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	The following Generic QC Plan is an example of minimum requirements that should be included in your QC Plan and should be project specific as it relates to the products incorporated into the contract.

The State Construction Offices website has a list of required certifications that are due from whom, and when.  (Click link below, then select either 2007 or 2010 Specification Certification spreadsheet):

http://www.dot.state.fl.us/construction/ContractorIssues/ContractorMain.shtm
(Note:  Addendums to the QC Plan may be incorporated into existing plan as long as it is identified and approved prior to commencing that operation.)

The QC Manager is responsible for all Contractor Quality Control issues as outlined in the Specifications Section 105.  During the construction, the QC Manager is responsible for ensuring that the required inspection, sampling, testing and reporting is performed by the Inspection staff.  They are responsible for the administration and supervision of the staff and coordinating and handling of deficient materials and QC, Verification and Resolution conflicts.  Additionally, revisions to the QC Plan may be required based upon project needs.  Each month, they must ensure the Contractor Certification is completed and submitted.  The QC Manager is responsible to make sure all required Department forms related to daily QC operations are recorded in the Department’s database on a daily bases or in a time as reasonable as possible.




Date

Project Administrator
Florida Department of Transportation

City, Florida
Subject:  
QUALITY CONTROL PLAN 

Financial Project ID:

 FAP Numbers:
Contract Number:
County:
Dear Mr.

The following information is being submitted in accordance with the plans and specifications to comply with an acceptable Quality Control Program.  This Quality Control Plan incorporates the plans and specifications. 
Sincerely,


(Contractor’s Name)

General Information

QCP-5.2 Personnel
QCP-5.2.1 Quality Control Manager - The primary contact for the department on this project is ______________.  In the event of illness or vacation on the part of the primary QC Manager, the alternate QC Manager will be ___________________and all necessary contact information is provided.   Contact information for the QC Manager is as follows:

Name: (Primary)



Name: (Secondary)

TIN:





TIN:
Office:
Office:
Cell:





Cell:
Home:
Home:
E-Mail:
E-Mail:
QCP-5.2.2 Responsibilities - The QC Manager has full control of all matters relating to quality control issues and he reports to ______________________, an officer of _____(Contractor’s Name)_________________.  This person shall supervise the QC staff on the project.  The QC Manager has full authority to act as _(Contractor's name)_____________ agent to institute all actions necessary for the successful implementation of the QC Plan.  This person shall ensure that all QC staff has a copy of the approved project QC Plan.  The QC Manager shall use Department Standard forms to summarize the daily QC program activities including testing and material sampling activities.  The QC Manager will ascertain that all forms are prepared using blue ink and that there will be no erasures.  Only cross outs with initials will be acceptable.  The QC Manager will make available to the Department's representative copies of all completed forms for review upon request.  The QC Manager will also ensure that all QC tests are entered into the Department's database on a daily basis and all QC forms delivered to the Project Administrator within 24 hours after completion of the work.  Each month, he/she will provide a notarized certification of compliance on the Department's Form 700-020-02 and will note all exceptions (and Form 700-020-03 if applicable).  The form(s) will be filled out in accordance with the instructions for that form.
QCP-5.2.3 QC Technicians – The qualified personnel must be on the CTQP list of qualified technicians.  List all technicians with the appropriate TIN for their area of responsibility. Describe how the technician will conform to the requirements of sampling, testing and inspection of materials and construction activities.  The technician’s role and responsibilities will report directly the QC Manager.

QCP-5.2.4 Addendums – The Contractor or QC Manager will be responsible for providing addenda’s such as changes in personnel, Design Mix revisions (Concrete-Asphalt), and material source revisions.  These revisions will need the supporting documents to accompany the addendums and should be sent to the Department either in writing or via E-mail and will not be subject to the approval process outlined in the Specifications Section 105-3.7

PRECAST CONCRETE DRAINAGE PRODUCTS

PCP-5.2.2 Level of Responsibility: The Quality Control Manager as stated in section QCP 5.1 is the primary point of contact for quality control issues on the project. 

PCP-5.3 Raw materials:
PCP – 5.3.1 Sources:
Precast Structures
Plant #

Plant Manager: 

(Plant Address)

Concrete Pipe
Plant #
Plant Mgr:
(Plant Address)
PCP-5.3.2 Certifications: The QC Manager or (name of designee) will verify the raw materials supplier is an approved source to supply drainage products and will obtain a copy of all delivery tickets for the project from producers.  Copies of tickets will be supplied with the Signed Monthly Certification.

PCP-5.3.3
Disposition of Failing Materials:  
PCP – 5.4 Storage facilities for Raw Materials: See Producers QC Plan.

PCP – 5.5 Production Equipment: See Producers QC Plan.

PCP – 5.6 Plant Requirements

PCP – 5.6.1 Plant Identification: See Producers QC Plan.

PCP – 5.6.2 Process Control System: See Producers QC Plan

PCP – 5.6.3 Loading and shipping Control: See Producers QC Plan

PCP – 5.6.4 Types of Products Generated: See Producers QC Plan.

PCP – 5.7 Other Requirements
PCP – 5.7.1 Copy of Certification: N/A

PCP – 5.7.2 Statement of Compliance: The material and processes used in the construction of this project will comply with all quality requirements set forth by the Department including Contract Documents and other Department manuals.

PCP – 5.7.3 Information on Producer’s Quality Control Plan: See Producer’s QC Plan.

PCP – 5.8 Final Manufactured Product – Plant Operations: See Producers QC Plan.

PCP – 5.8.1 Storage -
See Producer’s QC Plan
PCP – 5.8.2 Disposition of Failing Materials – See Producer’s QC Plan
PCP – 5.9 Final Manufactured Product – Field Operations:
PCP – 5.9.1 Transportation: The applicable supplier will deliver product to the job site.  Once product is placed in storage area as addressed in section PCP-5.9.2, a front-end loader with or without forklift attachment will be used to relocate product within job limits.  The product will be secured during transporting to ensure that it is not damaged.

PCP-5.9.2 Storage: Upon arrival at the job site, product will be placed within a designated storage area and precautions will be taken to ensure products are not damaged during off loading or storage.  Should irreparable damage occur during storage the item will be rejected for use on this project.  The length of storage will be minimized to preclude deterioration to the product

PCP-5.9.3 Placement: Final placement of drainage products will be accomplished by accepted construction practices and in accordance with all contract requirements.
PCP-5.9.4 Disposition of Failing Materials: Upon arrival at the project final manufactured products materials will be inspected.  Any drainage products found not to meet FDOT Specification will be identified and marked for removal from project.  The Project Engineer/Administrator will be notified of rejected materials.
PCP - 5.10 Testing Laboratories: See Producer's QCP.
TIMBER PRODUCTS

TP-5.2.1 Level of Responsibility: The Quality Control Manager as stated in section QCP 5.1 is the primary point of contact for quality control issues on the project.
TP-5.3 Raw materials: 
TP – 5.3.1 Sources: Mailbox timber post, fence posts and guardrail blocks.
(Supplier)
Telephone #

Contact: 

(Plant Address)

Plant # 

TP-5.3.2 Certifications: The QC Manager or (name of designee) will verify the raw materials supplier is an approved source to supply timber and will obtain a copy of all delivery tickets for the project from producers.  Copies of tickets will be supplied with the Signed Monthly Certification.

TP-5.3.3
Disposition of Failing Materials:
See Producer’s QC Plan

TP – 5.4 Storage facilities for Raw Materials: See Producers QC Plan.

TP – 5.5 Production Equipment: See Producers QC Plan.

TP – 5.6 Plant Requirements

TP – 5.6.1 Plant Identification: See Producers QC Plan.

TP – 5.6.2 Process Control System: See Producers QC Plan

TP – 5.6.3 Loading and shipping Control: See Producers QC Plan

TP – 5.6.4 Types of Products Generated: See Producers QC Plan.

TP – 5.7 Other Requirements
TP – 5.7.1 Copy of Certification: N/A

TP – 5.7.2 Statement of Compliance: The material and processes used in the construction of this project will comply with all quality requirements set forth by the Department including Contract Documents and other Department manuals.

TP – 5.7.3 Information on Producer’s Quality Control Plan: See Producer’s QC Plan

TP – 5.8 Final Manufactured Product – Plant Operations: See Producers QC Plan.

TP – 5.8.1 Storage -
See Producer’s QC Plan
TP – 5.8.2 Disposition of Failing Materials – See Producer’s QC Plan
TP – 5.9 Final Manufactured Product – Field Operations:
TP – 5.9.1 Transportation: Materials will be either delivered to the jobsite by the producer or brought to jobsite daily in contractor vehicle.
TP-5.9.2 Storage: Timber products will be either delivered to project daily so storage will not be needed, or delivered in bulk from the producer.  If timber products received in bulk, they will be stored in secure location until use.
TP-5.9.3 Placement: Final placement of timber products will be accomplished by accepted construction practices and in accordance with all contract requirements.
TP-5.9.4 Disposition of Failing Materials: Any Timber products with damage that structurally impairs the product will be rejected and removed from the project.  The Project Engineer/Administrator will be notified of rejected materials.

TP-5.10 Testing Laboratories: See Producer's QCP.
METAL PIPE

MP-5.2.1 Level of Responsibility: The Quality Control Manager as stated in section QCP 5.1 is the primary point of contact for quality control issues on the project. 

MP-5.3 Raw materials:
MP – 5.3.1 Sources: 
(Name of Supplier)

Telephone No.
Plant Mgr: 

(Plant Address)

Plant # 

MP-5.3.2 Certifications: The QC Manager or (name of designee) will verify the raw materials supplier is an approved source to supply metal pipe and will obtain a copy of all delivery tickets for the project from producers.  Copies of tickets will be supplied with the Signed Monthly Certification.

MP-5.3.3
Disposition of Failing Materials:
See Producer’s QC Plan

MP – 5.4 Storage facilities for Raw Materials: See Producers QC Plan.

MP – 5.5 Production Equipment: See Producers QC Plan.

MP – 5.6 Plant Requirements

MP – 5.6.1 Plant Identification: See Producers QC Plan.

MP – 5.6.2 Process Control System: See Producers QC Plan

MP – 5.6.3 Loading and shipping Control: See Producers QC Plan

MP – 5.6.4 Types of Products Generated: See Producers QC Plan.

MP – 5.7 Other Requirements
MP – 5.7.1 Copy of Certification: N/A

MP – 5.7.2 Statement of Compliance: The material and processes used in the construction of this project will comply with all quality requirements set forth by the Department including Contract Documents and other Department manuals.

MP – 5.7.3 Information on Producer’s Quality Control Plan - See Producer’s QC Plan

MP – 5.8 Final Manufactured Product – Plant Operations: See Producers QC Plan.


MP – 5.8.1 Storage -
See Producer’s QC Plan

MP – 5.8.2 Disposition of Failing Materials – See Producer’s QC Plan

MP – 5.9 Final Manufactured Product – Field Operations:

MP – 5.9.1 Transportation: The supplier will deliver product to the job site.  Once product is placed in storage area as addressed in section MP-3.9.2, a front-end loader with or without forklift attachment will be used to relocate product within job limits.   The product will be secured during transporting to ensure that it is not damaged.

MP-5.9.2 Storage: Upon arrival at the job site, product will be placed within a designated storage area and precautions will be taken to ensure products are not damaged during off loading or storage.  Should irreparable damage occur during storage the item will be rejected for use on this project. 
MP-5.9.3 Placement: Final placement of metal pipe products will be accomplished by accepted construction practices and in accordance with all contract requirements.  The metal pipe that is partly or entirely covered with concrete will be coated with a bituminous material approved by the engineer as required by specification 430 and the Design Standards.  The material used to coat the pipe will be a cutback asphalt applied with a continuous coating of .004” minimum thickness.
MP-5.9.4 Disposition of Failing Materials: Upon arrival at the project, final manufactured product materials will be inspected.  Any pipe products found not to meet FDOT Specification will be identified and marked for removal from project.    The Project Engineer/Administrator will be notified of rejected materials.
MP-5.10 Testing Laboratories: See Producer's QCP.

 PRESTRESSED CONCRETE PRODUCTS

PSCP-5.2.1 Level of Responsibility: The Quality Control Manager as stated in section QCP 5.1 is the primary point of contact for quality control issues on the project.
PSCP-5.3 Raw materials:
PSCP – 5.3.1 Sources:
Prestressed Beams and Piles
Plant  #

Plant Manager:
(Plant Address)

PSCP-5.3.2 Certifications: The QC Manager or (name of designee) will verify the raw materials supplier is an approved source to supply drainage products and will obtain a copy of all delivery tickets for the project from producers.  Copies of tickets will be supplied with the Signed Monthly Certification.

PSCP-5.3.3
Disposition of Failing Materials:
See Producer’s QC Plan

PSCP – 5.4 Storage facilities for Raw Materials: See Producers QC Plan.

PSCP – 5.5 Production Equipment: See Producers QC Plan.

PSCP – 5.6 Plant Requirements

PSCP – 5.6.1 Plant Identification: See Producers QC Plan.

PSCP – 5.6.2 Process Control System: See Producers QC Plan

PSCP – 5.6.3 Loading and shipping Control: See Producers QC Plan

PSCP – 5.6.4 Types of Products Generated: See Producers QC Plan.

PSCP – 5.7 Other Requirements
PSCP – 5.7.1 Copy of Certification: N/A

PSCP – 5.7.2 Statement of Compliance: The material and processes used in the construction of this project will comply with all quality requirements set forth by the Department including Contract Documents and other Department manuals.

PSCP – 5.7.3 Information on Producer’s Quality Control Plan: See Producer’s QC Plan.

PSCP – 5.8 Final Manufactured Product – Plant Operations: See Producers QC Plan.

PSCP – 5.8.1 Storage -
See Producer’s QC Plan
PSCP – 5.8.2 Disposition of Failing Materials – See Producer’s QC Plan
PSCP – 5.9 Final Manufactured Product – Field Operations:

PSCP – 5.9.1 Transportation: The supplier will deliver product to the job site.  Once product is properly placed in storage area as addressed in section PSCP-5.9.2, a piece of construction equipment capable of lifting the  prestressed product will be used to place it where it will be used.  (Or the prestressed products will be stored on the trailers on which they are delivered and then the trailers will be moved to the area where the prestressed product is to be used.)
PSCP-5.9.2 Storage: Upon arrival at the job site, the prestressed products will be inspected for defects and all defects will be reported to the Project Engineer/Administrator immediately. The product will be placed in a designated storage area and precautions will be taken to ensure products are not damaged during off loading or storage.  Should irreparable damage occur during storage the item will be rejected for use on this project.  The length of storage will be minimized to preclude deterioration to the product.
PSCP-5.9.3 Placement: Final placement of prestressed products will be accomplished by accepted construction practices and in accordance with all contract documents.
PSCP-5.9.4 Disposition of Failing Materials: Upon arrival at the project final manufactured products materials will be inspected.  Any prestressed products found not to meet FDOT Specification will be identified and marked for removal from project.  The Project Engineer/Administrator will be notified of rejected materials.
PSCP-5.10 Testing Laboratories: See Producer's QCP

(If your project contains steel bridge components, movable bridge components, overhead cantilevered sign supports, ladders and platforms, bearings, end wall grates, roadway gratings, metal drainage components, steel expansion joint and components, shear connectors, pipe handrails, galvanized metal products, metal fence, and guardrail, then this section is required in the QC Plan.  Everything in italics below has to be filled in by the contractor in their own words.  If the area is not applicable, then place a N/A next to that section to indicate that the area was not overlooked)

STRUCTURAL STEEL AND MISCELLANEOUS METALS

SSMM-5.2
Personnel:  (Identify personnel that will be involved in this and their TINS)

SSMM-5.2.1 Level of Responsibility: The Quality Control Manager as stated in section QCP 5.1 is the primary point of contact for quality control issues on the project. 

SSMM-5.3 Raw materials: (List types of materials that are used in the project and the source for each material.)
SSMM – 5.3.1 Sources:


Fabricator Name:


Address:


Location:

Plant/Facility #:

Plant Manager:
SSMM-5.3.2 Certifications: The QC Manager or (name of designee) will verify the fabricator is an approved source to supply structural steel and miscellaneous metals and will obtain a copy of all delivery tickets for the project from the fabricator.  Copies of tickets will be supplied to the Department with the Signed Monthly Certification.

SSMM-5.3.3
Disposition of Failing Materials:
See Producer’s QC Plan

SSMM – 5.4 Storage facilities for Raw Materials: See Producers QC Plan.

SSMM – 5.5 Production Equipment: See Producers QC Plan.

SSMM – 5.6 Plant Requirements

SSMM – 5.6.1 Plant Identification: See Producers QC Plan.

SSMM – 5.6.2 Process Control System: See Producers QC Plan

SSMM – 5.6.3 Loading and shipping Control: See Producers QC Plan

SSMM – 5.6.4 Types of Products Generated: See Producers QC Plan.

SSMM – 5.7 Other Requirements
SSMM – 5.7.1 Copy of Certification: N/A

SSMM – 5.7.2 Statement of Compliance: The material and processes used in the construction of this project will comply with all quality requirements set forth by the Department including Contract Documents and other Department manuals.

SSMM – 5.7.3 Information on Producer’s Quality Control Plan: See Producer’s QC Plan.

SSMM – 5.8 Final Manufactured Product – Plant Operations: See Producers QC Plan.

SSMM – 5.8.1 Storage -
See Producer’s QC Plan
SSMM – 5.8.2 Disposition of Failing Materials – See Producer’s QC Plan
SSMM – 5.9 Final Manufactured Product – Field Operations:

SSMM – 5.9.1 Transportation: The fabricator will deliver steel products to the job site.  Once product is placed in a storage area as addressed in section SSMM-5.9.2, a piece of construction equipment capable of lifting the piece of structural steel or miscellaneous metals will be used to place it on a vehicle capable of carrying it to the area it will be used.
SSMM-5.9.2 Storage: Upon arrival at the job site, the structural steel and miscellaneous metals will be inspected for defects and all defects will be reported to the Project Engineer/Administrator immediately. The product will be placed within a designated storage area and precautions will be taken to ensure products are not damaged during off loading or storage.  Should irreparable damage occur during storage, the item will be rejected for use on this project.  The length of storage will be minimized to preclude deterioration to the product.
SSMM-5.9.3 Placement: (Provide information on the erector’s method for placing the structural steel and miscellaneous materials into the project. If the erector is a Sub-Contractor, reference and attach their placement operations within this plan.)  Otherwise provide the following information:

SSMM – 5.9.3-1a Methods for ensuring satisfactory materials and workmanship: Procurement, maintenance and calibration of testing equipment and supplies needed for inspection, measurement, and tests.  Preparation and use of Welding Procedure Specifications (WPS’s) and control of welding consumables.  Proper performance of Non-Destructive Examination (NDE).  Handling of non-conformances, including use of standard field shop repair methods and pre-approved procedures for weld repairs.  Use of the latest approved version of shop drawings and approved erection procedures.
SSMM – 5.9.3.1b Responsibilities of QC Inspectors (QCI): Describe in detail the responsibilities of the QCI’s, including inspecting material, welding, assembly, coating preparation and application, and nondestructive examination.

SSMM – 5.9.3.1c: Inspection and Testing Equipment:  Provide information on method of calibration of all inspection and testing equipment to be used during erection.  Identify where the calibration records will be stored to be readily accessible to Department inspectors.
SSMM – 5.9.3.1d: Welding Procedures and Consumables: Provide procedures for welding control that address the following:
1.
Welding Procedures:
A.
Responsible parties for welding of test plates, witnessing and documenting welding parameters, preparing specimens, conducting testing, and preparing the reports.

B.
Format and use of forms, including the system for numbering or identifying WPS’s.

C.
Responsible party to prepare and submit WPS’s for approval.

D.
Procedure for revision of WPS’s.
2.
Welding Consumables: Establish procedures for control of welding consumables that address the following:
A.
Use of approved consumables

B.
Storage, including inventory and stock rotation

C.
Storage in the field of consumables used for welding fracture-critical and non-fracture-critical members.

D.
Procedures for holding and re-drying Shielded Metal Arc Welding (SMAW) electrodes.
E.
Control for time out of storage oven of SMAW electrodes

F.
Drying and recycling of Submerged Arc Welding (SAW) flux

G.
Storage of SAW flux and electrodes

H.
Storage and moisture control for flux-cored arc welding (FCAW) electrodes.

I.
Storage of Gas Metal Arc Welding (GMAW) electrodes.

SSMM – 5.9.3.1e: Nondestructive Examination: Establish and follow a practice that conforms to AASHTO/AWS D1.5, Bridge Welding Code, and applicable American Society of Nondestructive Testing (ASNT) SNT-TC-1A requirements for each NDE method employed in the field.  Include the following:
1.
Identification of a certified ASNT Level III in the applicable method(s)

2.
A written practice approved by the Level III

3.
ASNT Level II certification of practicing inspectors in the applicable method(s)

4.
ASNT Level I certification of apprentice inspectors, with proper Level II oversight

5.
Applicable code requirements for procedures
Where contracted services are used for NDE, ensure that the NDE agency’s staff also satisfies the applicable ASNT requirements.  Provide a copy of the written NDE practices to the Project Engineer/Administrator of the Department.  Make NDE training and certification records available to the Project Engineer/Administrator for verification prior to using personnel.

SSMM – 5.9.3.1f: Nonconformance Control:
1.
Establish and maintain an effective system for controlling non-conforming material, including procedures for identification, isolation, and disposition.
2.
Establish standard field repair methods.  Standard repair welding procedures must be pre-approved by the Project Engineer/Administrator.

3.
Describe the equipment, inspections, reports, and systems necessary to segregate materials requiring corrective work.

4.
Follow these steps when a problem is identified that will require a repair approved by the Engineer:
A.
Determine the cause for the defect

B.
Initiate appropriate action to prevent additional deficiencies

C.
Submit a written proposal to the Engineer documenting the situation, suggesting corrective actions for repairs or replacement, and, if applicable, recommend alternate methods for subsequent corrective production of the fabricator to avoid further defects.

D.
Provide the Project Engineer/Administrator with copies of appropriate correspondence

E.
Provide the Project Engineer/Administrator with support documentation.

F.
Notify the Prime Contractor’s QC Manager
5.
Reclaim or rework nonconforming materials only in accordance with procedures acceptable to the owner.

SSMM - 5.9.3.1g: Erector Certifications and Qualifications:
1.
Erectors QC Requirements:
A.
Describe certification and qualification requirements for all QCIs.

B.
Describe procedures for qualifying tackers, welders, and welding operators and for updating and maintaining their qualification documentation.
2.
Erector Certifications and Qualifications:

A.
A QCI performing welding inspection must be a Certified Welding Inspector (CWI) or equivalent, in accordance with the Bridge Welding Code.

B.
QCIs performing NDE must have either a ASNT Level II certification or a Level I certification with Level II oversight for the NDE method being applied, in accordance with Bridge Welding Code requirements.

3.
Welder/Welding Operator Qualifications

A.
Document and maintain the following as a minimum:

a.
The name of the position responsible for administering and maintaining documentation on the qualification test program.

b.
The extent to which independent testing laboratories will be employed in qualification

c.
The extent to which the QC organization will be involved in qualification.

d.
The responsible party for selecting and testing qualification plates, authentication of test reports, and the disposition of specimens.
e.
The appropriate forms and records

f.
Erectors’ method for documenting continuing experience 
g.
The erector’s master list of qualified welders, welding operators, and tack welders.

h.
Qualification actions taken when new equipment or consumables are introduced in the field.

B.
Make all welder qualification test results available for the Project Engineer/Administrator’s review.


SSMM - 5.9.3.1h: Erector Documentation:
1.
Describe procedures for maintaining records

A.
Maintain current and complete records of inspections, measurements, and tests.  Shop drawings or standard detail drawings may be used to document inspection.

B.
Make records available to the Project Engineer/Administrator during all work periods.

C.
Document, report, and keep records of reportable non-conformances.  (Minor grinding, paint repairs, etc. do not require documentation).  For nonconformance reports, include at least:

a.
The number, location, and type of deficiencies found

b.
The nature and frequency of any repairs and corrective actions taken

c.
A summary of the dispositions (corrected and approved, or rejected).

D.
For items that require full or partial field assemblies, submit to the Project Engineer/Administrator signed reports of required measurements, indication of compliance or deviations noted, and pictures if available

E.
Provide test reports and summaries of all required NDE to the Project Engineer/Administrator.

2.
Describe handling and control of material certifications, Mill Test Reports (MTR’s), and other records required for material or weld traceability and verification
A.
Review MTR’s for specification compliance and for accuracy, completeness, and specific project applicability

B.
Control, identify, and reproduce MTR’s for steel materials used from the erector’s stock or from warehouse purchases.  Include the MTR’s in the project file and provide them to the Project Administrator.

C.
Correlate piece marks shown on the shop drawings with the correct field item.

3.
Signed statement by the Erector indicating the intent and commitment to follow the QCP.
(If no welding will be done, then so state it as (N/A) in those areas that talk about welding.  But if welding is required to repair area(s) of  nonconformance, then the QC Plan will have to be modified at that time to include those items dealing with welding.  This can be described by attaching the approved repair proposal to the QCP).
SSMM-5.9.4 Disposition of Failing Materials: Upon arrival at the project final manufactured products materials will be inspected.  Any structural steel or miscellaneous metals found not to meet FDOT Specification will be identified and marked for removal from project. The Project Engineer/Administrator will be notified of rejected materials. 
SSMM-5.10 Testing Laboratories: See Producer's QCP or Field testing laboratory if necessary.
Earthwork

EWK-5.2 Personnel

EWK-5.2.1 Personnel: The following is a list of personnel that may be on the project and their qualifications.







Earthwork CTQP

Name

 
Company
TIN


Level of qual.

EWK-5.2.2 Level of Responsibility: The Quality Control Manager is the primary point of contact for quality control issues on the project.  Approved qualified personnel are responsible for inspection of materials and construction activities. The alternate Quality Control Manager would serve as a temporary Quality Control Manager should illness or other unavoidable conflicts occur with the Quality Control Manager.

Earthwork Level 2 Technician will be in responsible charge of assisting the contractor in achieving density in the most accurate and time saving method, by having full knowledge of density theory, Florida Specifications and Design Standards.  Oversee and assist Level 1 Technician with preparation, completion and certification of density logbook.

Earthwork Level 1 Technician will be in responsible charge of checking soil classification to ensure the soil utilized is the same soil on which proctors were acquired.  Take soil samples from pit and/or job-site to lab for sampling, perform nuclear density testing, speedy moisture sampling soils test and reporting results in Density log book. 

EWK-5.3 Raw Materials:

EWK-5.3.1 Sources: 
Base Rock: Base rock will be delivered to site from FDOT Approved Limerock Pit Number________________________.
Borrow Material:  Borrow material will be obtained from _______________.  A separate letter requesting approval from the Project Engineer/Administrator will be provided.
(Borrow Material: Borrow pits are project specific.  New borrow pits need proper approval.  The borrow pits approved for previous projects can be utilize by transferring them to the current project provided the borrow material is available in those pits and the transfer is requested by the contractor.  All borrow material for embankment and pipe backfill, no matter whether it is coming from on site or previously approved borrow pits or new borrow pits, shall be approved by the Project Engineer/Administrator before it is being placed on the current project?).
EWK-5.3.2 Certification: Contractor or its Representative will visually verify that the material is suitable.  Contractor or its Representative will collect the delivery tickets and verify that the material arriving on the project is from the designated source. These tickets will be delivered to the Department representative attached to the Monthly Material Certification.
Delivery tickets will include pit number, DOT Code No., quantity shipped, and language stating “Certified for FDOT” or “Cert. for FDOT”. 

EWK-5.3.3 Disposition of Failing Materials: See EWK-5.9.4

EWK-5.4 Storage Facilities for Raw Materials: Borrow and limerock material will be stockpiled within a designated storage area or placed directly into the open cut.  To ensure these materials are not contaminated or mixed together while stockpiled silt fence and adequate area of separation between materials will be utilized.  (If there is no base rock material used on the project, delete the reference to limerock material from the above statement)
EWK-5.5 Production Equipment: N/A

EWK-5.6: N/A

EWK-5.7 Other Requirements

EWK-5.7.1 Copy of Certifications: N/A  

EWK-5.7.2 Statement of Compliance: N/A – Included in the general statement of compliance.

EWK-5.7.3 Information on Producer’s Quality Control Plan: N/A

EWK-5.7.4 Describe Documentation Procedure

EWK-5.7.4.1 LIMS Data Entry: QC Manager or __(Name of Designee) __ will enter all pertinent information into the LIMS system within 24 hours of the test and as required by Specifications.  Monthly sampling reports will be obtained to verify all samples and results are logged into the Departments LIMS system.  All original records will be stored at____(Name and address)_____.
EWK-5.7.4.2 Quality Control Log Book: (Name of person that will maintain the logbook) will maintain the logbook and the QC Manager shall be the point of contact.  In the event discrepancies are found during the District Density Engineer (DDE) review of the QC Log Book, discrepancies will be corrected immediately and available for recheck by the DDE.  During work operations not requiring densities the logbook will be stored at _________(Name and address)__________.

EWK-5.8 Final Manufactured Product Plant Operations: N/A

EWK-5.9 Final Manufactured Product – Field Operations

EWK-5.9.1 Transportation: N/A

EWK-5.9.2 Storage: N/A

EWK-5.9.3 Placement: Calibration frequency for the Nuclear Gauge and Speedy will be maintained as per FDOT and Manufacturers requirements.  The Department and all QC gauges will be compared at the start of earthwork operations to ensure compliance with specifications.  If a substitution gauge is brought to the project, a gauge comparison will be immediately requested of the Department.  The QC Manager will notify the Project Engineer/Administrator when new materials are encountered and/or additional sampling is required.  All material testing frequencies will be in accordance with the Job Guide Schedule.  In the event of added work testing frequencies will be in accordance with the Departments sampling and testing guide.

EWK-5.9.4 Disposition of Failing Materials: The QC Manager or (Name of designee) will monitor test results for trends and take appropriate action to adjust processes to ensure conformance to specifications.  When material does not conform to the specifications additional testing will be performed.  The QC Manager will report findings to the Project Engineer/Administrator, Contractor Project Manager, Superintendent and the appropriate subcontractor.  Depending on results of materials and upon approval of the Engineer, the Contractor may initiate and submit to the Project Engineer/Administrator for approval an Engineering Analysis Report (EAR) along with a request for the material to be left in place.  In the event that an EAR is needed for the project, an independent lab will be selected and a revision to this QC Plan will be submitted naming the lab for approval seven (7) days prior to use.  A Specialty Engineer, who is an independent consultant or the Contractor’s Engineer of Record shall perform any such analysis.The lab will be accredited and approved to do the testing procedure required for the EAR.  If the material is found not to meet specification and the EAR is not approved, the material will be rejected for use.  The limits of failing materials will be confirmed and will be removed and replaced with material that meets specification.

EWK-5.10 Testing Laboratories: Laboratories that will perform all earthwork related Quality Control testing:

(Name, Lab Number, and address of Laboratory)

Asphalt

HMA-5.2 Personnel: The following is a list of personnel that may be on the project and their qualifications.
HMA-5.2.1 Qualifications:


QC Manager

TIN:
Office:
Cell:
Home:
Nextel:
Email:

Paving Level 1 Personnel:



(Names)




TIN:

Paving Level 2 Personnel:




(Names)




TIN:


Plant Level 1 Personnel:  see Producer’s QCP


Plant Level 2 Personnel:  see Producer’s QCP


Mix Designer:


(Name)



TIN:

In the event the above listed personnel are not available, CTQP qualified personnel will be utilized and the Engineer will be notified within 24 hours with the name and TIN.

HMA-5.2.2 Level of Responsibility: The primary contact for Asphalt Paving and Production will be the Quality Control Manager.  Approved qualified personnel are responsible for inspection of materials and construction activities.  The Alternate Quality Control Manager would serve as temporary Quality Control Manager should illness or other unavoidable conflict occur with the Quality Control Manager.
Paving Level 2 Technician will be in responsible charge of the paving operations.  This individual will also be responsible for monitoring the mix spread rate, monitoring the pavement cross slope, all required reports and documentation, cutting of cores, transporting cores to asphalt lab, and mix temperature of the first five loads and every fifth load thereafter.

Paving Level 1 Technician will be responsible for the pavement infrared temperature, verifying density with a density measuring device, and monitoring the pavement smoothness with a 15 foot rolling straightedge.

HMA-5.3 Raw Materials:

HMA-5.3.1 Source: The following primary plant will be used to provide Hot Mix Asphalt for the project:

Plant #

Secondary location:

Plant #

Asphalt mix design:
SuperPave 9.5 Mix Design
Sources of other products will be from the Qualified Products List, or a certification from the manufacturer will be provided.

HMA-5.3.2 Certification: Mixtures and products incorporated into the project will be in conformance with specifications.  Load tickets will bear approved mix design number and/or producer certification.  The design mixes for this project have been submitted to the State Materials Office for approval.  Copies of the approved design mixes will be submitted under a revision to this plan prior to the Pre-paving Conference.  All subsequent changes to the mix design will result in a change to the QC Plan and must be submitted to the Engineer prior to paving operations in the field.
HMA-5.3.3 Disposition of Failing Materials: see producer’s QC Plan and HMA-5.9.4
HMA-5.4 Storage Facilities for Raw Materials: Hot Mix Storage addressed in Producer’s Quality Control Plan and 330-6.4 and other materials such as ARMI cover stone will be stockpiled and loaded to prevent segregation and contamination.  Asphalt Rubber Binder will be per 336-5.  Prime and tack per section 300”.
HMA-5.5 Production Equipment:  Refer to Producer’s QC Plan.
HMA-5.6 Plant Requirements

HMA-5.6.1 Plant Identification: Refer to Producer’s QC Plan.

HMA-5.6.2 Process Control System: Refer to Producer’s QC Plan.

HMA-5.6.3 Loading and Shipping Control: Refer to Producer’s QC Plan

HMA-5.6.4 Types of Products Generated: Refer to Producer’s QC Plan.

HMA-5.7 Other Requirements

HMA-5.7.1 Copy of Certification: Certifications and delivery tickets for items such as Tack; Prime; Asphalt mix delivery tickets will be in the required FDOT format and will meet FDOT Specification per item.  These tickets will be delivered to the Department representative attached to the Monthly Material Certification.
HMA-5.7.2 Statement of Compliance: The materials and processes used in the construction of this project will comply with all quality requirements set forth by the Department including Contract Documents and other Department manuals.
HMA-5.7.3 Information on Producer’s Quality Control Plan: See section 5.3.1 for list of approved producers.
HMA-5.7.4 Documentation Procedure: All testing reports, cross-slope measurement forms, etc. will be stored at the production facility, and will be made available to Department personnel for review, upon request.  Copies of daily reports will be submitted to the Engineer on a daily basis.  Quality Control information will be entered into the LIMS System at ____(Name and address)_______within 24 hours of the testing being completed.
HMA-5.8 Final Manufactured Product – Plant Operations


HMA-5.8.1 Storage: Not Applicable. See Producer’s QC Plan.

HMA-5.8.2 Disposition of Failing Materials: See Producer’s QC Plan.

HMA-5.9 Final Manufactured Product – Field Operations

HMA-5.9.1 Transportation: Trucks hauling Hot Mix will be of tight construction which prevents the loss of material, and will be equipped with a tarpaulin or waterproof cover mounted in such a manner it can cover the entire load.  The trucks will be cleaned of all foreign material, and coated with a soapy solution or release agent.  The bed of the truck will be equipped with a hole for measuring the temperature of the mix.

HMA-5.9.2 Storage: N/A
HMA-5.9.3 Placement:  See HMA – 5.9.3.5

HMA-5.9.3.1 Milling: Milling will be accomplished with equipment according to specification 327-2 and will conform to the requirements of specification 327-3 and 327-4.  The milled cross slope will be verified at a frequency of at least every 250 feet unless modified in writing by the Department.  Emphasis will be made for proper texture and ride wherever necessary.

HMA-5.9.3.2 ARMI: Monitor per 341-4, 5 and 6 and adjust as necessary to maintain application rates
HMA-5.9.3.3 Preparation: Prior to application of tack material, the existing surface will be cleaned of all foreign material, which might prevent proper bond over the full width of the application.  Attempts will be made to minimize tack drop-off coming from truck tires, or mix droppings on the pavement surface prior to paving.

HMA-5.9.3.4 Prime and Tack: Tack material will be verified by verifying the spread rate for each application.  Adjustments to the application will be made to maintain the spread rate within the specified range.  (Monitor per Specification 330-4.)
HMA-5.9.3.5 Paving: Paving will be accomplished using properly maintained equipment meeting specification 320-5 and monitor paving operations per Specification 330-2.2 (temperature, slope, mix spread rate), and placement requirements per Specification 330-3, 9,11,12 and 13 with emphasis on uniformity and smoothness.  Reasonable attempts will be made to make smooth transitions at bridge approaches, manholes, and joints.  Will immediately cease transportation of asphalt mixtures from the plant when rain begins at the roadway.  Will not place asphalt mixtures while the rain is falling, or when there is water on the surface to be covered.  Once the rain has stopped and water has been removed from the tacked surface to the satisfaction of the Engineer and the temperature of the mixture caught in transit still meets the requirements as specified in 330-9.1.2, will place the mixture.
HMA-5.9.3.6 Compaction: Compaction will be achieved using an adequate number of properly maintained rollers meeting applicable sections of 320-5.3.  The compactive effort will be adjusted to control and achieve density as referenced in 330-10.  Specification 330-10.1.2 is not applicable in SuperPave asphalt paving.  Care will be taken not to over compact the pavement layer or use no more force than necessary to achieve density.  In areas where density testing is not required, the following rolling pattern is proposed to be done using the following equipment and coverages:

Roller 1:
(type and weight)


Coverages:

Roller 2:
(type and weight)


Coverages:
This proposed rolling pattern will be reviewed by the Engineer for approval and documented immediately after completion.  Informational cores will be taken at 3 cores per day or as directed by the Engineer to determine the initial optimal density in these areas.  (Contractor shall provide his means to identify how he is to monitor these areas and what will cause the paving to be stopped in these areas and a new rolling pattern established.   Could say something similar to:
DENSITY:

Five nuclear density tests will be performed once the rolling pattern is established. These five test results will be averaged and recorded as the rolling pattern target density on the appropriate form.

The pavement density will be monitored at a minimum frequency of one nuclear density test per 1500 feet of pavement or a day’s production, whichever is less. The density test results will be documented in the remarks section of the “Roadway Daily Report of Quality Control”.
If the daily average density varies by more than 0.080 Gmb (5 lbs / cu. ft.) from the rolling pattern target density the rolling procedure will be reviewed and a new, engineer approved pattern will be developed if necessary.)
Changes in rolling pattern will be done as modifications to the QCP with approval by the Engineer.  In the event that the rolling pattern deviates from the approved procedure, placement of the mix will be stopped.
HMA-5.9.3.7 Friction Courses: Will meet requirements for various Friction Courses listed in 337, including process control per 337-5 and roadway acceptance per 337-7, with emphasis on uniformity, smoothness, and density as required.  Care will be taken not to over compact mixes and crush aggregate particles in final surface.


HMA-5.9.4 Disposition of Failing Materials: Failing materials will be handled per 334-9 Low Pay Factor Material, 330-6.3 Mix Temperature, 330-6.5 Contractors responsibility of Mixture Requirements, and 330-12 Surface Requirements.
If mix, as determined by the Paving Level 2 Technician, appears to be out of specification, the following steps will be taken:

HMA-5.9.4.1:  Rechecking and/or retesting sample to validate test result and/or calculations.  (As deemed necessary, an additional sample may be taken and tested to compare results.)  (Provide information in this area on how the contractor will address Process Control failures.  Suggestion: At the roadway, should nuclear density tests indicate we are not getting optimum density, we will stop paving operations and determine what the problem may be.  We will then change the rolling pattern to achieve the required optimum density.  The Project Engineer/Administrator will be notified so that he can document the change in the rolling pattern.)
HMA-5.9.4.2:  If the Composite Pay Factor is between 0.75 and 0.80 and upon approval of the Engineer, an Engineering Analysis Report (EAR) may be initiated.  This evaluation will be in accordance with 334-9.4.  The lab selected to perform the EAR will not be working on this project for the FDOT performing verification or working for (Contractor’s Name) performing CQC testing.  The name of the lab chosen to perform the analysis will be submitted to the Engineer for approval prior to engaging their services.  The lab will be accredited and approved to do the testing procedure required for the EAR.

HMA-5.9.4.3: Will implement remedial action(s) (if necessary) to correct the problem.  Will include notations on daily reports of any changes in process.

HMA-5.9.4.4: Will notify the QC Manager if necessary.

HMA-5.9.4.5: Will notify the Engineer if the results exceed limits described in Section 334-7 or 334-9.

HMA-5.10 Testing Laboratories: The laboratory providing testing for this project is:

Prime lab:
Secondary lab:
Labs used for Quality Control testing will meet the requirements of section 330-2.3.2.  In the event the above labs are unavailable for testing, a laboratory (approved through the Department’s Laboratory Qualification Program) will be used and the Engineer will be notified within 24 hours.  (Provide the Name, Lab Number, telephone number and address of all labs)
Concrete
CNC-5.2 Personnel

CNC-5.2.1 Qualifications: The following is a list of personnel that may be on the project and their qualifications.








Conc. CTQP

ACI 

Name

 
Company
TIN


Level of qual

 level

CNC-5.2.2 Level of Responsibility: The primary contact for the department on this project is the Quality Control Manager.  Approved qualified personnel are responsible for inspection of materials and construction activities.  The following personnel are authorized to accept or reject the concrete being placed on the referenced project:

(List CTQP qualified personnel here) 
Level 1 – This level will check the plastic properties of the concrete which will include, but not be limited to, slump, temperature, air content, water-to-cementitious materials ratio calculation, and making and curing concrete cylinders.  Duties will include initial sampling and testing to confirm specifications compliance prior to beginning concrete placements, ensuring timely placement of initial cure and providing for the transport of compressive strength samples to the designated laboratories.  This level will also be responsible for all reports and documentation.
Level 2 – On major bridge projects, this level technician will be present on the jobsite during all concrete placements.  Prior to the placement of concrete, the technician will inspect the element to be cast to ensure compliance with Contract Documents.  The duties will include ensuring that concrete testing, inspection, and curing in the field is performed in accordance with applicable Contract Documents.

CNC-5.3 – Raw Materials
CNC-5.3.1 Source

Primary Plant:
Concrete Location

Class/PSI

Environment

Mix Design#

CNC-5.3.2 Certification: The Quality Control Manager or (name of designee) will verify that the concrete plant is an approved source to supply and produce concrete.  The Quality Control manager will obtain a copy of all approved mix designs from the producer.
CNC-5.3.3 Disposition of Failing Materials: See Producer's QCP

CNC-5.4 Storage Facilities of Raw Materials - Not applicable, as no storage of concrete will take place on this project.

CNC-5.5 Production Equipment: Refer to the Producer’s QC Plan.

CNC-5.6 Plant Requirements
CNC-5.6.1 Plant Identification: Refer to Producer’s QC Plan.

CNC-5.6.2 Process Control System: Refer to Producer’s QC Plan.

CNC-5.6.3 Loading and Shipping Control: Refer to Producer’s QC Plan.

CNC-5.6.4 Types of Products Generated: Refer to Producer’s QC Plan.

CNC–5.7 Other Requirements
CNC-5.7.1 Copy of Certification: N/A

CNC-5.7.2 Statement of Compliance: N/A

CNC-5.7.3 Information on Producer’s Quality Control Plan: Refer to the Producer’s QC Plan.
CNC-5.7.4 Describing Documentation Procedure:
The Quality Control Managers or (name of designee) will be responsible maintaining paperwork documentation.  All documentation for concrete shall be kept at_______(Name and address)_______________  Quality Control information will be entered into the LIMS System at____(Name and address)__________ within 24 hours of the testing being completed.

CNC-5.8 – Final Manufactured Product – Plant Operations: 
CNC-5.8.1 Storage - See Producer's QCP

CNC-5.8.2 Disposition of Failing Materials - See Producer's QCP

CNC-5.9 Final Manufactured Product – Field Operations

CNC-5.9.1 Transportation: See Producer’s Plan. All material will be delivered to project in an approved method.

CNC-5.9.2 Storage: No Storage of concrete will take place on this project.
CNC-5.9.3 Placement: The following methods may be used for placement of concrete.  All personnel listed in section 3.2.1 and 3.2.2 are authorized to test concrete and/or make any necessary adjustments to concrete.  All approved adjustment will be within FDOT Specifications.
Concrete Location



Method of Placement
The following checked item will be taken into consideration and utilized and needed on the project:
__(Mass pour information if required name your specialty engineer if 
applicable.  Note:this may be submitted as an addendum)__

__(Cold weather concrete information if required)____

__(Weather Protection for Concrete Pours with method of protection__

__(Other information such as curing of the concrete that may be specific to the project)____

CNC-5.9.3.1 Screeding of concrete: N/A
CNC-5.9.4 Disposition of Defective Materials: For all defective materials, the following process will be followed:

CNC-5.9.4.1 Notification: The Project Engineer/Administrator will be notified.

CNC-5.9.4.2 Investigation/Analysis: Request of verification test results will be obtained.  Communication with the producer and field personnel will occur to determine what caused the failure to occur, and what will be done different in the future to insure this will not happen again.  Depending on results of materials the Contractor may initiate, with the approval of the Engineer, an Engineering Analysis Report (EAR) along with a request for the material to be left in place.  In the event that an EAR is needed for the project, an independent lab will be selected and a revision to this QC Plan will be submitted naming the lab for approval seven (7) days prior to use.  The lab selected will not be working on this project for the FDOT performing verification or working for _________(Contractor's Name) _______performing CQC testing.  The lab will be accredited and approved to do the testing procedure required for the EAR.
CNC-5.9.4.3
Disposition: Information will be provided to the Project Engineer/Administrator advising of the current state of the material such as compressive strength test results.
CNC-5.9.4.4 Corrective/Preventive Action: A report will be supplied to the Project Engineer/Administrator advising of the proposed corrective measures.  In the event that required corrective actions or pay reductions are mandated by the specification, they will be implemented.  Communication with the producer and field personnel will occur to determine what caused the failure to occur, and what will be done different in the future to insure this will not happen again.

CNC-5.9.4.5 Severe and/or repeated failures: Severe or repeated failures will require revision to the above process to be in writing.

CNC-5.10 Testing Laboratories Laboratories that will perform all concrete related Quality Control testing:

Primary Laboratory:

Lab #

Secondary Laboratory:
Lab # 

(Provide the Name, Lab Number and address of the lab)
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