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manufacturing Qualification AUDIT for Over head sign and pole structures 

NAME OF COMPANY: 
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\POC EMAIL:








DATE: 









ADDRESS OF LOCATION: 









TYPE OF MATERIAL TO BE

SUPPLIED:








ORIGINAL OR FOLLOW-UP VISITS: 







NAME OF AUDITORS:









LEGEND: 

Black 
= 
Compliance/Satisfactory Reponses, General Observations, and Comments.

Red
= 
Findings And Concerns.

Blue 
= 
Not Applicable (N/A) To This Facility Or Contract.

AUDIT PROCEDURES

Prior to requesting an audit, each entity performing work in conformance with Section 56 and 86 of the California Department of Transportation (Department) Standard Specifications, shall submit to the Department, in conformance with the provisions in Section 5‑1.02, "Plans and Working Drawings," of the Standard Specifications, 2 draft bound copies and 1 electronic “pdf” draft version of the Welding Quality Control Plan (WQCP) for each item of work for which welding is to be performed.  Each WQCP shall include the applicable portions of the following sections.  The WQCP shall be divided into the designated sections with each revision and addendum clearly annotated and numbered.  Each welding and NDT firm shall have separate sections for each firm.  
A draft binder of Supporting Documents for the Audit shall be submitted (2 bound copies and 1 electronic “pdf” version). Upon successful completion of the audit, the manufacturer shall submit 1 final electronic “pdf” version of both the binder of Supporting Documents for the Audit and the WQCP (assuming no changes are required for two documents the bound copies will be accepted). Both documents shall be “controlled,” such that there is tracking of revision numbers, revision dates, and recipients of each version. 

The bound copies should be sent to: 5900 Folsom Blvd, Sacramento, CA 95818. Additional contact information can be found at the Departments website. For an alternative delivery method for the electronic version (ftp site) contact the email listed above.

WQCP

Each WQCP shall include the applicable portions of the following:

Organization

A. The name of the welding firm.

B. Name of Quality Control Inspection Firm hired by Contractor, if applicable.

C. Name of NDT Firm hired by Contractor, if applicable. 

D. Organizational chart showing all subcontractors performing welding, QC firms and personnel, and NDT firms and personnel.

Qualifications / Certifications

E. Copy of AISC Category III Certification, if applicable.

F. Name, qualifications, and copies of certifications for the following individuals:

i. QC Inspectors

ii. Assistance QC Inspectors

G. Copies of all certifications for welders for each welding process and position that will be used.  Certifications shall list the electrodes used, test position, base metal and thickness, tests performed, and the witnessing authority.  

H. A master list of qualified welders that will document the welders and welding operators name, ID, the qualified welding process, welding position, and the date for each individual qualification and person qualified.

I. The written description of the contractors process for maintaining and providing the Department a current master list of qualified welders and welding operators that documents the names of each welder with the process, position, and date qualified as described in item “H” above.  

QC Procedures

J. The methods and frequencies for performing all required visual inspections and documentation by which continuous visual inspection will not lapse for a period exceeding 30 minutes.

K. A written description of the system and method of documentation the contractor will use for the identification and tracking of all welds, NDT, any required repairs, and re-inspection of non-conforming welds.  The contractors system shall include provisions for permanently identifying each weld and the person who performed the weld, NDT, inspection, and repair.

L. Copies of the Quality Control forms to be used to include certificates of compliance, daily production logs, daily reports, and visual inspection report forms. 

M. Documentation of the Electrode, flux, Electrode Flux combination and shielding gas certifications to be used in the work and documentation of manufacturer’s recommended electrode operating ranges.

N. Authorized copy or original codebook for each of all AWS welding codes and the FCP, which are applicable to the welding being performed.

O. Standard procedures for performing non-critical repair welds.  Non-critical repair welds are defined as welds to deposit additional weld beads or layers to compensate for insufficient weld size and to fill excavations that were performed to remove unacceptable discontinuities, overlap or undercut.  Third-time repairs or repairs of cracks are considered critical repairs.  For critical repairs, the Contractor shall include an engineering evaluation of the proposed repair.  The engineering evaluation, at a minimum, shall address the following:
a. What is causing the defect

b. Why the repair will not degrade the material properties

c. What steps are being taken to prevent similar defects from happening again

WPS and PQR

P. Pre-qualified Welding Procedure Specifications (WPS), if applicable.

Q. Documentation, when applicable, of Procedure Qualification Record (PQR) tests within the allowable period of effectiveness.

R. Name of independent third party who performed or witnessed qualification tests, if applicable.

S. Non-prequalified Welding Procedure Specifications (WPSs) supported by PQR testing.

T. Documentation from the Department approving any deviation from non-standard joint details, code requirements or other contract documents. 

NDT Other Than Visual Procedures

U. Written Practice of the NDT inspection personnel or firm.

V. Name of certifying authority and outside Level III, if applicable. 

W. Names, qualifications, and documentation of certifications of NDT personnel to be used to include level of certifications and expiration date.

X. List of NDT equipment, calibration procedures, frequencies and current qualification/calibration documentation of equipment to be used.

Y. Procedures, methods and frequencies for performing all required NDT as required by the specification to include minimum amounts required.

Z. Code of Safe Practices when Radiographic Testing (RT) is performed.  

AA. A written description of the system for placing all identification and tracking information on each radiograph when Radiographic Testing (RT) is performed.

AB. Copies of NDT report forms to be used.  

Supporting Documents

The binder of Supporting Documents for the Audit shall be formatted such that, at a minimum, includes the information listed below (additional documentation will be required during the audit and the demonstration of original documents may be required):

General

A. Description of Services (Relating to Caltrans work)
B. Quality Policy – Statement indicating knowledge of the Caltrans QC requirements.
C. Description of Positions/Duties – Job Requirements (Relating to Caltrans work)
D. Resumes of Critical Employees – QC related to non-welding, Lead Draftsman, Production Manager and General Manager
Logistics
E. List of Relevant Manuals/Standards/Specifications used for Quality Control – Inventory of Library (Related to Caltrans Projects)
F. List of Major Equipment with Calibration Dates and Repair Dates
G. List of Recent Projects (Caltrans and other)
Approach to Quality
H. Quality Control Procedures – Refer to Questions in Self-Audit: Drawings, Procurement, Document Control, Material Receipt, Material Handling, Galvanizing, Paint, Shipping, Control of Distributors (QA/QC procedure)
I. Quality System – Description of QC process from purchase order to final shipment. To demonstrate Traceability include copies of:
i. Caltrans Drawing with Specification Reference and EA/Permit number.

ii. Approved Manufacturer shop drawing with reference to Caltrans drawing.

iii. Purchase Order/Request (reference shop Drawing and Job Number)

iv. Documentation of Material Receipt – All documents should reference job number (include minimum MTR and COC)

v. Repeat (iv) for all materials received. Be sure to include/reference item “M” of WQCP instructions.

vi. Method to verify QC of Suppliers.

vii. Sample QC (Weld and non-weld) Documentation – should reference Job Number

viii. Paint/Galvanizing – Company info, sample thickness readings, and include COC with Project Number

ix. Shipping Order – COC for Completed Product should include EA and Job Number

Appendix

J. Additional Documents – See Individual Audit Questions (May have been met above)
Prior to requesting an audit from the Department, each contractor shall also successfully complete a self-audit, as determined by the Department’s Office of Structural Materials (OSM).  A copy of the self-audit form is available from OSM.  OSM will report the results of each self-audit submittal in two weeks.  If OSM rejects the self-audit, the manufacturer or fabricator must include, in the re-submittal of the self-audit, a report of how deficiencies that were noted by OSM have been corrected.

OSM will complete the Department’s audit within 10 weeks after receiving a request for such an audit. During the audit the same questions in the MFQA attached herein will be asked and discussed with shop representatives.  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, and de-briefing meeting. 

The requesting manufacturer or fabricator must provide OSM sufficient access and cooperation so that the audit can be completed within 10 weeks.  The manufacturer or fabricator’s quality control personnel are required to be present during the audit.
Successful completion of an audit does not relieve the contractor of the responsibility for furnishing materials or producing finished work of the quality specified in project plans and specifications.  The validity period of the audit and WQCP is 1 year from the date of successful completion of the audit. The contractor is responsible for notifying the Department within two weeks of any change to the WQCP to include welder certifications.  Failure to notify the Department may result in re-qualification.

Should a facility fail the audit, the manufacturer or fabricator must improve the facility prior to requesting another audit.  The contractor should include, in the request for another audit, a report of how deficiencies that were noted by OSM have been corrected.  The contractor should allow OSM 10 weeks to complete any subsequent audit.

In order to have successfully completed the audit checklist there must be not only affirmative responses to all the questions listed in the checklist, but documentation and information to substantiate responses.  If there are non-applicable questions, the comments field must provide an explanation, which may be supplemented by additional documentation, if necessary.  Each of the items on the checklist carries equal weight; therefore, grounds for rejection are not substantiated.  A negative response to questions will be grounds for a rejection of qualification.  The manufacturer or fabricator must then follow the guidelines spelled out above for scheduling re-audits.

In order to answer several of the questions in the checklist, the auditors will evaluate plant practices and procedures against shop drawings and other contract requirements for projects currently underway in the plant at the time of the audit, even if they are not the Department’s projects.

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

I, the undersigned, have read and understand the “Manufacturing Qualification Audit for Overhead Sign and Pole Structures” checklist and am providing the following information in the enclosed audit.

Facility Authorized Representative                                         Date

MANUFACTURING 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 AWS D1.1-98 or 2000?
	
	 
	
	

	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? 

Note: See Supporting Docs.
	
	
	
	

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

Note: Provide Copy of Procedure.
	
	
	
	


B.
ReaDing / interpreting shop drawings

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Does the Fabricator/Manufacturer have personnel capable of supervising, evaluating and coordinating shop drawing preparation and review? 
	
	
	
	

	2.
	Do the shop drawings for current work denote materials to be utilized in the final structure?
	
	
	
	

	3.
	Do the shop drawings for the current work denote NDT requirements for the various welded connections?
	
	
	
	

	4.
	Do the materials and processes specified or indicated on the shop drawings for current work agree with the associated contract documents material requirements for work ongoing in the shop?
	
	
	
	


C.
Drawing Control

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Does the Fabricator or Manufacturer have a written procedure for tracking design drawings as follows.


a. ____ Receipt?

b. ____ On file?

c. ____ Revisions?
	
	
	
	

	2.
	Does the tracking procedure utilized trace each phase from drawing preparation, showing receipt, submittal for approval, approval, re-submittals and date sent to shop for fabrication?
	
	
	
	

	3.
	Do the shop plans for current work correspond to the latest revision?
	
	
	
	


d.
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 or fabricated components accepted by in-house QC?
	
	
	
	

	3.
	Does the Fabricator/Manufacturer have an established identification system in place that clearly denotes fabricated components requiring repairs or corrections?
	
	
	
	

	4.
	Is all received correspondence marked with a distinguishable identifying mark?
	
	
	
	

	5.
	Are correspondence files maintained and segregated for each project?
	
	
	
	

	6.
	Is  received correspondence 


a. ____ Stamped received?

b. ____ Dated?

c. ____ Initialed by personnel 



responsible for the 


evaluation and 



implementation of the 


technical content?
	
	
	
	


e.
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.
	Do the Fabricator’s or Manufacturer’s procurement documents require that his suppliers must furnish material testing reports (MTR’s)?
	
	
	
	

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

	5.
	Are procedures in place to assure that subcontracted fabrication is ordered to contract requirements?

Note: Describe Procedure.
	
	
	
	


f.
MATERIAL Receiving

	
	YES
	NO
	NA
	DETAILED INFORMATION

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

	2.
	Are reception inspections done to all incoming materials and subassemblies 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.
	Do the materials and subassemblies receiving inspection confirm and document 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?

Note: Provide verification (QC Notes).
	
	
	
	

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

deal with non-correctable 
and correctable 
nonconformity’s 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?
	
	
	
	


g.
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?
	
	
	
	


h.
WELDING & WELDING CONSUMABLES

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Does the Fabricator/Manufacturer have welding procedure specifications and procedure qualification records (if applicable) per the submitted WQCP?
	
	
	
	

	2.
	Are the Fabricator's/Manufacturer’s list of welders/operators listed in the submitted WQCP up to date?
	
	
	
	

	3.
	Are approved welding procedures readily available or posted near all welding machines?
	
	
	
	

	4.
	Do welders know and understand which WPS is to be used to produce each specific weld?
	
	
	
	

	5.
	Are welded structures and specific welds traceable to the welder(s) and or welding crew that completed the job?
	
	
	
	

	6.
	Does the Fabricator/Manufacturer have and properly maintain appropriate equipment for preheat and interpass heating?
	
	
	
	

	7.
	Do Quality Control Personnel monitor maximum interpass and minimum WPS preheat temperatures utilizing proper equipment?
	
	
	
	

	8.
	Are flame cut edges inspected by quality control inspectors to verify compliance with AWS D1.1 code requirements?
	
	
	
	

	9.
	Do quality control inspectors verify and document joint fit-up of each joint before welding is permitted?
	
	
	
	

	10.
	Do the quality control inspectors verify and document the utilization of WPS’s?
	
	
	
	

	11.
	Are meters and other devices used to record or display welding variables checked for accuracy?
	
	
	
	

	12.
	Is the equipment used for verifying meters and other devices certified annually?
	
	
	
	

	13.
	Are welding consumables stored in accordance with AWS D1.1?
	
	
	
	  

	14.
	Are welding consumables at the workstation protected from contamination and damage?
	
	
	
	

	15.
	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?
	
	
	
	

	16.
	Are consumable manufacturer certification reports on file and available?
	
	
	
	


i.
High-strength bolting:

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Are copies of the current RCSC and all appropriate ASTM Specifications available? 
	
	
	
	

	2.
	Does a written procedure exist for sampling, testing, and approving high-strength fasteners and fastener components prior to use by the Fabricator or Manufacturer?

Note: Provide Copy.
	
	
	
	

	3.
	Does the Fabricator or Manufacturer have copies of all required test reports for fastener components (i.e., bolts, nuts, washers, and DTI’s according to requirements in appropriate ASTM specifications)?

Note: Provide Copy.
	
	
	
	

	4. 
	For each fastener component, does the Fabricator or Manufacturer submit samples for testing by Caltrans?

Note: Provide Proof from Caltrans.
	
	
	
	

	5.
	Does the Fabricator or Manufacturer have manufacturer’s installation instructions for TC bolts and DTI’s?
	
	
	
	

	6.
	Are written procedures available to conduct high-strength bolting:

a. Installation verification tests?

b. Rotational capacity test?

c. Job inspection torque determination?

d. long and short bolt testing?
	
	 
	
	

	7.


	Are procedures in place to perform installation verification tests of each lot of fasteners at a frequency as required in the RCSC Specification?


	
	
	
	

	8.
	Does the equipment on hand for high-strength bolting, include:

a. a bolt tension measuring device with appropriate bushings?

b. a set of tapered feeler gages for inspecting DTI’s?

c. a torque wrench with dial or digital readout?

d. a pneumatic or electric wrench with a positive mechanism that activates when proper tension is reached?
	
	
	
	

	9.
	Has the contractor’s bolting equipment (torque wrench, calibrated wrench, bolt load meter, torque multiplier) been calibrated by an accredited testing lab?
	
	
	
	

	10.
	Is the accredited testing lab’s. calibration equipment traceable to NIST standards?
	
	
	
	

	11.
	Has each piece of equipment been calibrated within the past year? 
	
	
	
	

	12.
	Are calibration curves and plots on hand and is the accuracy of the equipment within acceptable tolerances?
	
	
	
	

	13.
	If the turn-of-nut installation procedure is being used, is the match-marking procedure properly understood and utilized?

Note: Demonstrate Training and Experience of Individual(s).
	
	
	
	

	14.
	Is the sealing compound used to seal sheared ends of TC bolts:

a. of the type recommended by RCSC?

b. Applied to the correct thickness?

c. Applied as soon as TC bolts have been sheared? 
	
	
	
	

	15.
	Has the paint used in faying surfaces been tested and capable of being qualified for the maximum thickness and the minimum cure time specified for California specifications for bolting plates?
	
	
	
	

	16.
	Are procedures available to ensure that hot-dip-galvanized faying surfaces are:

a. flat and free from runs or globs?

b. roughened by hand wire brushing?


	
	
	
	

	17.
	Will bolt tension of all completed bolted joints be inspected and documented immediately after each joint has been completed using the arbitration method of the RCSC Specification?
	
	
	
	

	18.
	Are all fastener components properly stored and handled to ensure that:

a. components are covered and protected from moisture?

b. unused components are returned to their original containers at the end of each shift?

c. different lots are stored separately to maintain integrity between lots?
	
	
	
	

	19.
	Does the Fabricator or Manufacturer use drill templates with hardened bushings when drilling bolt holes?
	
	
	
	


J.
Coating PROCESS:

	
	YES
	NO
	NA
	DETAILED INFORMATION

	1.
	Are the facilities and equipment suitable for performing cleaning, painting or galvanizing?
	
	
	
	

	2.
	Does a written procedure exist that addresses:

a. Measuring and recording temperature?

b. Measuring and recording humidity?

c. Measuring and recording wet film thickness? 

d. Measuring and recording dry film measurements?

Note: Provide copy of Procedure.
	
	
	
	

	3.
	Are the facilities and equipment suitable for performing galvanizing in conformance with appropriate ASTM specifications?
	
	
	
	

	4.
	Are thickness measurements of galvanized surfaces performed and documented?
	
	
	
	

	5.
	Does a written repair procedure exist for repair of galvanizing holidays? 

Note: Provide copy of Procedure.
	
	
	
	


K.
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?

Note: Provide excerpts from Manual. (i.e. Table of Contents, Intro)
	
	
	
	

	2.
	Does the Fabricator or Manufacturer have a written job description and an organizational chart that reflects its commitment to quality?
	
	
	
	

	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 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 have certified NDT personnel on their full time staff?
	
	 
	
	

	7.
	Does the Fabricator 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. ____ Fabricated structure or 
component verified for 
compliance with contract 
documents?
	
	
	
	

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

	17.
	Does the Fabricator or Manufacturer maintain a quality control program that is independent from production?
	
	
	
	

	18.
	Do the quality control inspectors have the responsibility of informing line foreman and superintendent when observing any non-conforming work processes and performances?
	
	
	
	

	19.
	Is the CWI/QC given sufficient authority to stop work in order to prevent unacceptable work from proceeding?
	
	
	
	


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

	1.
	Does the Fabricator or Manufacturer understand that there is a 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?
	
	
	
	


Confirm the following, Before submitting:

1. Understand that a single response (Yes, No, NA) is not sufficient. The audit will require a “receipt” to confirm that QC procedures are taking place.

2. Every response has supporting information, either a:

a. Explanation in the Detailed Information Box, and/or

b. Reference in Detailed Information Box to a Procedure (include the manual or passage), and/or

c. Refence to a Checklist (with reference in manual), and/or

d. Copy of an official document (COC, MTR, Calibration Certification, etc . . .)

3. Signed self-MQA.

4. Read the instructions. Ask questions, don’t assume answers.

5. Not required, but helpful, are:

a. Description of services.

b. Flow from bidding to ordering to production with QC to delivery: Names, duties, experience, etc…

c. Upon request, be prepared to show a “summary” of QC findings.

Getting ready for the audit:

1. Anticipate Caltrans requesting more information. Stay in touch.

2. Some documents may be propreitary or controlled – not available to submit. Multiple alternatives exist:

a. Censor the “document,” or

b. Write a very detailed explation, or

c. Have all necessary documents ready for Caltrans review on the day of the Audit. Note, that Caltrans will plan to spend an unspecified amount of time review (alone). Then the audit meeting will be conducted. Problems encountered during the review phase will be looked down upon.

3. Ensure that Production is online the day of the Audit.

4. Anticipate some revisions to the manual and self-MQA form. These will need to be re-submitted electronically (pdf) and ONE paper copy. Note, revisions shall be submitted electronically (only the specific pages). Upon approval a complete manual (or supporting documents) and/or WQCP shall be resubmitted.

IN ORDER TO FINALIZE THE AUDIT:

Caltrans will promptly process and adopt changes to the audit BUT these changes must be submitted a minimum of 2 weeks before implementation. And will only be finalized upon receipt of an up to date Audit Package (plan to re-submit the Quality manual, WQCP and self-MQA form). 

ALSO ALL SUBMITTALS WILL BE REJECTED UNLESS ACCOMPANIED WITH A DESCRIPTIVE COVER LETTER DESCRIBING ALL CHANGES AND DOCUMENTS (BEFORE AND AFTER THE CHANGE).
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