Division 5 - Metals

Structural Steel

REPETITIVE DEFICIENCIES 

1.
Structural steel members are carelessly handled during delivery to the site.  They are often thrown off the truck or train car and piled in such a manner as to cause distortion in the members.

2.
Structural steel piled in direct contact with the ground.

3.
Metal angle lintels, mechanical and electrical structural members and other members are not prime-coated when they come on the job site.

4.
Rusty areas of steel were not touched-up when noted.

5.
Plumbing, bolting, and grouting of beams and columns not completed before applying dead loads.

6.
A proper procedure for high strength bolting was not used and control of the bolts tension was not present.

7.
Washers were not used where required.

8.
Retightening of H.S. bolts was not accomplished.

9.
Steel bar joists installed with less bearing than specified.

10.
Loads applied from bottom cord of bar joist and not at panel point. Also, more than 50 lbs hung from panel point without approval.

11.
Changes made in erection of pre-engineered metal building without written approval of manufacturer.

12.
Coated steel decking, siding, and roofing stored in a way to allow moisture between sheets causing white rust.

13.
Dimensions of welded structural members are not within the permitted tolerances.

14.
Insufficient guying of structural steel during erection.

15.
Tensioning methods not clearly understood by workmen.

16.
Do not make design changes in the field.

17.
Anchor bridging prior to loading steel joists.

18.
Do not apply any construction loads to bridging.

Welding 

REPETITIVE DEFICIENCIES 

1.
Welders and control personnel cannot read the drawings (symbols).

2.
Control personnel do not have the reference code specified in the contract.

3.
There is no approved welding procedure.

4.
Low hydrogen is not kept dry at all times.  Also, no oven is being used or the oven being used is not being maintained at a temperature between 250½F and 400½ F.  A Hobart 718 equals an AWS E-7018 requires 220 ½ F to 35O½F.  Reconditioning is 350½F to 400½F for 1 hour.

5.
Welding equipment is set at a higher amperage than is included in the approved procedure.

6.
The welder is not qualified, his certificate is outdated, or he is at a position that he is not qualified for.

7.
The welder not identifying his welds per contract or applicable code.

8.
The joints are not properly fitted up (wide gaps).

9.
Ragged cut joint preparation (torch used).

10.
Weld size is not closely controlled-oversized or undersized-legs of weld not equal in size.

11.
Distorted material caused by sequence of welding or firmly securing material.

12.
Filler rods used to fill wide joints.

13.
Non-approved tack welds used in finished welds.

14.
Poor weld quality gaps undetected. (Visual weld inspections not made or not frequent enough.)

15.
Required nondestructive testing not accomplished (coverage).

16.
Welders not being retested and requalified when the quality of their work is question​able, and there is doubt as to the welders' proficiency.

17.
Welding rods approved for use, or used on the job, are not the same size, strength, flux or coating and position as specified or required by the approved welding procedures.

18.
The required preheat is not applied to the base metal before welding.

19.
Required 100% penetration groove welds not being obtained.

20.
Welding is incomplete at the ends of the joints.

21.
Inadequate cleaning of surfaces to be welded.

22.
Poor tack welds obtained and tack welding performed by unqualified welders.

23.
Welds and scarred areas in decking not touch-up with manufacturers recommended paint.

24.
Holes burnt into steel deck during fastening of decking.  Also, decking not fastened securely.

