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Component Description

Rod (no 
head) or 

Bolt (with 
head)

Threads 
Cut or 
Rolled

Supplier Diameter 
(in)

Overall 
Length (ft)

Overall 
Length 
(mm)

De- 
Humidified 

Zone?

Tighten 
Method

Final 
Tension 

(fraction of 
Fu or UTS)

Date 
Tension or 

Loading 
Complete

Date Re-
Inspected 
(by 4/8/13)

Date Re-
Inspected 

(by 4/23/13)

Date Re-
Inspected 
(by 5/5/13)

Notes

17.2 5235 60
10.0 3035 36

E2 Shear Key - Connect to Concrete - Above 
Bent Cap, Under Crossbeam [S3, S4] rod Cut Dyson 3 21.9 6676 96 Tension 0.7 4/1/2013 daily check daily check daily check Tensioned to 0.75 Fy, with lockoff at ~ 0.7 Fu

22.6 6902 64
22.2 6777 32
4.4 1337 96
1.8 537 64
4.3 1312 96
1.7 512 64

4 E2 Bearing - Connect to OBG [B1, 
B2, B3, B4] rod Cut Dyson 2 3.6 1105 No Tension 0.7 9/12/2012 4/6/2013 4/17/13 to 

4/23/13 5/3/2013 Tensioned to 0.75 Fy, with lockoff at ~ 0.7 Fu

daily check

5/3/2013

Location 
and Item

E2 Shear Key - Connect to Concrete - Above 
Column, Under OBG [S1, S2] rod

E2 Bearing - Connect to Concrete - 
Under OBG [B1, B2, B3, B4]

3

Dyson

E2 Shear Key - Connect to 
Crossbeam [S3, S4]

rod

rod

Dyson

Dyson

E2 Shear Key - Connect to OBG [S1, 
S2]

3rod

Cut

Cut

Cut

Cut

Dyson 3

192

Tensioned to 0.75 Fy, with lockoff at ~ 0.7 Fu

Quantity 
Installed (not 

including 
spares)

96 Tensioned to 0.75 Fy, with lockoff at ~ 0.7 Fu
32 of 96 rods broke after tensioning, then tension level lowered

Tensioned to 0.75 Fy, with lockoff at ~ 0.7 Fu

Tension 0.7

Tension 0.7

3/5/2013

4/9/2013

daily check

daily check
No

No daily check

4/17/13 to 
4/23/139/12/2012

daily check

daily check

4/6/2013 
4/8/2013Tension

3
0.7No320

224

2

3

ng
s 

an
d 

Sh
ea

r K
ey

s

1

5 E2 Bearing Assembly Bolts
(Spherical Bushing Halves) rod Cut

Dyson for 
Lubrite for 
Hochang

1 2.4 733 No Tension 0.61 July 2009 not 
accessible

not 
accessible

not 
accessible

Connect 2 halves of the spherical bushing assembly housing 
together at Lubrite; rods are internal to bearings and all rods are not 
accessible after bearing assembly at Hochang (December 2009 & 

January 2010); rods tensioned to 0.7 Fy.

6 E2 Bearing Assembly Bolts
(Retaining Rings)

Socket 
Head Cap 

Screw
Cut Dyson for 

Hochang 1 0.2 55 No snug + 1/4 
turn ~0.4 January 

2010

4/6/2013 
(for 32 

accessible 
bolts)

4/23/2013 
(for 32 

accessible 
bolts)

5/3/2013 
(for 32 

accessible 
bolts)

Bolts thread into drill and tap holes to attach retaining rings that 
secure the Lubrite spherical bushing assembly in the bottom 

housing; bolts are mechanically galvanized, not hot dip galvanized; 
bolts are internal to bearings and not accessible after bearing 

assembly at Hochang, except for a small number of bolts in limited 
areas -> 32 of 336 bolts are accessible.  

0.26 9/26/2012 4/6/2013 4/20&22/2013 5/4/2013 With DL after load transfer (current condition)
0.29 N/A N/A N/A N/A With DL + Added DL
0.32 N/A N/A N/A N/A Service Load (Group 1)
0.35 N/A N/A N/A N/A SEE (Seismic)
0.41 7/14/2012 N/A N/A N/A Load During Construction - Tensioned to 0.5 Fy
0.68 N/A 4/6/2013 4/19/2013 5/3/2013 Additional tension in tie rods from cable with service load

1 5 463 100 Tension 0 45 4/6/2011

55 Cut 
(20%)

219 Rolled 
(80%)

T d R d t T S ddl

Load 
Transfer

PWS Anchor Rods - PWS Socket to 
Anchorage rod Dyson 3-1/2 27.9 to 31.8 8500 to 

9700 274

Located at the 2 field splices connecting the 3 tower saddle

Yes

336

96

3 @ Threads 

E2
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or
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8 Dyson 4 6.0 to 17.5 1840 to 
5325 25Tower Saddle Tie Rods rod Rolled Yes Tension

1.5 463 100 Tension 0.45 4/6/2011

1.4 415 8 snug ~0.1 7/14/2012

10 Tower Saddle to Grillage Anchor 
Bolts Hex Bolt Cut Dyson 3 1.2 360 Head Yes, 

Nut No snug ~0.1 3/25/2013 4/6/2013 4/19/2013 5/3/2013 Snug tightened before and after load transfer: Initial Tension 
complete on 5/20/2011; final tension complete on 3/25/2013.

11 Tower Outrigger Boom (for 
Maintenance) at Top of Tower Hex Bolt Cut Dyson 3 2.1 630 No snug ~0.1 July 2012 4/6/2013 4/19/2013 5/4/2013

Act as pins for swinging out and then securing the maintenance 
outrigger boom at the top of 2 of 4 tower head chimneys.  At each 
boom, one bolt is loaded and other bolt is unloaded in the current 
boom position.  The currently unloaded bolt will be installed snug 

tight when the boom is swung out for use (future position).

12 Tower Anchor Rods - Tower at 
Footing (3" Dia) rod Cut 3 25.6 7789 Yes Tension 0.48 4/17/2013 N/A 4/20/2013 

4/22/2013 5/5/2013 Tensioned to 1800 kN = 404.7 kips; Tension before and after load transfer:
Initial Tension Late 2010 through Early 2011; Final Tension 2013

13 Tower Anchor Rods - Tower at 
Footing (4" Dia) rod Cut 4 25.7 7839 Yes Tension 0.37 4/17/2013 N/A 4/20/2013 

4/22/2013 5/5/2013 Tensioned to 2530 kN = 568.8 kips; Tension before and after load transfer:
Initial Tension Late 2010 through Early 2011; Final Tension 2013

14 East Saddle Anchor Rods rod Cut Dyson for 
JSW 2 2.6 800 Yes snug ~0.1 May 2010 4/7/2013 4/21/2013 5/3/2013 specified gap under nut/washer at one end of rod and 2 nuts snug 

against each other at other end of rod -> snug tight for portion of rod
~0.1 4/13/2012 N/A N/A N/A Snug tightened before load transfer

CutTurned Rods at Tower Saddle 
Segment Splices 5/3/2013108

Located at the 2 field splices connecting the 3 tower saddle 
segments; 100 rods tensioned prior to saddle erection; 8 rods only 

snug tight after tie rod tensioning due to conflict with tie rods.

90

32

4/19/2013

4

388

36

Yes 4/6/2013

Vulcan Threaded 
Products

for KOS for KFM
(04-0120E4)
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3 @ Threads 
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15 East Saddle Tie Rods 18 Yes snug

rod

Hex Bolt Cut Dyson 3 4 7 1420
0.2 N/A 4/7/2013 4/21/2013 5/3/2013 Additional tension in tie rods from cable with service load

W
2 

Be
nt

 C
ap

17 W2 Bikepath Anchor Rods rod Cut Dyson ~1-3/16 
[Metric M30] 1.5 460 No N/A N/A N/A N/A

Details for bikepath connections are being redesigned and are not 
final.  The 18 anchor rods at the bottom connections will be 

abandoned.  The 25 anchor rods at the top connections will be used 
and supplemented with additional anchor rods.  These rods will be 

tensioned on the separate YBITS-2 Contract.  

Total = 2306 New information after 5/6/2013 Update is highlighted Red

43 Not Determined Yet

No TensionDyson 3 10.3 to 11.1 3129 to 
3372 24

S 15 East Saddle Tie Rods 18 Yes snugHex Bolt Cut Dyson 3 4.7 1420

5/4/2013 pre-compress neoprene between strongback and cable bandEa
st 

Ca
ble 16 B14 Cable Bands - Cable Brackets - at East 

End of Bridge - Strongback Anchor Rods rod Rolled 0.16 2/8/2013 4/7/2013 4/21/2013

Galvanized ASTM A354 Grade BD Material
Contract 04-0120F4 SFOBB SAS  5/15/2013
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February 5, 2009 

Dyson Corp. 
Attn:  Mr. Pat Sheffield 
53 Freedom Road 
Painesville, OH 44077 
 
Subject:  Single bar processing vs. batch processing 

Dear Mr. Sheffield: 

Thank you for allowing me to give a brief overview of our Induction quench and temper heat treating 
lines.  We will receive your material/order for processing at our facility in Huntington Indiana.  Your 
material will be assigned a unique mill order number for our internal tracking.  The material will then be 
run when it is received “complete”.   

Material is placed on the inlet table and the line is adjusted appropriately for the material size.  A three 
piece sample run will be made and the material qualified for hardness and mechanical properties.  After 
qualifications process is completed we will run the order in its entirety.  The material will be run in a bale 
for bale fashion to maintain traceability.  The bars will be processed one-after-another for the entire 
order.  No separate batches will be made or will be distinguishable.   In-process checks will be made at 
the front, middle and back of the material run to validate material specifications.  A material sample will 
be procured for submission to an outside laboratory for any Charpy Impact testing requirements.  
Material will exit the line and drop into an exit bunk.  The material bales will be taken to the finishing 
operation for further work.   

The induction heat treat line consists of 9-18 induction coils for austenitizing.  The induction equipment 
is a minimum of a 1 MWatt unit operating at a nominal 3 KHz.  The material is conveyed individually 
through the coils on skewed rolls for uniform heating and adequate support.  The material is butted 
together on the roll conveyor to provide for uninterrupted heating. The temperature of the material is 
measured using an infrared pyrometer and recorded for traceability to the order.  

The material moves into a robust water quench for superior transformation into martensite.    The high 
pressure spray system is applied to each individual bar in a uniform matter.  Each bar sees the same 
quenching as the material is conveyed through the quench.  The uniform quenching is what produces 
outstanding straightness control. 

The Tempering of the bar is then carried out on the bar with the use of induction coils.  The individual 
bars are conveyed through 7-14 induction coils from an 850kWatt inverter operating at a nominal 1 
KHz.  The material continues to be conveyed on skewed rolls with precision speed control.  The 
tempering temperature is monitored with pyrometers.  

Quench and tempered material is rolled off the line onto a cooling table where the material can cool in 
air. A chain drive will index material across the table.  The material will finally exit into a bunk. 

The finishing operation will trim two inches of material from each end of the bar.  The direct bar ends 
are harder due to some heat loss during tempering.  The cut bars will be chamfered and placed on an 
inspection table.  Each individual bar will be checked for straightness, size. Steel stamping identification 
of the heat number and any color coding necessary will be applied.  Material is tallied and packed for 
shipment.   

 

25 Commercial Road 
Huntington, IN  46750 
(219) 356-9520 
Direct (219) 355-2202 
Fax (219) 356-9522 
Dmelchi@Gerdaumacsteel.com 
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If you have any questions or comments, please feel free to contact me on this matter. 

 

Sincerely, 

Doug Melchi 
Metallurgist 







STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-001617

Address: 333 Burma Road Date Inspected: 06-Jan-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 900
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1700
Contractor: Dyson Corp. & Subs Location: Painesville, Ohio

Quality Control Contact: Bob Bobnar Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other: N / A
Bridge No: 34-0006 Component: See below
Bid Item: See below Lot No: See below

Summary of Items Observed:
The Caltrans Quality Assurance (QA) Inspector Scott Croff was present at Dyson Corp in Painesville, Ohio, to 
observe the fabrication of components that will be used in the San Francisco / Oakland Bay Bridge (SFOBB) 
project.

The QA Inspector was requested to release suspender socket components [bid item 68 (s-f)] to WireCo.  The QA 
Inspector verified that check samples have been tested by TransLab and found satisfactory for use.  The QA 
Inspector reviewed the contractor's Certificates of Compliance (C.O.Cs) and shipping documentation. The QA 
Inspector also made random observations of the materials as it was presented / palletized for shipping. The QA 
Inspector noted that the material and documentation appeared to be in general compliance with the contract 
requirements. The QA Inspector issued green tags and TL-6011 reports with lot numbers B212-001-10, 
B212-002-10 and B212-003-10 for the material releases.  See the accompanying TL-6011 reports for specific 
information.

During this shift, the QA Inspector also noted that Dyson personnel are machining / fabricating components for: 
bid item 45 (s), bid item 59 (s-f), bid item 61 (s-f) and bid item 68 (s-f).  The QA Inspector made general 
observations of the milling, machining and threading of the various components (rods, bolts, nuts, washers).  The 
QA Inspector noted that all observed work appeared to be performed to commonly accepted industry standards 
and procedures.

The QA Inspector was informed that tomorrow, Jan. 7th, 2010, a Stork-Herron technician will be present to 
conduct Magnetic Particle Testing (MT) on fabricated components for bid item 61.  There were no other notable 

TL-6034,Source Inspection Report Page 1 of 2



SOURCE INSPECTION REPORT
( Continued Page 2 of     )2

observations made during this shift.
Summary of Conversations:
See above.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Croff,Scott Quality Assurance Inspector

Reviewed By: Levell,Bill QA Reviewer

TL-6034,Source Inspection Report Page 2 of 2



STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-001624

Address: 333 Burma Road Date Inspected: 11-Jan-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 900
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1700
Contractor: Dyson Corp. & Subs Location: Painesville, Ohio

Quality Control Contact:  Bob Bobnar Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other:
Bridge No: 34-0006 Component: See below
Bid Item: See below Lot No: See below

Summary of Items Observed:
The Caltrans Quality Assurance (QA) Inspector Scott Croff was present at Dyson Corp in Painesville, Ohio, to 
observe the fabrication of components that will be used in the San Francisco / Oakland Bay Bridge (SFOBB) 
project.

The QA Inspector met with Dyson Quality Control Manager (QCM) Bob Bobnar and Art Galvanizing Manager 
Adrienne Klein, at Art Galvanizing in Cleveland, Ohio.  The QA Inspector witnessed galvanizing in progress on 
type 1 suspender socket anchor rods bid item 68 (s-f).  The QA Inspector also components that have been 
galvanized.  The QA Inspector witnessed Dyson QCM measure the mil thickness of the zinc coating on the 
galvanized components.  The QA Inspector was requested to green tag release the galvanized parts back to Dyson 
Corp.  The QA Inspector made random observations of the components and documentation and noted that they 
appear to be in general compliance with the contract requirements. The QA Inspector issued green tags and 
TL-6011 reports with lot numbers B212-005-10 and B212-006-10 for the material releases.  See the accompanying 
TL-6011 reports for specific information.

The QA Inspector and Dyson QCM returned to Dyson where the QA Inspector noted that Dyson personnel are 
machining / fabricating components for: bid item 45 (s), bid item 59 (s-f), bid item 61 (s-f) and bid item 68 (s-f).  
The QA Inspector made general observations of the milling, machining and threading of the various components 
(rods, bolts, nuts, washers).  The QA Inspector noted that all observed work appeared to be performed to 
commonly accepted industry standards and procedures.  There were no other notable observations during this shift.

TL-6034,Source Inspection Report Page 1 of 2



SOURCE INSPECTION REPORT
( Continued Page 2 of     )2

Summary of Conversations:
The QA Inspector had conversations with the QA Inspector Craig Hager.  The QA Inspector Craig Hager was 
given a general status update for materials / machining / galvanizing being performed at Dyson and 
sub-contractor's facilities.  The QA Inspector also spoke with the Structural Materials Representative (SMR) Kit 
Guest.  The SMR was informed of the equipment / testing set-up at Dyson for hardness testing of materials.  The 
QA Inspector also relayed this information to the SMR Nina Choy.  There were no other notable conversations 
during this shift.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Croff,Scott Quality Assurance Inspector

Reviewed By: Levell,Bill QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-001625

Address: 333 Burma Road Date Inspected: 12-Jan-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 900
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1700
Contractor: Dyson Corp. & Subs Location: Painesville, Ohio

Quality Control Contact: Bob Bobnar Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other:
Bridge No: 34-0006 Component: See below
Bid Item: See below Lot No: N / A

Summary of Items Observed:
The Caltrans Quality Assurance (QA) Inspector Scott Croff was present at Dyson Corp in Painesville, Ohio, to 
observe the fabrication of components that will be used in the San Francisco / Oakland Bay Bridge (SFOBB) 
project.

The QA Inspector met with Dyson Quality Control Manager (QCM) Bob Bobnar.  The QA Inspector and Dyson 
QCM noted that Dyson personnel are machining / fabricating components for: bid item 45 (s), bid item 59 (s-f), 
bid item 61 (s-f) and bid item 68 (s-f).  The QA Inspector made general observations of the milling, machining and 
threading of the various components (rods, bolts, nuts, washers).  The QA Inspector noted that all observed work 
appeared to be performed to commonly accepted industry standards and procedures.  

The QA Inspector reviewed contract documents and reports.  There were no other notable observations or 
conversations during this shift.
Summary of Conversations:
See above.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 
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( Continued Page 2 of     )2

Inspected By: Croff,Scott Quality Assurance Inspector

Reviewed By: Levell,Bill QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-001626

Address: 333 Burma Road Date Inspected: 13-Jan-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 900
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1700
Contractor: Dyson Corp. & Subs Location: Painesville, Ohio

Quality Control Contact: Bob Bobnar Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other:
Bridge No: 34-0006 Component: See below
Bid Item: See below Lot No: See below

Summary of Items Observed:
The Caltrans Quality Assurance (QA) Inspector Scott Croff was present at Dyson Corp in Painesville, Ohio, to 
observe the fabrication of components that will be used in the San Francisco / Oakland Bay Bridge (SFOBB) 
project.

The QA Inspector met with Dyson Quality Control Manager (QCM) Bob Bobnar and was requested to release 
suspender socket components [bid item 68 (s-f)] to Art Galvanizing.  The QA Inspector reviewed the Certificate of 
Compliance (C.O.C) and shipping documentation and noted that additional machining will be performed after hot 
dip galvanizing of the components.  The QA Inspector also made random observations of the materials as it was 
presented. The QA Inspector noted that the material and documentation appeared to be in general compliance with 
the contract requirements. The QA Inspector issued a green tag with lot number B212-007-10. The QA Inspector 
was informed that the material will be shipped to Art Galvanizing in Cleveland, Ohio, for hot dip galvanizing.  See 
the accompanying TL-6011 report for specific information.  See the attached photo.

The QA Inspector met with the Dyson QCM and Art Galvanizing Manager Adrienne Klein, at Art Galvanizing in 
Cleveland, Ohio.  The QA Inspector was presented with galvanized components that will be returned to Dyson 
Corp for additional work.  The QA Inspector witnessed the Dyson QCM measure the mil thickness of the zinc 
coating on the galvanized components.  The QA Inspector was requested to green tag release the galvanized parts 
back to Dyson Corp.  The QA Inspector made random observations of the components and documentation and 
noted that they appear to be in general compliance with the contract requirements. The QA Inspector issued a 
green tag and TL-6011 report with lot number B212-008.  See the accompanying TL-6011 report for specific 
information.

TL-6034,Source Inspection Report Page 1 of 2



SOURCE INSPECTION REPORT
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The QA Inspector and the Dyson QCM returned to Dyson, where the QA Inspector was requested to release 4" x 
775mm type 1 suspender socket components [bid item 68 (s-f)] to WireCo.  The QA Inspector verified that check 
samples have been tested by TransLab and found satisfactory for use.  The QA Inspector reviewed the contractor's 
Certificates of Compliance (C.O.Cs) and shipping documentation. The QA Inspector also made random 
observations of the materials as it was presented / palletized for shipping. The QA Inspector noted that the material 
and documentation appeared to be in general compliance with the contract requirements. The QA Inspector issued 
a green tag and TL-6011 report with lot number B212-009-10 for the material release.  See the accompanying 
TL-6011 report for specific information.

The QA Inspector also noted that Dyson personnel are machining / fabricating components for: bid item 45 (s), bid 
item 59 (s-f), bid item 61 (s-f) and bid item 68 (s-f).  See the attached photo.  There were no other notable 
observations made during this shift.

Summary of Conversations:
See above.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Croff,Scott Quality Assurance Inspector

Reviewed By: Levell,Bill QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-001628

Address: 333 Burma Road Date Inspected: 14-Jan-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 900
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1700
Contractor: Dyson Corp. & Subs Location: Painesville, Ohio

Quality Control Contact: Bob Bobnar Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other:
Bridge No: 34-0006 Component: See below
Bid Item: See below Lot No: B212-010-10

Summary of Items Observed:
The Caltrans Quality Assurance (QA) Inspector Scott Croff was present at Dyson Corp in Painesville, Ohio, to 
observe the fabrication of components that will be used in the San Francisco / Oakland Bay Bridge (SFOBB) 
project.

The QA Inspector met with Dyson Quality Control Manager (QCM) Bob Bobnar and was requested to release east 
saddle anchor rod components [bid item 59 (s-f)] to Art Galvanizing.  The QA Inspector reviewed the Certificate 
of Compliance (C.O.C) and shipping documentation and noted that additional machining will be performed after 
hot dip galvanizing of the components.  The QA Inspector also made random observations of the materials as it 
was presented. The QA Inspector noted that the material and documentation appeared to be in general compliance 
with the contract requirements. The QA Inspector issued a green tag with lot number B212-010-10. The QA 
Inspector was informed that the material will be shipped to Art Galvanizing in Cleveland, Ohio, for hot dip 
galvanizing.  See the accompanying TL-6011 report for specific information.

The QA Inspector also noted that Dyson personnel are machining / fabricating components for: bid item 45 (s), bid 
item 59 (s-f), bid item 61 (s-f) and bid item 68 (s-f).  There were no other notable observations made during this 
shift.
Summary of Conversations:
See above.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
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remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Croff,Scott Quality Assurance Inspector

Reviewed By: Levell,Bill QA Reviewer

TL-6034,Source Inspection Report Page 2 of 2



STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.8

COMPONENT MATERIAL INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: CMI-000160

Address: 333 Burma Road Date Inspected: 14-Jan-2010
City: Oakland, CA 94607

Contractor: Dyson Corp. & Subs OSM Arrival Time: 900
Location: Painesville, Ohio OSM Departure Time: 1700
Bridge No.: 34-0006 Component:# Bridge saddle bolt components
The following material has been inspected in accordance with Section 6 of the Standard Specifications at the above
location. At this point in the fabrication process it appears to comply with contract plans and specifications.

To be shipped to the following vendor or locations: Art Galvanizing, Cleveland, Ohio

Lot # Bid Item # Quantity Material Description
B212-010-10 59 115       ea 2.0" - 4UNC-2B A563 heavy hex nuts - heat/lot - DCNJ2

B212-010-10 59 36        ea 2.0" - 4UNC-2A x 800mm long A354 BD East saddle anchor 

rods - heat/lot - NHE9

Identification: Green tags were attached to the Certificates of Compliance / Shipping packages.
Summary of Items Observed:
The QA Inspector reviewed the contractor's Certificate of Compliance (C.O.C) and shipping documentation. The 
QA Inspector also made random observations of the materials as it was presented. The QA Inspector noted that 
the material and documentation appeared to be in general compliance with the contract requirements. The QA 
Inspector issued a green tag with lot number B212-010-10. The QA Inspector was informed that the material will 
be shipped to Art Galvanizing in Cleveland, Ohio, for hot dip galvanizing and that additional work / machining 
will be performed on the components when they are returned to Dyson Corp.
Summary of Conversations:
See above.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Croff, Scott Quality Assurance Inspector

Reviewed By: Levell, Bill QA Reviewer

TL-6011,Component Material Inspection Report Page 1 of 1



STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-001632

Address: 333 Burma Road Date Inspected: 19-Jan-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 900
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1700
Contractor: Dyson Corp. & Subs Location: Painesville, Ohio

Quality Control Contact: Bob Bobnar Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other:
Bridge No: 34-0006 Component: See below
Bid Item: See below Lot No: See below

Summary of Items Observed:
The Caltrans Quality Assurance (QA) Inspector Scott Croff was present at Dyson Corp in Painesville, Ohio, to 
observe the fabrication of components that will be used in the San Francisco / Oakland Bay Bridge (SFOBB) 
project.

The QA Inspector was requested to select bid item # 59 (s-f) check samples that will be sent to TransLab. The QA 
Inspector reviewed the contractor's Certificates of Compliance (C.O.C.s) and shipping documentation. The QA 
Inspector also made random observations of the materials as it was presented.  The QA Inspector reviewed the 
contract requirements and State Letter 05.03.01-002360 and selected the material / parts to be sampled.  The QA 
Inspector noted that the material and documentation appeared to be in general compliance with the contract 
requirements.  The QA Inspector issued TL-101 # C642636 with lot # B212-018-10 and a TL-102 sample form for 
the 2" east saddle anchor rod components.  See the accompanying TL-101 and TL-102 for specific information.  
The samples were put onto a pallet for shipment to TransLab. See the attached photo.

The QA Inspector noted that Dyson personnel are machining / fabricating components for: bid item 45 (s), bid 
item 61 (s-f) and bid item 68 (s-f).  The QA Inspector made general observations of the milling, machining and 
threading of the various components (rods, bolts, nuts, washers).  The QA Inspector noted that all observed work 
appeared to be performed to commonly accepted industry standards and procedures.  See the attached photo.

The QA Inspector was informed that the check samples will be next day air shipped to TransLab.  The QA 
Inspector relayed this information and the TL-102 sample form to the QA Inspector Bill Levell.  The QA Inspector 
also relayed the shipping status to the Structural Materials Representatives (SMRs) Nina Choy and Kit Guest.  
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There were no other notable observations or conversations.

Summary of Conversations:
See above.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Croff,Scott Quality Assurance Inspector

Reviewed By: Levell,Bill QA Reviewer

TL-6034,Source Inspection Report Page 2 of 2





























STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-001727

Address: 333 Burma Road Date Inspected: 02-Feb-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 800
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1630
Contractor: Dyson Corp. & Subs Location: Painesvillle, Ohio

Quality Control Contact: Bob Bobnar Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other: Fastener Assemblies
Bridge No: 34-0006 Component: Cable System, E2 Bearing, Shear Keys
Bid Item: 45,59,58,61 Lot No: n/a

Summary of Items Observed:
The Caltrans Quality Assurance (QA) Inspector Sherri Brannon was present at Dyson Corporation in Painesville, 
Ohio, to observe the fabrication of components that will be used in the San Francisco / Oakland Bay Bridge 
(SFOBB) project.

QA Inspector Brannon met with Quality Control Manager (QCM) Mr. Bob Bobnar with Dyson Corporation.  Mr. 
Bobnar gave QA Inspector Brannon a tour of the Dyson facility. Mr. Bobnar explained their Quality Control (QC) 
program as the fastener assemblies moves throughout the different process and introduced QA to some of the 
production, shipping, and laboratory personnel at various points throughout the tour.  After the tour of the Dyson 
facility QA Inspector Brannon reviewed applicable documents. 

QA Inspector Brannon and Mr. Bobnar discussed the status of the check samples that QA Inspector Mr. Scott 
Croff had sampled under Caltrans lot numbers B212-011-10, B212-012-10 and B212-018-10.  Mr. Bobnar, stated 
that results from Structural Materials Testing Laboratory are still pending as of January 28, 2010.  QA Inspector 
Brannon stated to Mr. Bobnar that I would check the status of the above check samples.  Later in the day QA 
Inspector Brannon informed Mr. Bobnar that check samples for the 2" x 800mm A354 Grade BD HDG Anchor 
Bolts w/ Nuts & Washers results are satisfactory for use.  The QA Inspector relayed this information to the 
Structural Materials Representatives (SMRs) Nina Choy and Kit Guest.  Reference documents: Caltrans QA Lot 
No: B212-018-10; Sample Identification Card TL-101 No: C642636; and Structural Materials Testing Laboratory 
Sample No: SM-10-0063.   

The QA Inspector Brannon randomly observed Dyson personnel machining / fabricating components for fasteners 
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SOURCE INSPECTION REPORT
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assemblies for the following: bid item 45 - Furnish and Install Spherical Bushing Bearing (Pier E2), bid item 59 - 
Furnish Structural Steel (Bridge) (Saddle), bid item 61 - Furnish and Install Shear Key (Pier E2), and bid item 68 
Furnish Suspender System. QA Inspector Brannon made general observations of the milling, machining and 
threading of the various components (rods, bolts, nuts, washers). The QA Inspector Brannon noted that all 
observed work appeared to be performed to commonly accepted industry standards and procedures.
Summary of Conversations:
As stated within this report.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Brannon,Sherri Quality Assurance Inspector

Reviewed By: Levell,Bill QA Reviewer

TL-6034,Source Inspection Report Page 2 of 2



STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-001730

Address: 333 Burma Road Date Inspected: 03-Feb-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 800
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1630
Contractor: Dyson Corp. & Subs Location: Painesville, Ohio

Quality Control Contact: Bob Bobnar Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other: Fastener Assemblies
Bridge No: 34-0006 Component: Cable System, E2 Bearing, Shear Keys
Bid Item: 45,59,61,68 Lot No: B208-012-10,  B208-013-10

Summary of Items Observed:
The Caltrans Quality Assurance (QA) Inspector Sherri Brannon was present at Dyson Corporation in Painesville, 
Ohio, to observe the fabrication of components that will be used in the San Francisco / Oakland Bay Bridge 
(SFOBB) project.

QA Inspector Brannon checked the status of pending tests results and informed Mr. Bobnar that check samples for 
the 4" HDG Type II Suspender Socket Anchor Rods and 4" HDG Suspender Socket Anchor Nuts & Jam Nuts 
results are satisfactory for use.  QA Inspector Brannon relayed this information to the Structural Materials 
Representatives (SMRs) Nina Choy and Kit Guest.  Reference documents: Caltrans QA Lot No: B212-011-10 & 
B212-012-10; Sample Identification Card TL-101 No: C642634 & C642645; and Structural Materials Testing 
Laboratory Sample No: SM-10-0081 & SM-10-0082 respectively.
 
Mr. Bob Bobnar informed QA Inspector Brannon that the 2.00”-4.50 UNC 2A x 800mm (31.5”) lg. double end 
stud (Assembly incl. 3 full nuts, 1 jam nut & 3 washers)  for bid item 59,  are ready for QA Inspection and green 
tag release for shipping.  QA Inspector Brannon reviewed applicable documents and verified quantities.  After 
review of the documents and material to be shipped QA Inspector Brannon assigned Caltrans lot number 
B208-012-10.  See Caltrans Component Material Inspection Report, TL-6011 dated February 03, 2010 for specific 
information.

Mr. Bob Bobnar informed QA Inspector Brannon that the 4" HDG Type II Suspender Socket Anchor Rods with 
Anchor Nuts & Jam Nuts for bid item 68, are ready for QA Inspection and green tag release for shipping.  QA 
Inspector Brannon reviewed applicable documents and verified quantities.  After review of the documents and 
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SOURCE INSPECTION REPORT
( Continued Page 2 of     )2

material to be shipped QA Inspector Brannon assigned Caltrans lot number B208-013-10.  See Caltrans 
Component Material Inspection Report, TL-6011 dated February 03, 2010 for specific information.

The QA Inspector Brannon randomly observed Dyson personnel machining / fabricating components for fasteners 
assemblies for the following: bid item 45 - Furnish and Install Spherical Bushing Bearing (Pier E2), bid item 59 
-Furnish Structural Steel (Bridge) (Saddle), bid item 61 - Furnish and Install Shear Key (Pier E2), and bid item 68 
Furnish Suspender System. QA Inspector Brannon made general observations of the milling, machining and 
threading of the various components (rods, bolts, nuts, washers). The QA Inspector Brannon noted that all 
observed work appeared to be performed to commonly accepted industry standards and procedures.

The following digital photograph below illustrates observation of the activities being performed.

Summary of Conversations:
As stated within this report.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Brannon,Sherri Quality Assurance Inspector

Reviewed By: Levell,Bill QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     76.8

COMPONENT MATERIAL INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: CMI-000171

Address: 333 Burma Road Date Inspected: 03-Feb-2010
City: Oakland, CA 94607

Contractor: Dyson Corp. & Subs OSM Arrival Time: 800
Location: Painesville, Ohio OSM Departure Time: 1630
Bridge No.: 34-0006 Component:# East Saddle Anchor Rod Assembly
The following material has been inspected in accordance with Section 6 of the Standard Specifications at the above
location. At this point in the fabrication process it appears to comply with contract plans and specifications.

To be shipped to the following vendor or locations: Japan Steel Works, Mouroran Japan

Lot # Bid Item # Quantity Material Description
B208-012-10        59 33        ea 2.00"-4.50 UNC 2A x 800mm (31.50")lg. double end stud. Lot 

Code: NHE9, Heat No:M34065

B208-012-10        59 99        ea 2.00"-4.50 UNC 2B (+0.500" O/S) heavy hex nut, HDG with 

wax and dye. Lot Code DCNJ2, Heat No:M653560

B208-012-10        59 33        ea 2.00"-4.50 UNC 2B (+0.050" O/S) heavy jam hex nut, HDG 

with wax and dye . Lot Code: DCNJ3, Heat No: M653560

B208-012-10        59 99        ea 2.00" diameter hardened flat washer, HDG. Lot Code: NAQ2, 

Heat No: 0179412

Identification: Green tag attached to Certificate of Compliance / Shipping package.
Summary of Items Observed:
QA Inspector Brannon reviewed the contractor's Certificate of Compliance (C.O.C) and shipping documentation.  
QA Inspector Brannon also made random observations of the materials as it was presented. QA Inspector 
Brannon noted that the material and documentation appeared to be in general compliance with the contract 
requirements. QA Inspector Brannon also noted that check samples of the anchor rods, heavy hex nuts, heavy jam 
nuts and hardened flat washers, have been found satisfactory for use.   QA Inspector Brannon issued a green tag 
with Caltrans QA lot number B208-012-10 for tacking purposes.  QA Inspector was informed by Mr. Bob Bobnar 
that the material will be shipped to Japan Steel Works for additional fabrication.
Summary of Conversations:
As stated within this report.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy, (510) 385-5910, who represents the Office of Structural Materials for 
your project. 
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Inspected By: Brannon, Sherri Quality Assurance Inspector

Reviewed By: Levell, Bill QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     70.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-002063

Address: 333 Burma Road Date Inspected: 20-Apr-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 700
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1730
Contractor: Japan Steel Works Location: Muroran, Japan

Quality Control Contact: Hideaki Kon Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other: Trial Fit of Divider Plates inside Trough of East Saddles and Machining of Anchor Rods for East Saddles
Bridge No: 34-0006 Component: Tower, Jacking, and Deviation Saddles
Bid Item: 59 Lot No:

Summary of Items Observed:
On this date, Caltrans OSM Quality Assurance (QA) Inspector Mr. Art Peterson was present during the times 
noted above for observations relative to the work being performed in Fabrication Shop #4 and the Machine Shop 
at Japan Steel Works.

Trial Fit of Divider Plates in-process on Saddle: East Saddle E2-W1 (Fabrication Shop #4)
 The QA Inspector observed that the trial assembly installation of the lower tier divider plates inside of the trough's 
divider plate grooves were in-process on east saddle E2-W1. The JSW personnel are preliminary setting the 
individual divider plates inside of the troughs' grooves prior to positioning the divider plates into their final 
position in regards to the final depth inside the groove and its final position along the grooves' length. The east 
saddle E2-W1 will have 2 divider plate segments inside of the trough and JSW will try ensure that the divider plate 
segments are fit flush against each other after being placed in their final position. Once the divider plates are in 
their final position, JSW will verify and record the divider plates' depth inside of the troughs' grooves, JSW will 
ensure that the divider plates are fit plumb and true at the segmented joints and at the saddles' splice and record 
any misalignment of the divider plates greater than the specified tolerance of 0.5 mm and also any gaps at the 
divider plate segments where they are not flush fit. If the alignment of the divider plates are outside this specified 
tolerance and there are gaps at the divider plate segment splice, then JSW will submit a request for information 
(RFI) to allow the gaps at the divider plate segment splice to be left as is. Afterwords, the JSW QC Inspection 
personnel will verify the dimensions of the as-built spacing between the divider plates at the saddle compartments 
to verify that the strand compartments are not to narrow for the parallel wire strand (PWS) installation. On this 
date, the QA Inspector observed that the trial fit assembly of the lower tier divider plates on east saddle E2-W1 
were in-process at the end of the QA Inspectors' shift.
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Trial Fit of Divider Plates in-process on Saddle: East Saddle E2-E1 (Fabrication Shop #4)
 The QA Inspector observed that the trial assembly installation of the lower tier divider plates inside of the trough's 
divider plate grooves were in-process on east saddle E2-E1. The JSW personnel are preliminary setting the 
individual divider plates inside of the troughs' grooves prior to positioning the divider plates into their final 
position in regards to the final depth inside the groove and its final position along the grooves' length. The east 
saddle E2-E1 will have 2 divider plate segments inside of the trough and JSW will try ensure that the divider plate 
segments are fit flush against each other after being placed in their final position. Once the divider plates are in 
their final position, JSW will verify and record the divider plates' depth inside of the troughs' grooves, JSW will 
ensure that the divider plates are fit plumb and true at the segmented joints and at the saddles' splice and record 
any misalignment of the divider plates greater than the specified tolerance of 0.5 mm and also any gaps at the 
divider plate segments where they are not flush fit. If the alignment of the divider plates are outside this specified 
tolerance and there are gaps at the divider plate segment splice, then JSW will submit a request for information 
(RFI) to allow the gaps at the divider plate segment splice to be left as is. Afterwords, the JSW QC Inspection 
personnel will verify the dimensions of the as-built spacing between the divider plates at the saddle compartments 
to verify that the strand compartments are not to narrow for the parallel wire strand (PWS) installation. On this 
date, the QA Inspector observed that the trial fit assembly of the lower tier divider plates on east saddle E2-E1 
were in-process at the end of the QA Inspectors' shift. 
 
Machining of Anchor Rods in Process: East Saddle E2-E1 and East Saddle E2-W1
 The QA Inspector visited Nitto-Kikai Company in Muroran, Japan to randomly observe the machining or turning 
down of a section along the length of the (50) mm diameter anchor rods required for east saddle E2-E1 and east 
saddle E2-W1. A total of (33) anchor rods will be required to be machined in accordance with reference sheet 
789C of 1204 that was an attachment of the response to ABF-RFI-002111R00 dated April 15, 2010. The (33) 
anchor rods each have a length of (800) mm with threads on both ends and will be turned down to a finished 
diameter of (48) mm and for a length of (150) mm starting from (140) mm from one end of the anchor rod- 
(measured from the east saddle base plate toward bearing plate). The QA Inspector observed that a (1 to 1) taper 
was to be machined into the anchor rods on each end of the turned down (150) mm machined section of the anchor 
rods. The QA Inspector also observed that on one end of the turned down machined section of the anchor rods is 
where a threaded portion will be turned down with a (1 to 1) taper provided on the end of the machined threads 
included in the (150) mm length. The threaded portion will still be visible after the machining operation due to the 
finished diameter being (48) mm of the (50) mm diameter anchor rods. The QA Inspector verified the length of the 
machined section and the finished diameter of the machined section on a total of (3) out of the (9) anchor rods 
machined on this date using a tape measure and a calibrated micrometer. The QA Inspector observed that the 
length of the machined section and the finished diameter on the (3) anchor rods inspected appeared to be in 
compliance with reference sheet 789C of 1204 and the response to ABF-RFI-002111R00. The machining 
operation was still in-process on this date at the end of the QA Inspectors' shift. The QA Inspector was informed 
by Office of Structural Materials (OSM) Materials Engineering Testing Services (METS) Structural Materials 
Representative (SMR) Mr. Kittric Guest (Pier 7) during April 19, 2010 tele-conference that a Manufacturing 
Fabrication Self Qualification Audit (MFSQA) audit would not be required on the machining facility performing 
the work on the (33) anchor rods of  Japan Steel Works (JSW) sub-vendor Nitto-Kikai Company in Muroran, 
Japan. 
   
Unless otherwise noted in this report, all observations reported on this date appeared to be in general compliance 
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with the applicable contract specifications.

Summary of Conversations:
No significant conversations were reported on this date.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy at (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Peterson,Art Quality Assurance Inspector

Reviewed By: Edmondson,Fred QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     70.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-002064

Address: 333 Burma Road Date Inspected: 21-Apr-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 700
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1730
Contractor: Japan Steel Works Location: Muroran, Japan

Quality Control Contact: Hideaki Kon Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other: Trial Fit of Divider Plates inside Trough of East Saddles and Machining of Anchor Rods for East Saddles
Bridge No: 34-0006 Component: Tower, Jacking, and Deviation Saddles
Bid Item: 59 Lot No:

Summary of Items Observed:
On this date, Caltrans OSM Quality Assurance (QA) Inspector Mr. Art Peterson was present during the times 
noted above for observations relative to the work being performed in Fabrication Shop #4 and the Machine Shop 
at Japan Steel Works.

Trial Fit of Divider Plates completed on Saddle: East Saddle E2-W1 (Fabrication Shop #4)
 The QA Inspector observed that the trial assembly installation of the lower tier divider plates inside of the trough's 
divider plate grooves was completed on east saddle E2-W1. The JSW personnel set the individual divider plates 
inside of the troughs' grooves to their final position in regards to the final depth inside the groove and their final 
position along the grooves' length. The JSW QC personnel have recorded the divider plates' depth inside of the 
troughs' grooves and any gaps where the divider plates are not fit plumb and true against each other at the 
segmented joints. The JSW QC personnel also measured and recorded any misalignment of the divider plates 
greater than the specified tolerance of 0.5 mm. Once the JSW QC personnel have completed the inspection report 
of recording any mis-alignment of the divider plates, any gaps at the divider plate segmented splice where they are 
not fit plumb and true against each other and also the actual measurements of the divider plates' depth inside of the 
troughs' grooves; then afterwords, the JSW personnel will submit a request for information (RFI) to allow any of 
the above aforementioned deviations to be left as is. The JSW QC Inspection personnel have also verified and 
recorded the dimensions of the as-built spacing between the divider plates at the saddle compartments to verify 
that the strand compartments are not too narrow for the parallel wire strand (PWS) installation and JSW personnel 
will include any dimensional inspection results if the strand compartments are too narrow from the lower tier 
divider plate trial fit operation. The JSW representative Mr. Kazanori Sato informed the QA Inspector that JSW 
are preparing the RFI along with the JSW QC inspection report to submit to ABF/JV for disposition of the divider 
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plate trial fit data that were not in compliance with the contract specifications.
  
Trial Fit of Divider Plates in-process on Saddle: East Saddle E2-E1 (Fabrication Shop #4)
 The QA Inspector observed that the trial assembly installation of the lower tier divider plates inside of the trough's 
divider plate grooves were in-process on east saddle E2-E1. The JSW personnel are preliminary setting the 
individual divider plates inside of the troughs' grooves prior to positioning the divider plates into their final 
position in regards to the final depth inside the groove and their final position along the grooves' length. The east 
saddle E2-E1 will have (2) divider plate segments inside of the trough and the JSW personnel will try to ensure 
that the divider plate segments are fit flush against each other after being placed in their final position. Once the 
divider plates are in their final position, JSW will verify and record the divider plates' depth inside of the troughs' 
grooves, verify and record if any of the divider plates are not fit plumb and true against each other at the 
segmented joints and record any misalignment of the divider plates greater than the specified tolerance of 0.5 mm. 
If the alignment of the divider plates are outside the specified tolerances, then the JSW personnel will submit a 
request for information (RFI) to allow any of the aforementioned deviations to be left as is. Afterwords, the JSW 
QC personnel will verify the dimensions of the as-built spacing between the divider plates at the saddle 
compartments to verify that the strand compartments are not too narrow for the parallel wire strand (PWS) 
installation. On this date, the QA Inspector observed that the trial fit assembly of the lower tier divider plates on 
east saddle E2-E1 were in-process at the end of the QA Inspectors' shift.
  
Machining of Anchor Rods completed: East Saddle E2-E1 and East Saddle E2-W1
 The QA Inspector visited Nitto-Kikai Company in Muroran, Japan to observe that the machining or turning down 
operation of a section along the length of the (50) mm diameter anchor rods required for east saddle E2-E1 and 
east saddle E2-W1 was completed. A total of (33) anchor rods were machined in accordance with reference sheet 
789C of 1204 as part of an attachment of the response to ABF-RFI-002111R00 dated April 15, 2010. The (33) 
anchor rods each have a length of (800) mm with threads on both ends and were turned down to a finished 
diameter of (48) mm for a length of (150) mm starting from (140) mm from one end of the anchor rod- (measured 
from the position of the east saddle base plate toward bearing plate). The QA Inspector observed that a (1 to 1) 
taper was machined into the (33) anchor rods on each end of the turned down (150) mm machined section. The 
QA Inspector also observed that on one end of the turned down machined section of the anchor rods, a threaded 
portion of the anchor rod was partially turned down included in the (150) mm length section. The threaded portion 
was still visible after the machining operation due to the finished diameter being (48) mm of the (50) mm diameter 
anchor rods. The QA Inspector verified the length of the machined section and the finished diameter of the 
machined section on a total of (7) out of the (24) anchor rods that were machined and completed on this date using 
a tape measure and a calibrated micrometer. The QA Inspector observed that the length of the machined section 
and the finished diameter on the (7) anchor rods inspected appeared to be in compliance with reference sheet 789C 
of 1204 of the response to ABF-RFI-002111R00. The machining operation of the total of (33) anchor rods 
required were completed on this date.
 
Unless otherwise noted in this report, all observations reported on this date appeared to be in general compliance 
with the applicable contract specifications.
Summary of Conversations:
No significant conversations were reported on this date.
Comments
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This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy at (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Peterson,Art Quality Assurance Inspector

Reviewed By: Edmondson,Fred QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     70.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-002140

Address: 333 Burma Road Date Inspected: 29-Apr-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 700
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1630
Contractor: Japan Steel Works Location: Muroran, Japan

Quality Control Contact: Hideaki Kon Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other: Curing of Primer Coat on Tower Saddles and Dry Film Thickness Verification on Anchor Rods
Bridge No: 34-0006 Component: Tower, Jacking, and Deviation Saddles
Bid Item: 59 Lot No:

Summary of Items Observed:
On this date, Caltrans OSM Quality Assurance (QA) Inspector Mr. Art Peterson was present during the times 
noted above for observations relative to the work being performed in the Paint Shop at Japan Steel Works.

Curing of Primer Coat on Exterior Rib plates and Exterior of the troughs on Saddles: Tower Saddles T1-1, T1-2, 
and T1-3 (Paint Shop)
 The QA Inspector observed that the exterior rib plates and the exterior of the trough on tower saddle segments 
T1-1, T1-2, and T1-3 have been coated with the inorganic zinc rich primer coat (International Paint Product 
Interzinc 22). The QA Inspector verified that the environmental conditions in the Paint Shop were suitable for 
curing of the primer coat as recommended by International Paints' product data sheet for the Interzinc 22 primer 
coat product. The QA Inspector recorded the ambient temperature on this date at 18.3 degrees Celsius; the surface 
temperature on tower saddle exterior rib plates was recorded at 13 degrees Celsius; the relative humidity was 
recorded at 56%; and the dew point was recorded at 7.5 degrees Celsius. The environmental conditions inside of 
the Paint Shop on this date appeared to be in compliance with International Paints' product data sheet.
 
Application of Primer Coat on Machined Section of Anchor Rods: East Saddles E2-E1 and E2-W1 (Paint Shop)
 The QA Inspector observed that (32) anchor rods for east saddle E2-E1 and E2-W1- (16) for each saddle plus (1) 
extra anchor rod that previously had their diameters turned down- (machined) for a specified length as per the 
attached sketch reference sheet no. (789C of 1204) of the response to ABF-RFI-002111R00 dated April 15, 2010 
had the turned down- (machined) section epoxy primer coated with International Paint product Interzinc 52. 
Except for the machined section on the anchor rods, the remainder of the anchor rods are galvanized coated. The 
QA Inspector performed dry film thickness (DFT) coating verification inspection on (3) anchor rods using a 
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calibrated Type II magnetic gage and the results of the verification inspection were that the DFT of the epoxy 
primer coat on the (3) anchor rods were above the minimum DFT coating requirement of 40 micrometers. The QA 
Inspector also observed that the Interzinc 52 primer coat was applied by the spray method. Next, the JSW 
personnel will prepare the (32) anchor rods for installation into the bearing plates of east saddle E2-E1 and E2-W1 
to position the anchor rods in accordance with the attached sketch reference sheet no. (789C of 1204) in ABF RFI 
002111R00.
   
Unless otherwise noted in this report, all observations reported on this date appeared to be in general compliance 
with the applicable contract specifications.

Summary of Conversations:
No significant conversations were reported on this date.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy at (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Peterson,Art Quality Assurance Inspector
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Reviewed By: Edmondson,Fred QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     70.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-002176

Address: 333 Burma Road Date Inspected: 15-May-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 700
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1530
Contractor: Japan Steel Works Location: Muroran, Japan

Quality Control Contact: Hideaki Kon Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other: Trial Fit Assembly of Divider Plates inside Trough of Tower Saddle Segment T1-3
Bridge No: 34-0006 Component: Tower, Jacking, and Deviation Saddles
Bid Item: 59 Lot No:

Summary of Items Observed:
On this date, Caltrans OSM Quality Assurance (QA) Inspector Mr. Art Peterson was present during the times 
noted above for observations relative to the work being performed in Fabrication Shop #4 at Japan Steel Works.

Trial Fit Assembly of Divider Plates in-process on Saddle: Tower Saddle Segment T1-3 (Fabrication Shop #4)
 The QA Inspector observed the trial fit assembly of the lower tier divider plates inside of the trough are in-process 
on tower saddle segment T1-3. The JSW personnel are preliminary setting the individual divider plates inside of 
the troughs' grooves prior to positioning the divider plates into their final position in regards to their final depth 
inside the groove and their final position along the trough's groove length. The tower saddle segment will have (2) 
divider plate segments inside of the saddles' trough. The JSW personnel will ensure that the divider plate segments 
are fit plumb, true, and flush against each other once the divider plates are placed in their final position. 
Afterwords, the JSW Quality Control (QC) personnel will verify and record the divider plates' depth inside of the 
troughs' grooves. The JSW QC personnel will verify that the divider plates are fit plumb and true at the segment 
joint splice of tower saddle segment T1-2 and record any misalignment of the divider plates greater than the 
specified tolerance of (0.5) mm. The JSW QC personnel will also verify the dimensions of the as-built spacing 
between the divider plates at the saddle compartments and at the saddle segment joint splice to verify that the 
strand compartments are not to narrow for the parallel wire strand (PWS) installation. On this date, the QA 
Inspector observed that the trial fit assembly of the lower tier divider plates are in-process on tower saddle 
segment T1-3 at the end of the QA Inspectors' shift.
   
Dimensional Inspection of Anchor Rod's position inside of slotted holes of Base Plate: East Saddle E2-E1 and 
E2-W1 (Fabrication Shop #4)

TL-6034,Source Inspection Report Page 1 of 3



SOURCE INSPECTION REPORT
( Continued Page 2 of     )3

 The QA Inspector observed JSW QC Inspector Mr. R. Kumagai performing dimensional inspection on the (16) 
anchor rod's (8 on each side of the base plate) position within the slotted holes of the base plate of east saddle 
E2-E1 and east saddle E2-W1. The east saddles base plate's have been assembled with its bearing plate and rocker 
forgings and end splay cover plate and will be shipped as a completed assembly. The dimensional inspection was 
performed for "information only" to verify if the anchor rods were concentric within the slotted hole. The QA 
Inspector was informed by JSW representative Mr. Hideaki Kon that a dimensional inspection report would be 
prepared and that JSW would provide a courtesy copy of the report to the QA Inspector for review. The QA 
Inspector photographed some of the anchor rods position within the slotted hole for review. See photos attached to 
this report.
 
Unless otherwise noted in this report, all observations reported on this date appeared to be in general compliance 
with the applicable contract specifications.
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Summary of Conversations:
No significant conversations were reported on this date.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy at (510) 385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Peterson,Art Quality Assurance Inspector

Reviewed By: Edmondson,Fred QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     70.15

SOURCE INSPECTION REPORT
Resident Engineer:Pursell, Gary Report No: SIR-002228

Address: 333 Burma Road Date Inspected: 26-May-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 700
Prime Contractor: American Bridge/Fluor Enterprises, a JV OSM Departure Time: 1630
Contractor: Japan Steel Works Location: Muroran, Japan

Quality Control Contact: Hideaki Kon Quality Control Present: Yes No
Material transfer: Yes No N/A Sampled Items: Yes No N/A
Stock Transfer: Yes No N/A OK to Cut: Yes No N/A
Rebar Test Witness: Yes No N/A Delayed/Cancelled: Yes No N/A
Other: Trial Fit Assembly of Divider Plates inside North and South Trough of T1-1 and Adjustment of Anchor Rods
Bridge No: 34-0006 Component: Tower, Jacking, and Deviation Saddles
Bid Item: 59 Lot No:

Summary of Items Observed:
On this date, Caltrans OSM Quality Assurance (QA) Inspector Mr. Art Peterson was present during the times 
noted above for observations relative to the work being performed in Fabrication Shop #4 at Japan Steel Works.

Trial Fit Assembly of Divider Plates in-process on Saddle: Tower Saddle Segment T1-1 (Fabrication Shop #4)
 The QA Inspector observed the trial fit assembly of the lower tier divider plates inside of the trough are in-process 
on tower saddle segment T1-1. The JSW personnel are preliminary setting the individual divider plates inside of 
the troughs' grooves prior to positioning the divider plates into their final position in regards to their final depth 
inside the groove and their final position along the trough's groove length. The tower saddle segment will have (2) 
divider plate segments inside of the saddles' trough. The JSW personnel will ensure that the divider plate segments 
are fit plumb, true, and flush against each other once the divider plates are placed in their final position. 
Afterwords, the JSW Quality Control (QC) personnel will verify and record the divider plates' depth inside of the 
troughs' grooves. The JSW QC personnel will verify that the divider plates are fit plumb and true at the segment 
joint splice of adjoining tower saddle segment T1-2 and record any misalignment of the divider plates greater than 
the specified tolerance of (0.5) mm. The JSW QC personnel will also verify the dimensions of the as-built spacing 
between the divider plates at the saddle compartments and at the saddle segment joint splice to verify that the 
strand compartments are not to narrow for the parallel wire strand (PWS) installation. On this date, the QA 
Inspector observed that the trial fit assembly of the lower tier divider plates are in-process on tower saddle 
segment T1-1 at the end of the QA Inspectors' shift.

Adjustment of Anchor Rods within the Slotted Holes of Base Plate: East Saddle E2-E1 and East Saddle E2-W1 
(Fabrication Shop #4)
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 The QA Inspector observed that (2) JSW personnel performed the adjustment of the anchor rods within the slotted 
holes of the base plate of east saddle E2-E1 and E2-W1 on May 25, 2010. The recommendations of which anchor 
rods to be adjusted were based on ABF-CAL-TRN-003495 dated 20th May, 2010 redlined by Caltrans in 
conjunction with the erection procedures of the east saddles submitted (Re: ABF-SUB-000777R01) to Caltrans by 
prime contractor American Bridge / Fluor, a joint venture (ABF/JV). The direction provided by Caltrans to 
ABF/JV was for JSW to create a clearance between the modified anchor rod (Re: ABF-RFI-002111R00) and the 
edge of the slotted hole at the specified locations based on the JSW dimensional inspection record of the anchor 
rods submitted (Re: ABF-CAL-TRN-003495). At locations where a (1) mm or less clearance existed between the 
modified anchor rod and the edge of the slotted hole in the base plate, the JSW personnel performed the 
adjustment and moved the specified anchor rods away from the edge of the slotted hole by adjusting the anchor 
rod position using the available hole clearances in the east saddle bearing plates of E2-E1 and E2-W1. A total of 
(2) JSW personnel worked (6) hours each performing the adjustment of the specified anchor rods within the 
bearing plate holes to give the maximum available clearance between the anchor rods and the slotted holes in the 
base plate of both east saddles E2-E1 and E2-W1 on May 25, 2010. On May 26, 2010, a total of (1) JSW Quality 
Control Inspector worked (2) hours performing the dimensional inspection after adjustment of the anchor rods to 
verify the clearance between the anchor rod and the slotted hole in both east saddles E2-E1 and E2-W1. Also, a 
total of (2) JSW personnel worked (2) hours each performing the re-assembly of the nuts and washer to the anchor 
rods after the dimensional inspection and tightened the nuts to a "snug tight" condition on both east saddles E2-E1 
and E2-W1 on May 26, 2010. JSW will prepare a dimensional inspection record and report the results to ABF/JV 
in a revised or new transmittal. See attached photo of (1) of the specified anchor rod locations after adjustment on 
east saddle E2-E1 slot location "E-2" measuring the new clearance between the edge of the slotted hole and anchor 
rod.
 
Unless otherwise noted in this report, all observations reported on this date appeared to be in general compliance 
with the applicable contract specifications.

Summary of Conversations:
No significant conversations were reported on this date.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact , who represents the Office of Structural Materials for your project. 

TL-6034,Source Inspection Report Page 2 of 3



SOURCE INSPECTION REPORT
( Continued Page 3 of     )3

Inspected By: Peterson,Art Quality Assurance Inspector

Reviewed By: Edmondson,Fred QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     70.25A

MATERIAL SUITABILITY REPORT
Resident Engineer:Pursell, Gary Report No: MSR-000010

Address: 333 Burma Road Report Date: 02-Jun-2010
City: Oakland, CA 94607 SMR Authorization #:

Project Name: SAS Superstructure
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date of NCR:
Contractor: Japan Steel Works Location: Moruran, Japan

The following material has been inspected and found not to comply with contract plans and specifications; however, 
METS has determined this material may be suitable for its intended purpose.
Lot # Bid Item # Quantity Material Description

S53 004-10 59 662,100   kg Saddles T1-1, T1-2, T1-3, E2-W1, E2-E1, and West Jacking

S53 004-10 77           Ls Clean and Paint Structural Steel

Identification:
Saddles T1-1, T1-2, T1-3, E2-W1, E2-E1, and West Jacking
Description of Non-Conformance (NCRs):

Summary of Items Observed:
Saddles T1-1, T1-2, T1-3, E2-W1, E2-E1, and West Jacking Saddles- Items resolved via RFI and/or Submittal 
process.

BTL 103:  RFI 1703R00 Tower Saddle (T1-1, T1-2 and T1-3) castings were examined 100% by dry MT testing.  
The saddles were re-examined with wet MT examination on 10% of the as-cast level 1 surface.

BTL 108:  SUB 643R17 Tower Saddle T1-1 built-up plate section reib plate to base plate CJP weld ID 7Y-9L-2 
had an ultrasonic rejectable Class A indication 15mm in lenght in mid point of the weld.  It was determined to be 
acceptable as this is shown to be a low stress area and was previously detailed as a PJP weld.

BTL 113:  RFI 1939R00 After final machining of the T1-1 saddle, indications were found on the splice surface 
and end rib.  The indications were described as porosity, slag or lack of fusion in the weld splice surface.  
Excavations less than 3mm in depth with rounded edges did not require repair.  Those greater than 3mm were 
weld repaired using an approved WPS that did not require PWHT.

BTL 116:  RFI 1893R03, deviation of the metalizing operator qualification requirements to correspond with 
minimum requirement of final product.  Submittal 1274R02 (MFSQA) and RFI 1850R02, waiver of SSPC QP-3 
certificaiton of paint facility after providing proof of equivalence.
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BTL 121:  SUB 643R24, R26, R27, R28 After final machining and final magnetic particle inspection various 
indications were found on the tower saddles.  These indications were of two different classifications, those less 
than 3mm in depth and those over 3mm in depth after excavation (not exceeding 10mm).  Final disposition was to 
leave excavations less than 3mm as is and fill excavations over 3mm with Belzona 1111.

BTL 124:  NCR JSW-004, Tower Saddle Divider Plates currently misaligned by .5 mm or more.  After WDC 
discussion ABF plans to correct alignment issues during installation of Tower Saddles and Main Cable.

Summary of Conversations:
The SMR Lot number provided for this Blue-Tag release was provided by SMR Jay Dorst during previous release 
of the first shipment of saddles.
Comments
This report is for the purpose of determining conformance with the contract documents and is not for the purpose 
of making repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or 
remedial efforts please contact Nina Choy 510-385-5910, who represents the Office of Structural Materials for 
your project. 

Inspected By: Guest,Kittric Quality Assurance Inspector

Reviewed By: Choy,Nina QA Reviewer
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY EDMUND G. BROWN Jr., Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     70.25B.yyy

MATERIAL SUITABILITY DOCUMENTATION REPORT
Prime Contractor: American Bridge/Fluor Enterprises, a JV Report No: MSD-000717
Contractor: Japan Steel Works Date: 24-Mar-2010
Location: Muroran, Japan BTL Mat Des.:

BTL Item No.:
Initiated By/Why: ABF-SUB-000643R26;ABF-SUB-000643R27;ABF-SUB-000643R28;ABF-SUB-000643R24;ABF-SUB-000643R26;ABF-SUB-000643R27;ABF-SUB-000643R28

BTL Summary:

After final machining and final magnetic particle inspection various indications have been found on the tower saddles.  

These indications are of two different classifications, those less than 3mm in depth and those over 3mm in depth after 

excavation (not exceeding 10mm).  JSW has requested that all sharp edges be removed on the excavations less than 3mm 

and left as is.  For the excavations greater than 3mm they have requested to repair with a filler material.

METS Comments
METS Discussion:

As approved in previous RFI 1768R1 Belzona 1111 would be the approved filler material.

Proposed Resolution:

Leave excavations less than 3mm "as is" and fill excavations over 3mm with Belzona 1111.

Date discussed with the Construction Engineer: Time: Various:

Construction Comments
Name of the Construction Engineer involved:

Construction agrees with METS recommendation: Yes No

Recommendationfrom Construction (If NO is checked above):

concur

Contract Change Order required: Yes No If Yes, CCO number:

Designer Comments
Name of Design Engineer involved (if applicable):

Recommendation from the Design Engineer (if applicable):

Screening Team involvement: Yes No

Issue requires FAST Involvement: Yes No

Decision by FAST (if YES is checked above):

METS Summary of Final Decision:

Per Submittal Responses 648R24, R26, R27, R28

1. Excavations greater than 3mm: Although the depth of the excavations exceeds the acceptance

criteria, repair welding is not required. The excavations must be ground so that they have
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rounded edges. Use Belzona 1111 to fill the void in accordance with the response to ABF-RFI-

001768R01.

2. Excavations less than 3mm: The excavations do not require welding repairs. Grind the

excavations so that they have rounded edges.

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the purpose of making 

repair or fit for purpose recommendations.  Should you require recommendations concerning repairs or remedial efforts 

please contact Nina, Choy, who represents the Office of Structural Materials for your project. 

Inspected By: Choy,Nina Quality Assurance Inspector

Reviewed By: Choy,Nina QA Reviewer
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