
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 #:     13.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Clackamas, Oregon Report No: NCR-000234
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 19-Mar-2009
Submitting Contractor: Oregon Iron Works Clackamas, Or. NCR #: OIW-0011

Type of problem:

Welding Concrete Other
Welding Curing Procedural Bridge No: 34-0006
Joint fit-up Coating Other Component:Hinge K Pipe Beam Fuse
Procedural Procedural Description:
Reference Description: AWS D1.5 2002 Table 5.3 (Electrode)
Description of Non-Conformance:
OIW’s Quality Control Manager (QCM) Thomas Tomovick and Welding Superintendent Vern Taute have 
allowed OIW production to exceed the welding electrode diameter limitations as listed in Table 5.3 by 
decreasing the electrode diameter by more than one standard size. The welding was performed on interior 
stiffener rings to HPS 485 Pipe Beam Fuse (Pc, Mk a124-3).  Welding procedure specification (WPS) used 
during the build up welding was WPS No. 3046 Rev 3. WPS 3046 is for Hobart FCAW filler metal 1.6mm 
(1/16") diameter. OIW actually used Hobart FCAW .045" (1.2mm) diameter electrode. OIW does not have an 
approved WPS for the .045" diameter welding electrode nor have they performed a PQR to support the welding.
  
OIW production performed welding build up (due to the gap tolerance exceeding 5mm) on interior ring 
stiffener MK#a125 and MK#b125. Length of weld build up that was deposited was approximately 890 mm 
(a125) and approximately 3,320mm (b125). Weld joints numbers are listed as WM3-06, WM3-07, WM3-02 
&WM3-03. 
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Applicable reference:
Table 5.3
PQR Essential Variable Changes for WPSs Qualified per 5.13.3
Electrode
4) Increase or decrease in electrode diameter by more than one standard size
Who discovered the problem: Quality Assurance Inspector Sherri Brannon
Name of individual from Contractor notified: Mr. Thomas Tomovick (OIW QCM) & Jim Bowers (ABF WQCM)
Time and method of notification: 1629 hour, Verbal Phone Notification on 03-19-2009 & verbal to Mr. Bowers on 3-20-09
Name of Caltrans Engineer notified: Mr. Warren Collins
Time and method of notification: 1630 hour verbal on 3/20/2009
QC Inspector's Name: Mr. Mike Gregson
Was QC Inspector aware of the problem: Yes No
Contractor's proposal to correct the problem:
Unkown at this time.
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 Mohammad Fatemi (916) 813-3677,, who represents the 
Office of Structural Materials for your project. 

Inspected By: Brannon,Sherri QA Inspector
Reviewed By: Adame,Joe QA Inspector
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DEPARTMENT OF TRANSPORTATION 
 

333 Burma Road 
 

Oakland CA 94607 
 

Tel: 510-622-5661 Fax: 
 

NON-CONFORMANCE REPORT TRANSMITTAL 
 

To: AMERICAN BRIDGE/FLUOR, A JV Date: 25-Mar-2009 
375 BURMA ROAD 

 

OAKLAND CA 95607 Contract No: 04-0120F4 

Dear: 

Attention: 

 

Mr. Charles Kanapicki 
 

Mr. James Bowers 

04-SF-80-13.2 / 13.9 

Job Name: SAS Superstructure 
 

Subject: 
 
NCR No. 

 
OIW-0011 Document No:   05.03.06-000202 

 

Reference Description: AWS D1.5 2002 Table 5.3 (Electrode) 
 

The Attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract 
document as indicated below: 

 
Material or Workmanship not in conformance with contract documents. 

Quality Control (QC) not performed in conformance with contract documents. 

Recurring QC issue that constitutes a systematic problem in quality control. 

Non-Conformance Resolved. 

Remarks: 
 

Material Location:    Pipe Beam Lift:    N/A 
Welds performed using Hobart Brother’s 0.45” (1.2mm) diameter FCAW electrode are outside of the qualified range pursuant to Table 5.3 of 
AWS D1.5-2002. 

 
Table 5.3 of AWS D1.5-2002 permits a reduction in electrode diameter of only one standard size from that qualified. The 0.45” electrode 
used represents a reduction of two sizes. 

 
See NCR #OIW-011 for further details. 

Action Required and/or Action Taken: 
 

Perform 100% NDT (MT) of the non-conforming welds. 
Qualify the electrode in accordance with the Contract requirements before using it to perform any welding. 

 

 
 
 

Transmitted By:   Warren Collins Assistant Structural Rep 
 

Attachments: 
 
OIW-0011 

 

cc: Rick Morrow, Brian Boal 
 

File:    05.03.06 
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AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV 

 
P.O. BOX 23223 Oakland, CA 94623 
Phone (510) 419-0120 / Fax (510) 839-0666 

 
 

NCR PROPOSED RESOLUTION 
 
 

To: CALTRANS - SAS Superstructure 
333 Burma Road 
Oakland CA 94607 

Dated: 02-Apr-2009 
 
Contract No.:  04-0120F4 

04-SF-80-13.2 / 13.9 
Attention: Pursell, Gary 

Resident Engineer 
Job Name:  SAS Superstructure 

 

Document No.: ABF-NPR-000206 Rev:  00 
Ref: 05.03.06-000202 

 

Subject: NCR No. OIW-0011 
 

 
Contractor's Proposed Resolution: 

Reference Resolution: OIW requests the existing weld build-up as described by NCR-OIW-11 be accepted for use in the “as-is” condition. 

No further use of OIW-WPS-3046 Rev 3 utilizing .045 Hobart weld wire is or shall be permitted on the Hinge K Beam Project. All weld build-up 
described by NCR OIW 11 is recorded under Weld Repair Reports (WRR) and examined by both VT and MT in accordance with AWS D1.5, as 
evidenced in the attached Weekly Inspection reports. OIW requests the existing weld build-up as described by NCR-OIW-11 be accepted for 
use in the “as-is” condition. 

 
 
 
 
 
 

Submitted by: Kanapicki, Charles 
 

Attachment(s): ABF-NPR-000206R00; Info Copy of WPS -3049 Rev 1.pdf; TL-2244-416 - SL-054 - Response to Caltrans NCR -000234 - 
OIW-0011.pdf; Weld Repair Report 2244-09.pdf; Weld Repair Report 2244-10.pdf; Weld Repair Report 2244-11.pdf 

 
Caltrans' comments: Status:  REJ 

 

Date:  03-Feb-2010 
 

Per meetings and discussions, Heat Input calculations are required to demonstrate that the wire consumable was used within the acceptable 
range. 

 
As these have not been provided, the NCR Resolution is not acceptable. It is noted that the required details have been provided in ABF-NPR- 
000428R00, which resolved the NCR. 

 
 
 
 
 
 

Submitted by: Collins, Warren Date: 03-Feb-2010 
 

Attachment(s): 
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AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV 

 
P.O. BOX 23223 Oakland, CA 94623 
Phone (510) 419-0120 / Fax (510) 839-0666 

 
 

NCR PROPOSED RESOLUTION 
 
 

To: CALTRANS - SAS Superstructure 
333 Burma Road 
Oakland CA 94607 

Dated: 20-Nov-2009 
 
Contract No.:  04-0120F4 

04-SF-80-13.2 / 13.9 
Attention: Pursell, Gary 

Resident Engineer 
Job Name:  SAS Superstructure 

 

Document No.: ABF-NPR-000428 Rev:  00 
Ref: 05.03.06-000202 

 

Subject: NCR No. OIW-0011 
 

 
Contractor's Proposed Resolution: 

 
Reference Resolution: Supporting heat calculations for the resolution of NCR-000234 are attached. OIW requests closure of this NCR. 

Supporting heat calculations for the resolution of NCR-000234 are attached. OIW requests closure of this NCR. 

 
 
 
 
 
 
 
 

Submitted by: Bowers, James 
 

Attachment(s): ABF-NPR-000428R00; 
 

Caltrans' comments: 
 

The heat input calculations comply with WPS 3046R3 provided in ABF-SUB-000550R12. 

The NCR is resolved. 

Status:  CLO 
 

Date:  03-Feb-2010 

 
 
 
 
 
 
 
 

Submitted by: Collins, Warren Date: 03-Feb-2010 
 

Attachment(s): 
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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 #:     xx.25A

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
Location: Clackamas, Oregon Report No: NCS-000381
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date:
Submitting Contractor: Oregon Iron Works Clackamas, Or. NCR #: OIW-0011

Type of problem:

Welding Concrete Other
Welding Curing Procedural Bridge No: 34-0006
Joint fit-up Coating Other Component:
Procedural Procedural Descripton:
Date the Non-Conformance Report was written: 19-Mar-2009
Description of Non-Conformance:
OIW’s Quality Control did not identify that OIW production has exceeded the welding electrode diameter 
limitations as listed in Table 5.3 by decreasing the electrode diameter by more than one standard size. The 
welding was performed on interior stiffener rings to HPS 485 Pipe Beam Fuse (Pc, Mk a124-3).  Welding 
procedure specification (WPS) used during the build up welding was WPS No. 3046 Rev 3. WPS 3046 is for 
Hobart FCAW filler metal 1.6mm (1/16") diameter. OIW actually used Hobart FCAW .045" (1.2mm) diameter 
electrode. OIW does not have an approved WPS for the .045" diameter welding electrode nor have they 
performed a PQR to support the welding.  
OIW production performed welding build up (due to the gap tolerance exceeding 5mm) on interior ring 
stiffener MK#a125 and MK#b125. Length of weld build up that was deposited was approximately 890 mm 
(a125) and approximately 3,320mm (b125). Weld joints numbers are listed as WM3-06, WM3-07, WM3-02 
&WM3-03. 
Contractor's proposal to correct the problem:
Unknown at this time.
Corrective action taken:

Did corrective action require Engineer's approval? Yes No
If so, name of Engineer providing approval: Date:
Is Engineer's approval attached? Yes No
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. 
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
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Inspected By: Fatemi,Mohammad Quality Assurance Inspector
Reviewed By: Fatemi,Mohammad QA Reviewer
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