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WARTMENTOF-ATDN 
DIVISION OF ENGINEERING SERVICES 
MATERIALS ENGINEERING AND TESTING SERVICES 
Mce of Structural Matenals 
Quality Assurance and Source Inspection 
Bay Area Branch 
690 Walnut Ave., St. 150 
Vallejo, CA 94592-1133 
(707) 649-5453 
FAX (707) 649-5493 

Contract # 04-012034 
Cty E Rte 80 PM 13.4113.8. 

File # 45.25 B 

QUALITY ASSURANCE - NONCONFORMANCE REPORT 

Location: hgleside, Texas Date: 10-25-06 

Prime Contractor: Kiewit/FCYManson (KFM) - Joint Venture NCR #123 

Submitting Contractor: Kiewit Offshore Services (KOS) 

Type of problem: 

Welding: IXI Coring: 0 Procedural: 0 Bridge No.: #34-0006L/R 
Jointfit-up: IXI Coating: Other: 0 Component: #T1 Foundation Footing 
Procedural: IXI Procedural: 

Welding IXI Concrete Other 0 

Description of Non-Conformance: 1) KOS production has performed flux cored arc welding without Quality 
Control performing the required inspection of the fit-up of three diaphragm plate to diaphragm plate complete joint 
penetration welds prior to welding. The complete joint penetration welds affected include diaphragm plate weld 
joints for diaphragm plates identitied as P97-1 to P92-1, P97-2 to P92-2, and P77-2 to P72-2. 
2) Four diaphragm plate complete joint penetration welds for diaphragm plates identitied as P97-1 to P92-1, P97-2 to 
P92-2, P77-1 to P72-1, and P77-2 to P72-2 have a T-joint orientation of approximately 29 degrees to 33 degrees. The 
orientation of the diaphragm plates forming the Tee joint are not within the allowable range of a standard joint 
designation for a TC-U~C-GF. 
3) Diaphragm plate complete joint penetration welds identitied as P97-1 to P92-1, and P97-2 to P92-2 contain steel 
backing bars with gaps exceedingthe tolerances ofAWS D1.5 section 3.13.5 
4) The melt-through on the steel backing bar side of the diaphragm plates complete joint penetration weld joint for 
diaphragm plates identified as P97-1 to P92-1 and P97-2 and P92-2 do not comply with the weld acceptance criteria 
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QUALITY ASSURANCE - NONCONFORMANCE REPORT 
(Continued, Page 2 of 2) 

Applicable reference: 1) The Special Provisions, Section 8-3.01 state “The Quality Control (QC) Inspector shall 
inspect and approve each joint preparation, assembly practice, welding technique, joint fit-up, and the performance of 
each welder, and tack welders to make certain that the applicable requirements of this code and the approved Welding 
Procedure Specification (WS) are met. 
2) AWS D1.5-2002, Figure 2.5, Note 12 states “The onentation of the two members in the joints may vary from 45 
degrees to 135 degrees for comer joints and fiom 45 degrees to 90 degrees for T-joints, provided that the basic 
configuration (groove angle, root face, root opening) remains the same and that design weld size remains the same. 
3) AWS D1.5-2002, Section 3.13.5, states ‘‘Steel backing shall be placed and held in intimate contact with the base 
metal. The maximum gap between steel backing and the base metal at the weld root shall be 2 millimeters.” 
4) Weld Acceptance Criteria of AWS’D1.5-2002, Section 6.26 

Who discovered the problem: Calttans Quality Assurance Inspectors Raymond Lara, Andrew Homan, Paul 
Dawson, Mike Hasler, Robert Cuellar, and Gregory Bertlesman. 
Name of individual from Contractor notifred: KOS Quality Control Representative (QC) Mr. George Barnhill 

Time and method of notification: Verbal with Mr. Bamhill at approximately 1000 hours on 10-25-2006 

Name of Caltrans Engineer notified: Mark Vilcheck, Structure Representative 

Time and method of notification: 1400 hours, October 27,2006, via telephone conversation 

QC Inspector’s Name: George Barnhill 

Was the QC Inspector aware of problem: Yes 

Contractor’s proposal to correct the problem: Unknown 

Comments: This report is for the purpose of detennining general conformance with the contract documents and is not for the 
purpose of making repair or lit €or purpose recommendations. Should you require recommendations concerning repairs or 
remedial efforts please contact, Ryan Smith (858) 232-6799 who represents the Of6ce of Structural Materials for your project. 

Inspected By: Gregory Bertlesman 

Reviewed By: Robert Cuellar 

Quality Assurance Inspector 

LeadQAInspector . 
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTATION AND HOUSING AGENCY ARNOLD SCHWARZENEGGER, Governor 

DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge Program 
333 Burma Rd. 
Oakland, CA 94607 
(510) 286-0538, (510) 286-0550 fax 

 
 

Kiewit-FCI-Manson, JV February 5, 2007 
220 Burma Rd. 
Oakland, CA 94607 Contract No. 04-0120E4 

04-SF-80-13.4, 13.8 
Attn: Mr. Lee Zink SAS T1 & E2 Foundations 

Project Director SFOBB-ESSSP 
 

Letter No. 05.003.01-002779 
 
 
Subject:   Response to Submittal No. 1207, Revision No. 00 (KOS Response to METS NCR 123 (KFM NCR 

25)) 
 
 
Dear Lee, 

 
The Department has reviewed Kiewit-FCI-Manson (KFM) Submittal No. 1207, Revision No. 00, dated January 8, 
2007, which responded to the Department’s Non-conformance Report (NCR) No. 123. The Department's Letter 
No. 2174, dated October 31, 2006, notified KFM of the NCR for Kiewit Offshore Services (KOS) dated October 25, 
2006. The Department hereby approves Submittal No. 1207, Revision No. 00, pursuant to Section 8-3.01, 
"Welding," of the Special Provisions. The NCR for KOS dated October 25, 2006, is considered to be resolved. 

 
If you have any questions or need additional information, please contact Mark Vilcheck at (510) 286-0526. 

 
 
 
 
 
 
Sincerely, 

 
 
 
 
 
 
Rafael Bolon 
District Representative 

 
For: Pedro J. Sanchez 

Resident Engineer 
 
 
 
 
 
 
cc: P. Sanchez 

M. Woods. 
M. Vilcheck 
R. Smith 

 
 
file: 05.003.01, 09.006.03, 55.1207 

 
 

“Caltrans improves mobility across California” 







P.O. BOX 23223 Oakland, CA 94623 

Phone (510) 4194120 I Fax (510) 832-1456 

LElTER OF SUBMllTAL 
SAS Foundations E2/T1 Project 

Run Date OS-Jan-07 
Tinre 4:24PM 

Dated: 08Jan-2007 SUBMITTAL NO: KFM-SUB-001207 Rev: 00 

To: Pedro Sanchez ColJob # 364-4347 
Caltrans - SAS E2n1 Foundation Project 
333 Burma Road 

Phone: 510-286-0538 Fax: 

Contract # 04-0120E4 
SublSupplier: KOS 

SublSupplier No: 731 . Oakland CA 94607 

Subject: KOS Response to METS NCR 123 (KFM NCR 25) Special Provis. (SP) REF: 08-3.01 
Standard Spec. (SS) REF: 

RESUBMllTAUSUPPLEMENTAL REF: 

We are sending the following attached items: 

L] Contract Plans/Specs 0 Certs of Compl./Samples 0 Working Drawings 

Attached 0 Via Fax 

Drawings/Calculations Schedule WQCP and/or Addenda 
Change Order Progress Estimate Request Weekly Weld Reports 

0 copy of Letter 0 Payroll Information c] CWR Procedure 
~ ~~ 

.___I____ Drawing No Rev Status Pages -_____ __ Item Date Copies Description 

01 04-Jan-07 1 NCR Response 0 Pendina 29 

These are transmitted as checked below: 

0 For Approval 
For Your Use 

Remarks: 

For Review/Comment 

As Requested [I For Information 
E] Return For Correction 

cc: 

Please review I approve by : 12-Jan-2007 Submitted By: ~ Chris Webb ~ 

(KFM Staff Member - Originator of Transrntttal) 

Checked 8 Sent By: 

@: Copy To: Job Office Files An Equal Opportunity Employer Page I of I 



2440 Kiewit Road 

Phone: 361-7754300 
Kiewif Ingleside, Texas 78362 

Kiewit Offshore Services, Ltd. 

TRANSMITTAL 
. No. 00731 

KOS Job: 21103 
PROJECT: T1 Tower Footing 

ATTN: Chris Webb 
DATE: 1 /4/2007 

Kiewit ECVMadson 
REF: Clearing of NCR #123 

D G NO. TE DESCRIPTION 
NCR# 109 

Remarks: 
4 1 I412007 Clearing of NCR #I  23 

Signed: 



Chris Webb 
QCM KFM JV. 
Oakland, CA 

Date: 12/29/2006 

Subject: Clearing of NCR #123. 

Chris: 

KOS was NCR (# 123) . 

The Department issued a Non-conformance Report (NCR) at Kiewit Offshore 
Services, Ltd. (KOS) in Ingleside, Texas, on November 8,2006. The NCR was generated 
when QA observed the following. 

1. KOS performed flux cored arc welding without Quality Control (QC) performing 
the required inspection for the fit-up of three diaphragm plate complete joint 
penetration (CJP) welds prior to welding. The CJP welds affected include 
diaphragm plate weld joints for diaphragm plates identified as P97-1 to P92-1, 

KOS did weld the CJP welab on these diaphragm plates before QC signed off 
on thefit up. But that was after the Tqoint orientations had been opened by 
back gouging to meet the code requirement. UT NDE cleared these welds. In 
the future KOS will not weld on any joint until it has been inspected and signed 
off by QC. The UT reports in the joints are attached to this letter. 

P97-2 to P92-2 a d  P77-2 to 72-2. 

2. Four diapbragm plate CJP welds for diaphragm plates identified as P97-1 to P92- 
1, P97-2 to P92-2, P77-1 to P72-1 and P77-2 to P72-2 have a T-joint orientation 
of approximately 29 degrees to 33 degrees. The orientation of the diaphragm 
plates forming the Tee joint are not within the allowable range of a standard joint 
designation for a TC-U4C-GF per Note 12 of Figure 2.5 of the AWS D1.5: 2002. 
These Tjoints were back gouged to open the bevel angle to meet code 

requirements. The welds passed UT and the reports are included in this letter. 
In the future KOS will verijj all bevels meet the code requirements, 

3. Diaphragm plate CJP welds identified as P97-1 to P92-1 and P97-2 to P92-2 
contain steel backing bars with gaps exceeding the tolerances per Section No. 
3.13.5 of the AWS D1.5: 2002. 
The backing bar drawed away from the weld and was more than 2mm from the 
diaphragm, which does not meet code requiremenr. Attached is Letter No. 

KlEWlT OFFSHORE SERVICES, LTD. 
2440 Kiewit Road, Ingleside, TX 78362 
I?W\ nfi A w n  I ~ P I \  n c  an?? hv 



05.003.01-002323, allowing KOS to epoxy the g q  in the backing bar to correct 
the excessive gap. KOS will check the backing bars to make sure that they stay 
within the tolerance of A WS D1.5: 2002 in the fUrure. 

4. The melt -through on the steel backing bar side of the diaphragm plates CJP 
weld joint for diaphragm plates identified as P97-1 and P92-2 do not comply with 
the weld acceptance criteria per Section No. 6.26 of the AWS D1.5: 2002. 
The melt-through on the steel backing bar did occur. Removing the backing 
bar will cause more harm to the weld than leaving it in place Both of the welds 
were UT inspected and were accepted The UT reports are attached to this 
letter. KOS will inspect backing bars to assure that this situation does not 
happen again. 

KOS is asking the Department to close out this NCR Uyou have any questions, 
or need any additional information to close out this NCR, I can be reached at 361-775- 
4420 or my cell is 361-385-0189. 

*-- 
George Barnhill 
QCM KOS 
Ingleside, TX 

Cc: Scott Cheney, Mike Brown 

KlEWlT OFFSHORE SERVICES, LTD. 

mfii \  7 7 c  Aann mfii \  77c A l a ?  kr 
2440 Kiewit Road, Ingleside, TX 78362 



STATE OF CALIFORNIABUSINESS. TRANSPORTATION AND HOUSING AGENCY 

DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge Program 
333 Burma Rd. 
Oakland, CA 94607 

ARNOLD SCHWARZENEGGER, Governor 

(510) 286-0538, (510) 286-0550 

Distribution: 
Phil Sechler October 31,2006 

Contract No. 04-0120E4 Mike Brown 
04-SF-80-13.4, 13.8 Maya Zuniga 
SAS T I  8, E2 Foundations G~~~~~ ~~d~~~ 

John Berggren-K 
SFOBB-ESSSP 

Kiewit-FCI-Manson, JV 
220 Burma Rd. 
Oakland, CA 94607 

Attn: Mr. Chris Webb 
Welding Quality Control Manage 

.FM 
Letter NO. 05.003.01-002174 Brenda Porter 

m i & e I m  
Subject: NCR - Kiewit Offshore Services, 10/25/06 (Various CJP Welds Non-conformance) 

Dear Chris, 

d l L 3  

The Department issued a Non-conformance Report (NCR) at Kiewit Offshore Services (KOS) in Ingleside, 
Texas, on October 25,2006. The NCR was generated when QA observed the following: 

1. KOS performed flux cored arc welding without Quality Control (QC) performing the required inspection for 
the fit-up of three diaphragm plate to diaphragm plate complete joint penetration (CJP) welds prior to 
welding. The CJP welds affected include diaphragm plate weld joints for diaphragm plates identified as 
P97-1 to P92-1, P97-2 to P92-2, and P77-2 to P72-2. 

2. Four diaphragm plate CJP welds for diaphragm plates identified as P97-1 to P92-1, P97-2 to P92-2, P77-1 
to P72-1, and P77-2 to P72-2 have a T-joint orientation of approximately 29 degrees to 33 degrees. The 
orientation of the diaphragm plates forming the Tee joint are not within the allowable range of a standard 
joint designation for a TC-U~C-GF per Note 1.2 of Figure 2.5 of the AWS D1.5-2002. 

3. Diaphragm plate CJP welds identified as P97-I to P92-I, and P97-2 to P92-2 contain steel backing bars 
with gaps exceeding the tolerances per Section No. 3.13.5 of the AWS D1.52002. 

4. The melt-through on the steel backing bar side of the diaphragm plates CJP weld joint for diaphragm plates 
identified as P97-1 Io P92-1 and P97-2 and P92-2 do not comply with the weld acceptance criteria per 
Section No. 6.26 of the AWS D1.5:2002. 

QA verbally notified Mr. George Barnhill, KOS QC Manager, of this non-conformance on October 25, 2006 

Please describe what measures the Contractor will take to resolve this NCR. Also, describe how the Contractor 
will avoid this situation from happening in the future 

"Calrrans riiiproves ~ i r o b i l r i ~ ~  



( 3 STL NO. 05.003.01-002174 
-. Kiewit-FCI-Manson 

Page 2 of 2 

If you have any questions or need additional information, please contact Mark Vilcheck at (510) 286-0526. 

Sincerely, 

U Mark Vilcheck 
Structure Representative 

For: Pedro J. Sanchez 
Resident Engineer 

cc: P. Sanchez 
M. Woods 
R. Smith 

file: 05.003.01, 09.006.03 

"Colrrans improses niobiliy across Col,jornia " 
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D E P - O F T R A "  
DMSlON OF ENGINEERING SERVICES 
MATERIALS ENGINEERING AND TESTlNG SERMCES 
Office of Structural Materials 
Quali Assurance and Source lnspedion 

. 

? I  

Contract #: 04-012034 
Cty SF Rte 80 PM 13.4/13.8. 

File # 45.25 B 

Bay k e a  Branch 
690 Walnut Ave., St. 150 
Vallejo. CA 94592-1 133 
(707) 6495453 
FAX: (707) 649-5493 

QUALITY ASSURANCE - NONCONFORMANCE REPORT 

Location: Ingleside, Texas Date: 10-25-06 

Prime Contractor: Kiewit/FCI/Manson 0 - Joint Venture NCR #123 
Submitting Contractor: Kiewit Offshore Services (KOS) 

Type of problem: 

Welding: Curing: Procedural: 0 Bridge No.: #34-0006L/R 
Jointfit-up: Coating: Other: 0 Component: #TI Foundation Footing 
Procedural: a 'Procedural: 0 

Welding Concrete Other 0 

Description of Non-Conformance: 1) KOS production has pefiormed flux cored arc welding without Quality 
Control performing the required inspection of the fit-up of three diaphragm plate to diaphragm plate complete joint 
penetration welds prior to welding. The complete joint Penetration welds affected include diaphragm plate weld 
joints for diaphragm plates identifed as P97-1 to P92-1, P97-2 to P92-2, and P77-2 to P72-2. 

' 2) Four diaphragm plate complete joint penetration welds for diaphragm plates identified as P97- 1 to F92- 1, P97-2 to 
P92-2, P77-1 to P72-1, and P77-2 to P72-2 have a T-joint orientation of approximately 29 degrees to 33 degrees, The 
orientation of the diaphragm plates forming the Tee joint are not within the allowable range of a standard joint 
designation for a TC-U4c-GF. 
3) Diaphragm plate complete joint penetration welds identified 9, €97-1 to P92-1, and P97-2 to P92-2 contain steel 
backing bars with gaps exceeding the tolerances of AWS D 1.5 section 3.13.5 
4) The melt-through on the steel backing bar side of the diaphragm plates complete joint penetration weld joint for 
diaphragm plates identified as €97-1 to P92-1 and p97-2 and P92-2 do not comply with the weld acceptance criteria 
of 6.26. 

TL-I 5, Nonconformance Report (7/24/06) Page 1 of 2 
Hardcopy Routing Instructions: 
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QUALITY ASSURANCE - NONCOMORMANCE REPORT 
(Continued, Page 2 of 2) 

Applicable reference: 1) The Special Provisions, Section 8-3.01 state “The Quality Control (QC) Inspector shall 
inspect and approve each joint preparation, assembly practice, welding technique, joint ftt-up, and the performance of 
each welder, and tack welders to make certain that the applicable requirements of this code and the approved Welding 
Procedure Specification (WPS) are met. 
2) AWS D1.5-2002, Figure 2.5, Note 12 states “The orientation of the two members in the joints may vary from 45 
& m s  to 135 degrees for corner joints and fiom 45 degrees to 90 degrees for T-joints, provided that the basic 
configuratioh (groove angle, root face, root opening) remains the same and that design weld size remains the same. 
3) AWS D1.5-2002, Section 3.13.5, states “Steel backing shall be placed and held in intimate contact with the base 
metal. The maximum gap between steel backing and the base metal at the weld root shall be 2 millimeters.” 
4) Weld Acceptance Criteria of AWS D1.5-2002, Section 6.26 

Who discovered the problem: Caltrans Quality Assurance Inspectors Raymond Lara, Andrew Hosman, Paul 
Dawson, Mike Hasler, Robert Cuellar, and Gregory Bertlesman. 

Name of individual from Contractor notibed: KOS Quality Control Representative (QC) Mi. George Barnhill 
Time and method of notification: Verbal with Mi- Barnhill at approximately 1000 hours on 10-25-2006 

Name of Caltrans Engineer notified: Mark Vilcheck, Structure Representative 

Time and method of noti6cation: 1400 hours, October 27,2006, via telephone conversation 

QC Inspector’s Name: George Barnhill 

Was the QC Inspector aware of problem: Yes 

Contractor’s proposal to correct the problem: Unknown j 

Comments: This report is for the purpose of determining general conformauce 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, Ryan Smith (858) 232-6799 who represents the Office of Structural Materials for your project. 

Inspected By: Gregory Bertlesman Quality Assurance Inspector 

Reviewed By: Robert Cuellar Lead QA Inspector 

TL-15, Nonconformance Report (7/24/06) 
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WALZEL 
Services 

PO Box 1817 
iransas Pass, Texas 78335- 18 17 
Phone 1-888-776-0078 Fax 1-888-220-3077 Page 1 of _3 - 

Customer Kiewit Offshore Services, Ltd. DWG. No. 

Fabricator Kiewit Offshore Services, Ltd. Project Name T I  TOWER 

JobNo. 21103 Job Instructions Per 

225 mHz 

ITEM QUANTITY 

---I--- = 
I 

I < .  
73 b 

Total Hours: I 
dmination Performed By - 

George Barnhill 



'00 Box 1817 
- Aransas Pass, Texas 783351817 
Phone 1-888-776-0078 Fax 1-888-220-3077 

Customer Kiewit Offshore Services, Ltd. DWG. No. 

Fabricator Kiewit Offshore Services, Ltd. Project Name T1 TOWER 

JobNo. 21103 Job Instructions Per 

Couplant 
Cdlolose 
Procedure 
U.T. - D1.52002 . , 

-amination Perfwmed By 

George Barnhill 



q - / -  REPORT OF 
Projed I I o w e L  

ULTRASONIC TESTING OF WELDS 
Reportno. W-W 

Weldidentification wf F? 
Materialthidtness ~ 5 d  40,- 

w e l d i o i n t ~ ~ ~  T '  I 

W we~ingprocess F ~ A  
Quality requirements - sedion no. 

Remarks 
AWS D1.5 Sedion - 6.3 

e 2 0T-Z 

We. the undersigned. certifythat the statements in this reaxd are med and that the welds were prepared and tested in accordance w#h the 
requirements of Section 6.3 of AWS D15M (2002) Bridge Welding code - Steel. 

Form D-11 



Services 
pOBox1817 
Aransas Pass, Texas 78335-1817 
Phone 1-888-776-0078 Fax 1-888-220-3077 

Date I -23 ~3~ 
ReportNo. UT / T O  
Page 1 of J- - 

Customer Kiewit Offshore Services, Ltd. DWG. No. 
Fabricator Kiew-t Offshore Services, Ltd. Project Name T1 TOWER 

JobNo. 21103 Job Instructions Per 

2.25 mHz 

I 

- . _  
I' 

r 

I I 

. 
Total Hours: 

George Barnhill 

Jtamination Perfumed By 



- 

WALZEL 
services 

--. 
?O Box 1817 
’Aransas Pass, Texas 78335-1817 
Phone 1-888-776-0078 Fax 1-888-220-3077 

Customer Kiewit Offshore Services, Ltd. DWG. No. 
Fabricator Kiewit Offshore Services, Ltd- Project Name T1 TOWER 

JobNo. 21103 Job Instructions Per 

2.25 mHz 

--+---- 

rotat * rnm inspected 

L i 

I 

Tnbl &Inn-- 



Reports for Item #2 



=, W mw 1,1 L k 

Services 
'PO Box 1817 

wansas Pass, Texas 78335- 181 7 
Phone 1-888-776-0078 - Fax 1-888-220-3077 Page - 1 of 3 

* 
George Barnhill 



00 Box 1817 
mansas Pass, Texas 783351817 
Phone 1-888-776-0078 Fax 1-888-220-3077 

ReportNo. UT 18 /7 
Page __ 1 of 

Customer Kiewit Offshore Services, Ltd. DWG. No. 

Fabricator Kiewit Offshore Services, Ltd- Project Name T1 TOWER 

JobNo. 21103 Job Instructions Per 

Total Hours: I 

,amination Performed By 

&ug Fontenot Level II U-T. George Barnhill 



We.the underslgned.certiQthat the statementsin tMsrecord are met3 and thattheweldswere prepared and tes(ed in acc~rdana!wwt& 
requirements of Section 6.3 of AWS Dl 5M (2oM) Bridge Welding Code - Steel. 



PO Box 1817 
Aransas Pass, Texas 78335-1817 
Phone 1-888-776-0078 Fax 1-888-220-3077 

Date / -23- ob 
ReportNo. UT 190 
Page - 1 of 1 

Customer Kiewit Offshore Services, Ltd. DWG. No. 

Fabricator Kiewit Offshore Services, Ltd. Project Name T1 TOWER 

Job No- 21103 Job Instructions Per 

2.25 mHz 

Brand 

Type 

Penetrant 

Remover 
I 

Remover 

xamination Performed By Accepted By 

DokfFontenot Level I I  UT.. George Barnhill 



WM’-’E;L 

Services 
?O Box 1817 

.‘Aransas Pass, Texas 783351817 
Phone 1-888-776-0078 - Fax 1-888-220-3077 Paue 1 of t - -  A 

Customer Kiewit Offshore Services, Ltd. DWG- No. 

Fabricator Kiewit Offshore Services, Ltd- Project Name T I  TOWER 

JobNo. 21103 Job Instrwctions Per 

Instrument 
Sonatest #2514X 

2.25 mHz 

1.0 Round 
T V t K  I Type 
TGh. I& 
Couplant 
Celjutase 
Procedure 
U.T- - D1.52002 1 AWSD1.5 

-. - 

Tobl Hours: 

George Barnhill 

xamination Performed By 



WALZEL 

dox 1817 
-ansas Pass, Texas 78335-1817 
lone 1-888-77GOO78 - Fax 1-888-220-3077 

ustomer Kiewit Offshore Services, Ltd. DWG. No. 

abncator Kiewit Offshore Services, Ltd. Project Name T I  TOWER 

BbNo. 21103 Job Instructions Per 

strument 
matest #2514X 
mgitudinal Shear 

2.25 mHz 

. T. - D1.~2002 I AWSD1.5 r 1 

xamination Performed By 

Georae Barnhill 



Services 
--, PO BOX 1817 

Aransas Pass, Texas 783351817 
Phone 1-888-7760078 Fax 1-888-220-3077 P a g e 1  of 

Customer Kiewit Offshore Services, Ltd. DWG. No. 

Fabricator Kiew-t Offshore Services, Ltd. Project Name T I  TOWER 

JobNo. 21103 Job Instructions Per 

225 mHz /orescent 
' c] Residual 2.25 mHz I 

I I size I size i / I I 

Penetrant I 
1.0 Round ..625 
Type Type Remover 
Tech. T& I 4 Couplant 
Cellulcse 

U.T. - D I  52002 
Procedure code code 

AWS Dl  5 

Total Hours: 

_xam-nation Performed By Accepted 9 

w g  Fontenot Level II  U.T. George Barnhill 



REPORT OF ULTRASONIC 
Projed 51 6 w e L  

X 

TESTING OF WELDS 

Quality 

We, theunders[gned. certify Yl the shkmenkin tMs r-d am med and Wl the Wdds were prepared and tested m accordancewfth the 
requirements of Section 6.3 of AWS D1.5M (2002) Bridge Welding code - Steel. 

Test Date 

Inspected by 

Year 

Kiewit Offshore LTD. Manufadwer or Contrador 

Autlmized " .  
George Bamhill 

Dale ZlfiL, 

Form D-11 



State Letter for Item #3 . 



333 Burma Rd. 
Oakland. CA 94607 
(510) 28b0538, (510) 286-0550 fax 

Kiewit-FCI-Manson, JV 
220 Burma Rd. 

STATE OF CALIFORNIA-BUSINESS, TRANSPORTATION AND HOUSING AGENCY 

DEPARTMENT OF TRANSPORTATION - Disbict 4 Toll Bridge Program 
ARNOLD SCHWARZENEGGER. Governor 

Oakland, CA 94607 

Attn: Mr. LeeZink 
Project Director 

*@ICES,* 

November 28,2006 Distribution: 
Phil Sechler 

Contract No. 04-0120E4 Mike Brown 

SAS TI  & E2 Foundations 
SFOBB-ESSSP George Banihill 

Mayra Zuniga 04-SF-80-13.4, 13.8 

John Berggren-KFM 

Michael Schafersman 
Letter NO. 05.003.01-002323 Brenda porter 

Subject: Response to RFI No. 327, Revision No. 00 (KOS RFl80 - P97/P92 (Area F) Backing Bar) 

Dear Lee, 

RFI No. 327, Revision No. 00, pertains to the Contractor's request to leave the backing bar located at the 
connection of plates P97 and P92 (area F as shown in the RFI) in, place. Regarding this RFI, it is acceptable to 
leave the backing bar in its existing condition. However, the Contractor shall fill the areas adjacent to the 
backing bar with an epoxy material, as the backing bar will not allow the Mure concrete to fill the voids adjacent 
to the out of position backing bar. Please also note that other backing bars which do not comply with Section 
3.13.5 of the AWS D1.5:2002 will not be accepted by the Department 

If you have any questions or need additional information, please contact Mark Mlcheck at (510) 286-0526. 

Sincerely, 

Structure Representative 

For: Pedro J. Sanchez 
Resident Engineer 

cc: P. Sanchez 
M. Woods 
R. Smith 
J. Duxbury 

file: 05.003.07, 09.003.01, 56.327 

"Calrrairs improves mobiliry across Calfornia" 



Reports for Item #4 



PO BOX 1817 
wansas Pass. Texas 78335- 181 7 

Phone 1-888-776-0078 Fax 1-888-220-3077 

Customer Kiewit Offshore Services, Ltd. DWG. No. 

Fabricator Kiewit Offshore Services, Ltd. Project Name TI TOWER 

Job No. 21103 Job Instructions Per 

Sonatest #2514X 
Longitudinal 

Minutes 2 2 5  rnHz 

amination Performed By 

O C I ~  Fontenot Level I I  U-T- George Barnhill 



WALLEL 
Services 

OO Box 1817 
mansas Pass, Texas 783351817 
Phone 1-888-776-0078 Fax 1-888-220-3077 Page 1 of a - __ 

Customer Kiewit Offshore Services, Ltd. DWG. No. 

Fabricator Kiewit Offshore Services, Ltd. Project Name T1 TOWER 

JobNo. 21103 Job Instructions Per 

2.25 mHz 

A-pted B 

George Barnhili 

*amination Perfanned By 



. . .... 

Projed I I 3 o w e L  

W weldingprooess ECA 
Quality requirements - sedion no. AWS 01.5 Section - 6.3 

Remarks 4 2 O T - i l  

Form 0-17 



PO Box 1817 
Aransas Pass, Texas 78335-1817 
Phone 1-888-776-0078 Fax 1-888-220-3077 

Report& U f  190 
P a g e 1  of 

Customer Kiewit Offshore Services, Ltd. DWG. No- 

Fabricator Kiewit Offshore Services, Ltd. Project Name T1 TOWER 

.Job No. 21103 Job instructions. Per 

2.25 mHz 

I I 

otalmmaccepted- 10417 

t f 

OfalrnLbDpeded- ? P y q  I 1 
&&mrrrI.eJecfeB- l q  

Totat Hours: 

xam-nation Perfarmed By Accepted By 

George Barnhill 
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