
P.O. BOX 23223 Oakland, CA 94623 

Phone (510) 419-0120 I Fax (510) 839-0666 

Request for Information (RFI) Report 

KFM Skyway Project # 04-01 2024 

Run Date 27-May-03 
Tim e #Name? 

Dated: 23-May-2003 
RFI NO: KFM-RFI-000688 Rev: 00 

To: DougCoe 
Caltrans-Skyway Project ColJob # 364-3726 

345 Burma Road 
Oakland CA 94607 SublSupplier: KOS 
Phone: (510) 622-5100 Fax: (510) 622-5165 SublSupplier No: 00069R1 

Contract # 04-01 2024 

Date Requested By: 30-May-2003 Group: FND 

Subject: KOS RFI #69R1 - Answer to NCR 47 & 48 

Drawing No. Ref: Specification Ref: 08-3.01 
Other: 

ResubmittallSupplement Ref: 

Desc ri pt i on (Attach men t s As Needed ) : 

Please See Attached KOS RFI #69 and Respond. 
Also, KFM requests that the welds identified in KOS RFI #69 for welds in Quality Issues Log Item #I30 and #I31 be accepted as welded and 
tested. 

Potential Time Impact? No Potential Cost impact? No 

General Explanation of Potential Impact (If Required): 

Schedule Activity ID#: 

Response (Attachments As Required): 

Answered By: Date Answered: 

cc: 

Prepared By: George Atkinson 

Originator 

Reviewed By: 
n Hassard 

For questions andlor comments 

Please contact the KFM Originator listed above at (510) 419-0 

Reviewed By: 

Scott Hanson 

Submitted By: 

Contract Adrnin/DCS Staff 

An Equal Opportunity Employer Page I of I 



REQUEST FOR INFORMATION 
No. 00069 

Kiewit Offshore Services 
P.O. Box K Phone: 361-775-4300 
INGLESIDE, Texas 78362 

TITLE: Answer to NCR 47 & 48 DATE: 5/9/2003 

PROJECT: SFOBB Footing Fabrication JOB: 3657 

TO: Ann: George Atkinson 
Kiewit/FCI/Manson 
220 Burma Road 
Oakland, CA 94649 
Phone: 5 10-4 19-0 120 

STARTED: 
COMPLETED: 
REQUIRED: 5/10/2003 

T: 
Two weld repairs on Footing 10E were completed with inadequate preheats as identified by Caltrans QA 
(Quality Issues Log #'s 130 and 131). Each repair has been documented in attached NCR's 3657-47 and 
3657-48. 

In both cases the repairs were UT tested and MT tested seven days after repairs were made and found to meet 
acceptance criteria. 

KOS proposes these repairs be accepted as performed. 

Please advise. 

m Date: 

Expedition @ V 

ANSWER: 

Answered By: KiewiflCVNanson Date: 

Signed: 
George Atkinson 



NON-CONFORMANCE REPORT 

NCR No: 3657-47 Job No.: Caltrans 3657 Date: 5/6/2003 

Client: Caltrans 

DrawinglS ketch No. : Rev.: 

Spedfication/Code: AWS D1.5 1996 Section 6 
1 Attachment I 

Non-Conformance: 
to Pier Socket I near Pile Sleeve 82 on footing E10 East with the  pre-heat temperature less than 200 
degrees versus the required 275 degrees. 

Welder stencil TN was observed repairing a weld on SP205 -1 

L,bposition: The weld pre-heat was brought up to 275 degrees and welding continued 
3n the repair. The repair will be UT and MT tested I00 %. KOS to write an RFl to accept as welded. 

\ 

n 

Xent Rep ./Date 
Sistri bu ti on 
=abrication Mgr. Project Mgr General Supt. QCM QC File 



8300 I 8300 

)IST.FOUNTYfWTE IKILOMETER POST TOTAL PROEC 
I ,  

04 SF.Alo 80 13.9/14.3, 0.0/1.6 

BRIDGE NO. PREPARED FOR THE 

STATE OF CALIFORNIA 
DEPARTMENT OF TRANSPORTATIDN 34-ooo6L/~ 

I 

KIEWIT/FCI/MANSON a JV 

NOTE: MATERIAL GRADES 

CONTRACT NO. 

04-01 2024 

1. TYPEI= A-709 Gr.50TI 
2. TYPEII= A709 Cr 50Tl(TXROUGH THICKNESS) 

KEY 

(-1 INDICATES PC# 
u l N D l C A T E S  CODE SYh 
0 INPICATES WELD# 

@ SEE PART SKETCH 

0 INR'ICATES DETAIL# 

PIER #------. 
AS o rspresantotrve 0 1  K i e e t t  Engmrsring Go. I cartify tho1 the fooltng shop 
lobricolion drowings to whlch my slamp is ollraed occufotcly canlwms io the 
specificolions end the dimonoronol requlr@fnmnls of dosign drowings 
shee1 483Rl of 978 through shsel 493Rl Of 978 ravision dole 5/28/02 provided 
under C d  Trens Conlraci No 04-012024 and drowings or inslrucllons lor 
msloliolmn pmmded by Kiewit/F~/M~so~ J V 

STRAIGHT DIMENSION 
NOT ALONG CURVE 

r--/ PIER E7 THRU E14 



r'U Box 1817 
Aransas Pass, Texas 78335-1 81 7 
Phone 1-888-776-0078 3 F& 1-888-220-3077 

1.0 Round 
Type 
Aero Tech. 
Couplant 
Cellulose . 

3cedure 
31.5 - 1996 

Cusfa3mer Kiewit Offshore Services, Ltd. DWG. No. 

JobNo. 365-7 Job lIflsiPuctiooas Per 

Fabricator Kiewit ORs ho re Services, Ltd. Project Name Caltrans SFOB8 

518' 
Type Equipment Remover 
Tech. 
Angle Procsd u re Deveioper 
0 (t.s"-?o@ - 
Cdde e Code >--I-- Code 
01.5 - 1996 

1 I t I I I 
I I I 

A I 

I 

I I I 

I / -  

I I I 1 

I I 
I 1 

, 



REPORT OF ULTRASONIC 
Annex Vllll93 

TESTING OF WELOS 
Report no. UT 

Weld identification %@, ZQS @ 
Material thickness a& & r). Ips 

Weld ioint AWS T - -r 
Welding pr 

Quality requirements - section no. 76 

We, the undersigned, certify that the statements in this record are correct and that the welds were prepared and tested in accordance with the 
requirements df Section 6, Part F of ANSIIAASHTOIAWS 01.5, (1996) Bridge Welding Code. 

+\ &Pea4 . .  Manufacturer or Contractor KOS Test Date 

inspected by 

Notes: 

1. In order to attain Rating "d" 

(A) With instruments with gain control, use the formula a-b-c=d. 

(El) With instruments with attenuatin control, use the formula b-a-c=d. 

(C) A plus or minus sign must accompany the "d" figura unless "d" is aqua1 to zero. 

Authorized by 

/o 3 
I '  

2. Distance from X Is used In describing the location of a weld discontinuity in a direction perpendlcular to the weld reference line. 
3. Distance From Y is used in describing the location of a weld disconiinuity in a direction parallel to the weld reference line. This figure is attained by measuring the 
distance fmm the 'r' end of the weld to the beginning of said discontinuity. 
4. Evaluation of Retested Repaired Weld Areas must be tabulated on a new line on the report form. If the original report form is used, R, shall prefix Ule indication 
number. If additional forms are used, the R number shall pkfix the reoort number. 

. 

'Use Leg I, II O f  Ill. See glossary of t e r n  (Annex V). 

Figurs V!l-6 - Form Vfl-A I - Report o f  Ultrasonic Testing of Welds 



f 

N e  3657-47 

DRAWING / SPECIFICATION JOB NO.: CLIENT: PECE / PART I C O M P O ~ N T  

.- .- 
If not satisfactory, explain in the 
Comment Section of this report. 

_ _ _ ~  
\ 

Inspector I Date: Wihess /Date: * Distribution: 444m3 
* IfRequired 



0 Box 7817 
Aransas Pass, Texas 78335;1817 
Phone 1-888-776-0078 3 Fa% 1-888-220-3077 

Size 
1.0 Round 
Type 
Aero Tech. 
C o u pl ant 
Cellulose 
Procedure 

Custamer Kiewit Offshore S e w i c q  t td .  DWG. No. 

JobNol 3657 Job Instructians Par 

fabricator Kiewit Offshore Services, Ltd. Project Name Caltrans SFOB8 

Sire Penetran 1: 
5B2 
Type Equipment Remover 

’ 9570 

Tech. 
Angle Procedure 

Code Code Procadu re Code 

-- 
Developer 

2*25 I Florescant 2.25 mHz 61 Residual a Continuous Batch No. I Minutes 



We, the undersigned, certify thst the statements in this record are correct and that t he  welds were prepared and tested in accordance with the 
requirements of Section 6, Pert F of ANSIIAASHTOIAWS 01.5, (1996) Bridge Welding Code. 

Test Date Q#-\ \k) 03 Manufacturer or  Contractor KOS 

Inspected by Authorizedb$hQ :~ - -h<&f 
eorge Barnhiii 

Notes: Date $/$4&/:3 
1. ln order to attain Rating "d" 

(A) With instruments with gain control, use the formula a-b-c=d. 
(EL) With instruments with attenuatin control, use the formula h-a-d. 

(C) A plus or minus sign must accompany the "d" ffgure unless "d" is equal to zero. 
2. Distance from X is used in describing the  location of a weld discontinuity in a direction perpendicular to the weld reference line. 
3. Distance from Y is used in describing the location o i  a wdd discoainuh in a direction paralld to the weld reference line. This figure is attained by measuring the 
distance from the "Y" and oithe weld to t h e  beginning of said discontinuw. 
4. E\laluatiOn of Retested Repaired Weld Areas must b e  tabulated on a new line on the  report form. ' I f  the original report form is used, R, shall Prefix the indication 
number, If additional forms are used, t h e  R number shall prefix the report number. 
'Use Leg I ,  II or Ill. See glossary of terms (Annex V). 

Figure Vtl-6 - Form M i - 7  - Report of Ultrasonic Testing of Welds 



WALZEL, 

Bax 1817 
Aransas Pass, Texas 783354817 
PhMe 7-888-776-0078 F~,1-888-220-30?7 

32- 

Customer Kiewit Offshore Services, Lfd. DWG, No. 
Fabricator Kiawif Offshore Services, Ud. Project Name Caitrans SFOBB 
JobNo. 3657 Job Instructions Per 

I 

iize Size Ten Paund lift Okay. 
I 

Ptrlnehrarrt 



NON-CON FORMANCE REPORT 

NCR NO: 3657-48 Job No.: Caltrans 3657 Date: 5/6/2003 

Client: Caltrans 

Drawi n g/Sketc h No I : Rev.: 

Specification/Code: AWS D l  .5 1996 Siction 6 
1 Attachment I 

Non-Conformance: Welder stencil DXQ was observed repairing a weld on SP208 Yes1 X l N o l  - 1  
to Pier Socket I near Pile Sleeve C2, on footina E 10 East with the ore-heat temoerature less than 200 
degrees versus the required 275 degrees. 

ulsposition: The weld pre-heat was brought up to 275 degrees and welding continued 
on the repair. The repair will be UT and MT tested I O 0  %. KOS to write an RFl to accept as welded. 

Verification of Disoosition Accomcliist.led fl I '  

- t -  V 
Client Rep ./Date 
Distribution 
Fabrication Mgr. Project Mgr General Supt. QCM QC File 



OlST  ROUTE KILOMEKR POST TOTAL PROJEC; 

04 SF,Alo BO 13.9/14 3, 0.0/1.6 

PREPARED FOR THE BRlDGE NO. 
STATE OF CALiFORNlA 

34-0006C/F DEPARTMU\FT OF TRANSPQRTATION 

S j 

8300 I 8300 
5925 i 

INDICATES CODE SYb 
0 INDICATES WELD# 

0 INDICATES DETAIL# 

0 SEE PART SKETCH 

PIER #------. 
As a reprcsentoliwe of Klevil Engineering Co. I certify &hot Ihs footing shop 
fabrication dramngo la  which my stomp IS affixed occurotely conforms to the 
specificoticms ond the dimenzmwi requirornenls of  design drawings 
shout 483RI of 978 through shsat 493R1 of 978 rewslon data 5/28/02 provided 
under Cot Trans Contract No 04-012024 
instollation provided by i(irwit/FCI/Mnnsm. J V 

ond drawings or nstructions lor 



If not satisfactory, explain in the 
Comment Section of thisreport 3atiifactox-y Inspection Resuits Yes & NO 

\ 

Inspector / Date: Distribution: Witness / Date: * y993 



'0 Box 1817 
Aransas Pass, Texas 78335-1 817 
Phone 1-888-776-0078 0 .F& 1-888-220-3077 

Aero Tech. f Tech. 
Couplant I Angfe I Procedure 

Date 
ReportiVo. UT $bar$ 
Page I of 2 

DeveloiDer t t 

Customer Kiewit Offshore Services, Ltd. DWG. No. 
Fabricator Kiewit Offshore Services, Ltd. Project Name Caltrans SF088 
Jab No. 3657 Job instructions Par 

Cellulose 
Procedure 

0.- *% 7* 
Code Procedure Co'de Code 

Total mm inspected - 5575 
T4aI mm accepted - $9 1 5  

1 z/ &o a1 m m  rejected - 



We, the undersigned, certify that the statements in this record are correct and that the  welds were prepared and tested in accokiance with the 
requirements of Section 6, Part F of ANSIIIWSHTOIAWS 01.5, (1996) Bridge Welding Code. 

Manufacturer or Contractor KOS 

Inspected by Authorized by x- . .-b---. Q 

George Barnhill 

Notes: Date 
1. In order to attain Rating “d” 

(A) With instruments wiih gain control, use the formula a-b-c=d. 

(El) With instmments with attenuatin control, use the formula b-sed. 

(C) A plus or minus sign must accompany the “d“ flgure unless ‘d“ is equal to zero. 

2. Distance from X IS used in describing the location of a weld discontinuity in a direction perpendicular to the weld reference line. 
3. Distance from Y is used in describing the location of a weld discontinuity in a directfan paiallel to the weld reference line. This figure is attained by measuring the 
distance horn the Y” end of the weld to the beginning of said discontinuity, 
4. Evaluation of Retested Repaired Weld Areas must be tabulated on a new line O n  me report form. I f  the original report form is used. R, shall Prefix the indication 
number. If additional fom are used, the R number shall prefix the raport number. 
‘Use Leg I. II or 111. See glossary of terms (Annex V). 

Figure VI!-6 - Form Vl l - I1 - Report of Ultrasonic Testing of Welds 



'0 Box 1817 
Aransas Pass, Texas 78335;1817 
Phone 1-885-776-0078 a Fdx 1-888-220-3077 

Customer Kiewit Offshore Services, Ltd. DVKk No. 

Fabricator Kiewit Offshor2 Services, Lid. Project Name Caltrms SF068 
JobNo. 3657 Jab tnstructisns Per 

2.25 mH2 

1 I 1 
Total mm inspectzd - 
T-%I mrn accepted - 

3229 I mrn rejected - 



Ak'4' 3647-48 

,4nnex VI11193 
8EPOR-T OF ULTRASQNIC TESTING OF WELDS 

Project Caltrans KOS m657 Report no. UT 740 R 
Weld identification - 3 j' 

Material thickness 7 4 
Weld joint AWS 7 

Welding process cS d & .  

Quality requirements - section no. T&) a L , 3 
Remarks paa, 2 rd 9 

4 

We, the undersigned, c e r t i  that the statements in this record are correct and that the welds were prepared and  tested in accordance with the 
requirements of Section 6, Part F of ANSllAASHTOlAWS 01.5, (1996) Bridge Welding Code. 

Manufacturer  or Contractor KOS 

Inspected 

Notes: 

1. In order to attain Rating "d" 
Date 

(A) With instruments with gain control, use the formula a-b-c=d. 

(8)  With instruments with attenuatin control, use the formula b-a-c=d. 
(C) A plus or minus sign must accompany the "d" figure unless "d" is equal to zero. 

2. Distance horn X is used in describing the location of a weld discontinuity in a direction perpendicular to the weld reference line. 
3. Distance from Y Is used in describing the location of a weld discontinuity in a direction parallel to the weld reference line. This Figufe is attained by measuring the 
distance h r n  the "Y" end oithe weld to the beginning of said discontinuity. 
4. Evaluation of Retested Repaired Weld Areas must be tabulated on a new line on the report form. If the original report form is used, R, shall prefix the indicaiion 
number. I f  additional f ~ m s  are used. the R number shall prefix the report number. 
"Use Leg I. I I  or 111. See glossan/ of terms (Annex V). 

Figure Vll-6 -'Form VI!-11 - Report of Ultrasank Testing of Weids 





Box 18-17 
Amnsas Pass, Texas 783354817 
Phone 1-888-776-0078 9 F~.~888-220-3077 

G- 

'Ypra 

buplant 

'rcK=gdUE 
- 

Customer 

Type muipment Remover 
Efechcospec X-Yoke 

vvhm-200 1 

Angle Procedurr? Deweloper 

Code Code P?acedure w e  
AWS D1.5-1996 

DWG. NO. 

Fabricator Kiewit Offshore Services, Ltd. Project Name Caitrans SFUBB 
JobNa, 3657 Job Instructions Per 

ramination Performed 8 Accepted 8 
George 8anfiiSl 




