints
are tested in accordance with the drawings to imitate the actual operating state
before the surface treatment. The main connections must be filed in the form of
photos, which show tolerance, rotations, angle deviations, etc. Focus on the
following points of control:

o BLARHLE Overall camber

o FNZE VL JE RGEE R BN K% fLFE The adhesion rate
and perforation rate between the upper and lower main beams and the flange
plates of the connecting beams

o LK. Wi, mINSTAEE, WX ML 2. Dimensional accuracy of

o % 5 K A
numbered drawing
e /ltt | Photos

o T 3 A0 56 i =%
Pre-assembly
inspection record

* Jii & B Quality

Control

Department
A R
Technical
Department
A HF
Production
Department
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length, width, and height of the main beam, and the diagonal difference of the
section.

o HEBE HL A8 B (22 A BUTE Pl 5 IR AR 0l 22 RS 225K Advance the
track gauge deviation and the deviation of track center and web center to meet
the requirements

o - Ut 55 5 b e b 5 ) il B S 25 WC (] B The coaxiality of the main beam
and the guide beam rotation hinge and the assembly gap
HARER S AL 5 S 15 Please refer to the inspection guide for specific
requirements

6.2 {4t Final check JIT A SCRSAAE 7= B AUHAT A AT, T ELRE SO Bl it 75 B AT I AN &
% THAE B0 i) B 05 #rb . All documents and production drawings must be
checked, and the unqualified items that need to be rectified on the documents
or products are in a separate rectification list.

AR GEVER A —FIR R B aUd sk . 2 BIAUH A B Z AT
FHSIRA BRI . All technical, contract clarification, and inconsistency approvals
must be recorded. Relevant identification and marking shall be carried out in
the relevant position of the drawing.

o B N H B
Rectification list

o L R W E
Technical
clarification

o A — H ok &
Inconsistency
report

o A= S TR R S
i General
production
drawings and
general description

* & Quality

Control
Department
A £ K
Technical
Department
AR
Production
Department

2
A

H

g

* 3275 Organizer A 175 Co-organizer @455 & Checkpoint

7.1 1. % ¥l Completion data

1% T % RHMUFE LU % The completion data includes the following:

1.2 1] General
2. ¥ Bl Material
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3. /582 Welding
4 J84% T2 Welding process
5. Bkl Non-destructive testing
6. 17481k 12 Weld repair
7 R SFRATAPES: Size inspection and trial assembly
8. % [H At Surface treatment
9.k 1z #. Shipping list
AT IARSE BT E A B R G i) S AR SRR B S A TORE, B e R B S R, TR R T8k, Each department
prepares relevant data required in the "documents, statements, records" column according to the quality control plan, and finally the
quality management department collects and summarizes all the data to form the completion data.
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