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DATE: April 23, 2015 PCL JOB NO: 5515002 

ATTN: Chris Barker  TRANSMITTAL NO: 062 

 
To: State of Vermont Agency of Transportation 
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 Montpelier, VT 05633-5001 
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WE ARE SENDING X Attached   Under separate cover via Email & SP the following: 

 Shop drawings  Prints  X Plans  Samples  Specifications 

 Copy of Letter  Change Order  X Other  
 

COPIES SPEC. REVISION DESCRIPTION 

1 Spec. Prov. 
#89 

 Certifications for Slide System Steel Fabricator 

    

    

    

    

    

 
TRANSMITTED for as checked below: 
 

X For approval  Approved as submitted  Resubmit 1 Copies for approval 

 For your use  Approved as noted  Submit   Copies for distribution 

 As requested  Returned for corrections  Return  Corrected prints 

 For review and comment       
 
 
 
 
 

 

 

 

 

  By: Erich Heymann, Project Engineer 

COPY TO: Project Files  
  

Remarks:     
 
Please return an email of this approved submittal to Erich Heymann (ewheymann@pcl.com) and Jeremy Mackling 
(jmackling@pcl.com).  
 
We request the review and return of this submittal within 7 days. Please advise if this request cannot be met so we 
can plan accordingly. 
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REVISION NO.| DESCRIPTION OF CHANGE    | DATE 
==================================================================         
 0 |   Original Issue     | 2/10/94 
 1 |   Revise Contract Review Form    | 1/12/95 
 2 |   Clarify Requirements in 11.0 Welding Control  | 6/20/96 
 3 |   Review for compliance to operations   | 4/14/00 
             4           I   Revised to comply with AISC Standard                         I 1/21/05 
             5           I   Revised section 4.0 Review and Acceptance                I 3/20/06 
             6           I   Revised section 10.0 Records Identification                  I 3/20/06    
             7           I   Revised section 15 Drawing and Procedure Control     I 3/05/07 
             8           I   Deleted section 15 Drawing and Specifications Control I 3/17/08     
              
  
         Proc. No. AWC - 1 
          Rev. 8 
          Date: 3/17/08 
 
  
This Manual is the property of American Welding Co. and shall NOT be altered in any way. 
This Manual Shall NOT be copied without written permission from American Welding Co.  
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                                               QUALITY ASSURANCE PROGRAM 
 
1.0 Purpose 
 
 1.1 To establish the policies of American Welding Company relative to the responsibilities of 

the Departments and Personnel involved in the Company.  
 
2.0 Scope 
 
 2.1 To maintain a written Quality Assurance Manual that contains the details for an 

inspection system and assures conformance to the contract documents. 
 
3.0 Responsibilities 
 
 3.1 The Quality Control Department shall be responsible for the fit, form and function of all 

aspects of the fabrication process.  Controls shall be written and followed as to the 
inspection of material upon receipt through fabrication to delivery. 

 
 3.2 The Quality Control Manager is responsible for the issuance of the Quality Control 

Manual and the administration and implementation of the Quality Control Program.  He 
has the authority and the organizational freedom to identify quality control problems, 
provide for their solutions, and verify corrective actions.  The Quality Control Manager is 
solely responsible for interpretation of Quality Control Manual requirements. 

 
 3.3 In the event that a quality problem cannot be resolved in accordance with this Quality 

Control Program, the problem shall be brought to the Vice President/General Manager for 
resolution.   

 
4.0 Policies and Procedures 
 
 4.1 This quality assurance manual has been implemented at American Welding to insure that 

all structural steel and related material furnished by American Welding Co. are fabricated 
to the requirements that are called out by the contract documents.   

 
 4.2 Responsibility for the quality control supervision shall be assigned to a competent person 

who is separate from the production supervision.  
  
             4.3    Review and acceptance by the general manager and the quality control manager of            

any manual or procedure shall be performed. When first implemented, altered or revised. 
                         The change shall be noted in the revision block on the cover and signed and dated. 
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5.0 In-House NDT Capabilities  
 
 5.1 The nondestructive testing capability consists of Magnetic Particle (MT) and Visual 

Inspection (VT) conducted by a CWI. 
 
6.0 Qualification of Inspection Personnel 
 
 6.1 Performance and Testing of NDT personnel shall be in accordance with Standard 

Practice SNT-TC-1A and AWC - 11 Standard Practice NDT Personnel. 
 
 6.2 NDE Procedures will be performed using written procedures that have been approved by 

a Level III Examiner, in accordance with AWC - 11. The procedures will provide sufficient 
detail to assure that Contract requirements are met. 

 
 6.3. When required NDE procedures will be submitted for review by the Authorized Inspector.  

They shall also be demonstrated to his satisfaction prior to performing any NDE when 
requested. 

 
 6.4 The Quality Control Manager shall verify that all NDE personnel are properly qualified for 

the method, including SNT-TC-IA, Latest Edition requirements, when applicable. 
 
 6.5 NDE Reports including radiographic film, shall be evaluated, interpreted, and accepted by 

a Level II or III Examiner.  All reports of NDE, including radiographic film, shall be 
reviewed and accepted by the Quality Control Manager prior to submittal to the 
Authorized Inspector for his/her acceptance. 

 
 6.6 All RT and UT required by Contract will be performed by a qualified NDE subcontractor 

whose written procedures, personnel qualifications, and equipment calibration have been 
reviewed and approved by the Quality Control Manager.  The Subcontractor must provide 
a program whose written practice and personnel qualifications comply with the 
requirements of SNT-TC-IA. 

 
7.0 Training of Inspection Personnel 
 
 7.1 Training and up-dating of inspection personnel's qualifications shall be accomplished in 

accordance with AWC - 11. 
 
  
 
 
 
 
 
 
 
 
 

PDF created with pdfFactory trial version www.pdffactory.com

http://www.pdffactory.com
http://www.pdffactory.com


 

 

 
 
                                                    AMERICAN WELDING COMPANY, INC. 
           Page 3 of 9 
           Rev. 8 
 
8.0 Shop Fabrication Inspection Program 
 
 8.1 Fabrication of material is controlled by means of approved drawings issued to the shop 

by the Shop Super. The drawings are prepared in accordance with contract design 
drawings, by the Design Engineer. 

 
 8.2 Prior to the start of fabrication, the Quality Control Manager shall review the Shop 

drawings and Job Specifications with the Shop Super.  
 
 8.3 In-process inspections shall be accomplished at random intervals on all jobs in the shop.  

These inspections shall include: Fit-up, Lay-out, Dimensions, Welding, Blast and Paint.  
The Quality Control Inspector may complete and inspection report detailing the in-
process results.   

 
 8.4 Final Inspection shall be accomplished when fabrication of a material is completed and 

shall consist of 100% visual inspection of all welds and at a minimum 10% dimensional  
                          on all work unless otherwise required by contract. With the exception of AWS D1.5 

projects, then the inspection shall consist of 100% visual and 100% dimensional as well 
as any other NDT inspections as required by contract or code. the Quality Control 
Inspector performs a final inspection and identifies the pieces inspected by placing a 
contrasting color check mark in a conspicuous location.   

 
 8.5 The completed inspection report and/or computer print-out consisting of main piece 

marks dimensionally inspected and welder id shall be maintained in the job folder for 
retention. 
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9.0 Nonconformity’s  
 
 9.1 The General Manager is responsible for providing appropriate dispositions for non-

conformance items.  Those items, within the scope of his responsibility, will be properly 
disposition, approved by him, and returned to the Quality Control Manager for 
implementation. 

 
 9.2 Non-conformities that cannot be reconciled are referred to the Project Engineer for dis-

position.  The Project Engineer shall provide for the appropriate engineering dispositions.   
 
 9.3       Description of Nonconformity’s 
 
    9.3.1 Use-As-Is -- When the disposition is use-as-is, the Quality Control Inspector will consult 

with the Quality Control Manager.  Any required revisions to drawings, 
calculations, and procurement documentation will be done, as described in this 
Manual. 

 
    9.3.2 Repair/Rework -- All dispositions requiring repair or rework may be made using standard 

procedures, or special procedures approved by the Quality Control Manager.  
For repairs to base metal by welding, the proposed disposition is submitted to the 
Project Engineer for acceptance of the method and extent of repair prior to 
execution of the repair. 

 
    9.3.3 Scrap/Return to Vendor -- This disposition required Quality Control verification on the 

Non-conformance Report that the item has been removed from the work area, 
and clearly marked to prevent its inadvertent use prior to disposal. 

 
 9.4 The Quality Control Inspector shall re-inspect the items disposition, when the required 

action has been completed, and item meets specified requirements, he will remove the 
"Hold" tag or marking, and permit the item to return to its proper sequence of fabrication. 
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10.0 Records Retention 
 
 10.1 All records described in this Manual are collected at the completion of the job and 

reviewed for completeness and correctness. 
 
 10.2 All records, including a copy of contract drawings, Radiographs and interpretation sheets, 

Ultrasonic Testing Reports, inspection reports, contract review forms, MTR’S, drawing 
logs and RFI’S are maintained in the storage files for at least five (5) years. 

 
 10.3 A job performance review shall be performed to evaluate quality efficiency of the project.  

Efficiency evaluations may be performed during job operations to determine areas of 
deficiency and required action. 

 
11.0 Welding Control 
 
 11.1 All welding will be performed using Welding Procedure Specifications and Welders 

qualified in accordance with AWS D1.1 & D1.5 in addition to any requirement of the 
applicable contract specification. 

 
 11.2 Welding Procedure Specifications - WPS are written and prepared by the Quality Control 

Department and maintained by the Quality Control Manager.  The required test welds are 
made under his supervision, and testing of the required specimens is conducted by a 
qualified testing laboratory.  The report of test submitted by the laboratory is reviewed by 
the Quality Control Manager, who then prepares and certifies by signature and date the 
Procedure Qualification Record - (PQR). 

 
 11.3 Copies of qualified WPS are provided by the Quality Control Manager to the Shop Super 

for use by the Welders.  The Quality Control Manager is responsible for maintaining 
copies of the WPS in the work area and instruction the Welders as to the requirements of 
the applicable Welding Procedure Specification. 

 
 11.4 Copies of all WPS's and PQR's are made available for review and acceptance when 

requested by contract documents. 
 
 11.5 WPS's are revised when there is a change in nonessential variables.  A new WPS is 

prepared and qualified when there has been a change to an essential variable. 
 
 11.6 The Authorized Inspector has the right to request requalification of a Welder when there 

is a reason to doubt the ability for him/her to make sound weldments. 
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11.0 Welding Control Cont. 
 
 11.7 Qualification of Welders and Welding Operators 
 
             11.7.1 All Welders are qualified to the applicable section of AWS D1.1.The Quality               
                         Control Manager is responsible for providing the applicable coupons for testing of 
                         Welders.  He shall assure that they are welded in accordance with AWS  requirements 
                         and are tested by a qualified person. The report of test shall be completed by the Quality 
                         Control Manager.  If acceptable, he shall certify the Welder or Welding Operator by 
                         completing the Welder Qualification Record. 
 
             11.7.2 Welder's Qualification Records are available for review by the Authorized Inspector. 
 
             11.8      Requalification of Welders and Welding Operators are requalified when: 
     a)      A change in Performance Essential Variable occurs; 
     b) They have not welded in the specific process for six (6) months.    
     c) The Authorized Inspector has reason to question their ability to make sound weldments. 
 
 11.9 Maintenance of Welder Qualification is listed on a Welder's Log by the Quality Control 

Manager and maintained by the Quality Control Inspector.  The log identifies WPS's each 
Welder is qualified to perform.  The log will be updated periodicity by the Quality Control 
Inspector to indicate the date each Welder welded in each process during the period. 

 
 11.10 The Quality Control Inspector is responsible for verifying that all Welders are qualified for 

the WPS, prior to welding Contract items. 
 
 11.11 Each qualified Welder is issued a unique number by the Quality Control Manager with 

which to identify each weld he makes.  Each welded joint will be identified with the 
welder's mark on the piece when required by contract. 

 
 11.12 All welding materials are purchased and received as described in Section 5.  Welding 

material is stored in a dry storage place.  Low hydrogen coated electrodes will be 
received and stored in hermetically sealed containers.  When opened, the electrodes will 
be placed in a heated oven maintained at the temperature of 250 Deg F. 
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11.0 Welding Control Cont. 
 
  11.13 Coated electrodes are removed only in quantities sufficient to complete the weld, 

or for a four-hour period, whichever is less.  In the event of work performed to AWS D1.5 
portable rod ovens shall be used to maintain rod temperature to 250 Deg. F. 

 
 11.14 Unconsumed coated electrodes are examined for condition, cleanliness, and 

identification, prior to returning them to the oven for rebaking.  Damaged electrodes are 
scrapped. 

 
12.0 Calibration of Equipment 
 
 12.1 All measurement and test equipment used for Contract items shall be calibrated in 

accordance with this American Welding Procedure AWC-3. 
 
 12.2 All measurement, test, and examination equipment which requires calibration shall be 

identified by marking with a unique Serial Number. 
 
 12.3 The Quality Control Manager is responsible for seeing that all equipment is maintained in 

calibration, unless out of use and clearly marked "NOT CALIBRATED - DO NOT USE". 
 
 12.4 When equipment is found out of calibration, the Quality Control Inspector will tag the 

equipment "DO NOT USE UNTIL CALIBRATED", remove it from the work area and 
arrange for its calibration or replacement. 

 
13.0 Authorized Inspector 
 
 13.1 The Authorized Inspector is an Inspector employed by a State or Municipality of the 

United States or an individual designated by the owner.  The Authorized Inspector may 
wish to witness or verify before fabrication starts.  Work shall not proceed beyond the 
Authorized Inspector "Hold" point until it has been inspected and accepted by the Author-
ized Inspector. 

 
 13.2 The Quality Control Manager is the Company's liaison with the Authorized Inspector and 

is responsible for keeping him advised of the progress of the work so he may make 
designated inspections. 

 
 13.3 The Authorized Inspector shall have access to and be furnished with all drawings, 

calculations, specs, procedures, repair procedures, records, test results, and any other 
documents as are required to perform the Authorized Inspector's duties. 
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14.0 Material Control 
 
 14.1 Requests for quote are prepared from the advanced bill of material by the Purchasing 

Manager. All Contract requirements, including specification and type or grade, special 
requirements, markings and certifications required, and any other contractual require-
ments are identified on the request.  

 
 14.2 The Purchasing Manager prepares the Purchase Order (P.O.) by copying, without 

change, from the approved Bill of Materials/Request for quote. The Purchasing Manager 
then forwards a copy to the vendor. 

 
 14.3 Receiving Inspection shall be performed by providing a copy of the Purchase Order 

identifying the attributes of the material being received.  The Receiver, using his copy of 
the Purchase Order examines the Material for dimensions, marking, condition, and 
quality per ASTM A6.  If acceptable, marks the material with the applicable PO number 
and Job Number if material was ordered for a specific job, and records the information on 
the Purchase Order. 

 
 14.4 Upon completion of the Receiving Inspection, the Receiver releases the material for 

storage or to the shop for fabrication. 
 
 14.5 If any material is found that does not meet all Purchase Order requirements it shall be 

conspicuously marked, segregated when practical and brought to the attention of the 
purchasing manager. 
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 AMERICAN WELDING CO. INC. 
 

LIST OF ATTACHMENTS 
 
1 - Material Control HOLD and REJECTED Tags 
 
2 - Contract Review Form 
 
3 - Contract Document Record 
 
4 - Welder Qualification Record 
 
5 - Receipt Inspection Form 
 
6 - Visual Inspection Form 
 
7 - Visual & Magnetic Particle Inspection Form 
 
8 - Liquid Penetrant Inspection Record 
 
9 - Magnetic Particle Inspection Record 
 
10 - Non-conforming Material  
 
11 - Bolting Inspection Form 
 
12 - Blast & Paint Report 
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