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QUALIFICATION AUDIT PROCEDURES

FACILITY SELF-AUDIT

Prior to requesting an audit from the Department, each facility that manufacturers or fabricates Class N Steel Pipe Piling shall successfully complete a self-audit.  The self-audit shall be performed using the attached "Class N Steel Pipe Piling Qualification Audit."  OSM will report the results of each self-audit submittal in 2 weeks.  If OSM rejects the self-audit, the manufacturer or fabricator must submit a revised self-audit.  The revised self-audit shall include a report of how deficiencies, that were noted by OSM, have been corrected.

In order to successfully complete the self-audit, there must be affirmative responses to all the questions listed in the self-audit, and documentation and information to substantiate responses.  If there are non-applicable questions, an explanation must be provided in the comments field, along with additional documentation, if necessary.  Each of the items in the audit carries equal weight.  Negative responses to questions will be grounds for rejection.

DEPARTMENT'S OFFICE OF STRUCTURAL MATERIALS (OSM) AUDIT

OSM will complete the audit within 10 weeks after receiving a written request for an audit.  The audit will consist of an introductory pre-audit meeting, tour of the facility from point of receiving to point of shipment, review of document control, review of quality control procedures, completion of the attached "Class N Steel Pipe Piling Qualification Audit" by the auditor, and a de-briefing meeting.

The facility being audited must provide OSM sufficient access and cooperation so that the audit can be completed within 10 weeks.  The facility's quality control personnel are required to be present during the audit.

In order to successfully complete the audit, there must be affirmative responses to all the audit questions, and documentation and information to substantiate responses.  If there are non-applicable questions, an explanation must be provided to the auditor along with additional documentation, if requested by the auditor.  Each of the items in the audit carries equal weight.  Negative responses to questions will be grounds for rejection.

In order to answer questions in the audit, the auditors will evaluate facility practices and procedures against shop drawings and other contract requirements for work being performed in the facility at the time of the audit, even if the work is not for a Department project.

If the audit is performed at a new facility prior to start of production, a response indicating proposed methods or procedures satisfying Department requirements for items not yet incorporated in the operation of the facility is acceptable.

Should a facility fail the audit, the facility must correct all deficiencies prior to requesting another audit.  A report of how deficiencies have been corrected, shall be included in the request for another audit.  The facility shall allow OSM 10 weeks to complete any subsequent audit.

The audit is valid for 3 years from the date of successful completion of the audit.

After successfully completing the audit, any changes to this audit are to be submitted for approval, in writing, to the Chief of the Quality Assessment and Management Branch, Office of Structural Materials, 5900 Folsom Blvd., Sacramento, CA  95819.  Failure to provide notification within two weeks of any change relative to the audit, may result in invalidation of the audit.

I, the undersigned, have read and understand the “Class N Steel Pipe Piling Qualification Audit” and am providing the following information in the enclosed audit.

Facility Authorized Quality Control Representative                                       Date

CLASS N STEEL PIPE PILING Qualification AUDIT

A.
mANUFACTURING SPECIFICATIONS AND STANDARDS

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.


	Does the Fabricator/Manufacturer have a copy of CALTRANS specifications and are the Fabricator's personnel familiar with these specifications?
	
	
	
	

	2.


	Does the Fabricator/Manufacturer have a copy of the current AWS D1.1 and/or API 5L code?
	
	 
	
	

	3.
	Does the Fabricator/Manufacturer have copies of all the current relevant material specifications (e.g. ASTM)?
	
	
	
	

	4.
	Does the Fabricator/Manufacturer have personnel that are knowledgeable and experienced with the material codes and specifications?
	
	
	
	

	5.
	Is there a written procedure in place to disseminate specification requirements and changes to appropriate personnel?
	
	
	
	


B.
work order – Job control

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Does the Fabricator/Manufacturer have an established job control number and identification system for all work in production or completed? 
	
	
	
	

	2.
	Does the Fabricator/Manufacturer have an established identification system in place that clearly denotes material accepted by in-house QC?
	
	
	
	

	3.
	Is there an effective method to track that the product must meet the Buy America requirements?
	
	
	
	

	4.
	Does the Fabricator/Manufacturer have an established identification system in place that clearly denotes required repairs or corrections?
	
	
	
	

	5.
	Is all received correspondence marked with a distinguishable identifying mark?
	
	
	
	

	6.
	Are correspondence files maintained and segregated for each project?
	
	
	
	

	7.
	Is  received correspondence 


a. ____ Stamped received?

b. ____ Dated?

c. ____ Initialed by personnel 


responsible for the 


evaluation and 


implementation of the 


technical content?
	
	
	
	


C.
MATERIAL PROCUREMENT & Subcontracts

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Are purchase orders or any other types of material procurement forms on file for verification and documentation of the orders?
	
	
	
	

	2.
	Are all materials ordered or procured to the required standards and specifications specified in the corresponding contract documents?
	
	
	
	

	3.
	Does the Fabricator/Manufacturer effectively maintain traceability to the material testing reports (MTR’s)?
	
	
	
	

	4.
	Do the procurement documents state how the material should be marked and identified?
	
	
	
	 


D.
MATERIAL Receiving

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Is there an established written procedure for the reception of materials?
	
	
	
	

	2.
	Are reception inspections done to all incoming materials arriving at this facility?
	
	
	
	

	3.
	Are purchase orders or any other types of material procurement documents available to the Receiving Inspector to facilitate confirmation of compliance?
	
	
	
	

	4.
	Are incoming materials inspected to conform to the following:

a. ___Proper grade of material?

b. ___Proper material markings and identification?

c. ___Proper material dimensions?

d. ___Compliance with dimensional tolerances?

e. ___Heat numbers on material match heat numbers on corresponding mill certificates?

f. ___Buy America clause is met?


	
	
	
	

	5.
	Are receiving inspections documented for:
a. ____ Acceptance and rejection of
nonconforming materials?
b. ____ Corrective actions taken to

deal with non-correctable 
and correctable 
nonconformances observed 
during the reception 
inspection?
	
	
	
	

	6.
	Are acceptance standards and acceptance tolerances available for reference at the receiving inspection station?
	
	
	
	

	7.
	Does the Fabricator or Manufacturer have a material identification system to assure control of materials of different grade and size (as applicable)?
	
	
	
	

	8.
	Does the Fabricator or Manufacturer segregate controlled materials by project?
	
	 
	
	

	9.
	Does the Fabricator/Manufacturer have mill test reports (MTR’s) for all material currently in fabrication?
	
	
	
	 

	10.
	Are MTR’s traceable to stored or stocked material?
	
	
	
	

	11.
	Are materials stored or stocked so as to prevent damage to the raw materials or final fabricated pieces?
	
	
	
	

	12.
	Are the stored or stocked materials clearly marked or identified?
	
	
	
	


E.
equipment/facilities, handling and storage procedures

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Does the Fabricator or Manufacturer have adequate equipment to fabricate the proposed items? (Attach list of the available equipment.)
	
	
	
	

	2.
	Does the Fabricator or Manufacturer have adequate equipment to fabricate to the units required (English/Metric)?
	
	
	
	

	3.
	Is the material handling equipment adequate for the type of work being performed?
	
	
	
	

	4.
	Does the Fabricator or Manufacturer have adequate written procedures that describe or illustrate the proper way to:


a. ____ Handle material in the yard?
b. ____ Handle materials in the 
plant?
c. ____ Move in process materials
and subassemblies?
d. ____ Provide correct bracing and

blocking for materials and

subassemblies?
e. ____ Prevent material and

subassembly deterioration?
f. ____ Provide correct storage for 

fabricated products?
g. ____ Handle and ship the 
fabricated products?
	
	
	
	


F.
WELDING & WELDING CONSUMABLES

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Does the Fabricator/Manufacturer have welding procedure specifications and procedure qualification records (if applicable) for the welding being performed?
	
	
	
	

	2.
	Are approved welding procedures readily available or posted near all welding machines?
	
	
	
	

	3.
	Do welders know and understand which WPS is to be used to produce the specified weld?
	
	
	
	

	4.
	Are specific welds traceable to the welder(s) and or welding crew that completed the job?
	
	
	
	

	5.
	Does the Fabricator/Manufacturer have and properly maintain appropriate equipment for preheat and interpass heating?
	
	
	
	

	6.
	Do Quality Control Personnel monitor maximum interpass and minimum WPS preheat temperatures utilizing proper equipment?
	
	
	
	

	7.
	Are flame cut edges inspected by quality control inspectors to verify compliance with AWS D1.1 code requirements?
	
	
	
	

	8.
	Do quality control inspectors verify and document joint fit-up of each joint before welding is permitted?
	
	
	
	

	9.
	Do the quality control inspectors verify and document the utilization of WPS’s?
	
	
	
	

	10.
	Are meters and other devices used to record or display welding variables checked for accuracy every three months?
	
	
	
	

	11.
	Is the equipment used for verifying meters and other devices certified annually?
	
	
	
	

	12.
	Are welding consumables stored in accordance with AWS D1.1?
	
	
	
	  

	13.
	Are welding consumables protected from contamination and damage?
	
	
	
	

	14.
	Does the Fabricator or Manufacturer control the exposure time of low-hydrogen SMAW electrodes following removal from hermetically sealed containers, drying ovens, or storage ovens?
	
	
	
	

	15.
	Are consumable manufacturer certification reports on file and available?
	
	
	
	


G.
QUALITY CONTROL & QUALITY CONTROL INSPECTORS

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Does the Fabricator or Manufacturer have a written Quality Control Manual that describes the company policy, support and commitment to quality?
	
	
	
	

	2.
	Does the Fabricator or Manufacturer maintain a Quality Control program that is independent from production?
	
	
	
	

	3
	Does the Quality control Manual include sections that deal with:

a. Contract review?

b. Documents and drawings control?

c. Materials purchasing?

d. Product identification and traceability?

e. Process control?

f. Inspection and testing?

g. Control of inspection, measuring and test equipment?

h. Control of nonconforming products?

i. Corrective and preventive actions?

j. Handling and storage? 

k. Packaging and delivery?

l. Internal audits?

m. Manual review and update?
	
	
	
	

	4.
	Does the Fabricator/Manufacturer have a registered Certified Welding Inspector (CWI) on his full time staff or on contract?
	
	
	
	

	5.
	Were Quality Control personnel available in the plant during this inspection audit?
	
	
	
	

	6.
	Does the Fabricator/Manufacturer have certified NDT personnel on their full time staff?
	
	 
	
	

	7.
	Does the Fabricator/Manufacturer verify the subcontractor’s qualifications?
	
	
	
	

	8.
	Does the Fabricator or Manufacturer have current certifications and eye examinations for all inspection personnel and the Certifying Level III (staff and subcontractor) on file and readily available?
	
	
	
	

	9.
	Does the Fabricator or Manufacturer have a copy of the approved written practice for certification of NDT personnel (staff and subcontractor) on file and readily available?
	
	
	
	

	10.
	Does the written practice meet or exceed the recommendations of ASNT SNT-TC-1A, latest edition?
	
	
	
	

	11.
	Does the Fabricator or Manufacture maintain documentation readily available on file of the calibrations performed on NDT equipment utilized in the facility by QC Personnel or subcontractors?
	
	
	
	

	12.
	Does the Fabricator or Manufacturer maintain documentation for all quality control testing?
	
	
	
	

	13.
	Do quality control inspectors have sufficient equipment to adequately perform their tasks

a. ____Tape line?

b. ____Calipers?

c. ____Tag systems?

d. ____Fillet weld gages?

e. ____Chipping hammer?

f. ____Magnifying glass?

g. ____Amp tongs?

h. ____Paint gages?

i. ____Flashlight?

j. ____Preheat & interpass 
temperature measuring 
and testing devices?

k. ____Mirrors?
	
	
	
	

	14.
	Does the Fabricator or Manufacturer have written procedures for:

a. ____ Minor repairs?

b. ____ Major repairs?

c ____ Documentation for



Re-inspection of 
repairs?
	
	
	
	

	15.
	Do Quality Control Personnel mark or otherwise indicate clearly on the components when the following checks are completed and the disposition of their findings:

a. ____ Joint fit-up verified?
b. ____ Welding parameters verified?
c. ____ Final visual inspection
completed?
d. ____ NDT completed (if required)?
e. ____ Confirmation of defect removal 
 prior to repair welding (if 
required)?

f. ____ Dimensions of fabricated 
component verified?

g.____ Product is capable of meeting fit up requirements of AWS D1.1 Section 5.22.3.1?

h. ____ Fabricated structure or 
component verified for 
compliance with contract 
documents?
	
	
	
	

	16.
	Are quality control personnel aware and familiar with the quality control requirements?
	
	
	
	

	17.
	Do the quality control inspectors have the responsibility of informing line foreman and superintendent when observing any non-conforming work processes and performances?
	
	
	
	

	18.
	Is the CWI/QC given sufficient authority to stop work in order to prevent unacceptable work from proceeding?
	
	
	
	


H.
COMPLETED MEMBER STORAGE and FINAL INSPECTION
	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Does the Fabricator or Manufacturer understand that there is a minimum 48-hr. notification for final Caltrans inspection?
	
	
	
	

	2.
	Is the Fabricator or Manufacturer aware that they must provide complete paper work, including a certificate of compliance and weights, for final inspection and release from the shop?
	
	
	
	

	3.
	Does the Fabricator or Manufacturer have a designated location where material receives final inspection?
	
	
	
	

	4.
	Are completed members properly stored to prevent damage?
	
	
	
	

	5.
	Are all components traceable to MTR’s?
	
	
	
	

	6.
	Does the Fabricator or Manufacturer understand that material release tags should be completed and attached only by the Engineer or his authorized representative?
	
	
	
	


I.
Product specific information
	
	YES
	NO
	NA
	DETAILED INFORMATION

	1. 
	Is each length of pipe weighed and verified within 5% under and 15% over theoretical weight using Table 3 in A252?
	
	
	
	

	2.
	Is the outside diameter verified at +/- 0.75% of the nominal size?
	
	
	
	

	3. 
	Is the wall thickness verified at +10%, -5% of the nominal wall specified?
	
	
	
	

	4.
	Is the straightness verified at +/- 1.0% over the length of the pipe?
	
	
	
	

	5.
	Is the carbon equivalency verified as less than 0.45% per the formula in the special provisions?
	
	
	
	

	6.
	Is the filler metal compliant with either A709 Grade 50 or A572, Grade 50 per AWS D1.1, Table 3.1?
	
	
	
	

	7.
	Is underfill verified (no underfill allowed)?
	
	
	
	

	8. 
	Is the OD flash removed to within 1/32” for ERW pipe and verified?
	
	
	
	

	9. 
	Is the maximum weld reinforcement verified as 1/8”?
	
	
	
	

	10.
	Are product analyses (tensile, yield, elongation, and chemical) performed as required?
	
	
	
	


J.
FACILITY specific information
	
	DETAILED INFORMATION

	1.
	Which welding process is used to fabricate the longitudinal or spiral seam? 
	

	2.
	What are the minimum and maximum pipe diameters produced?
	

	3.
	What are the minimum and maximum pipe thicknesses produced?
	

	4.
	What is the maximum length of pipe that may be shipped from this facility?
	

	5.
	What is the name of the one company official who is responsible for signing the Certificate of Compliance?
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