STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File#: 69.25B
(707) 649-5453 ' '

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Shanghai, China - Changxing Island Report No: NCR-000015
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 07-Nov-2007
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0013

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other []  Component: Orthotropic Box Girder - Bottom Plate

Procedural [ Procedural [ Descripton:

Description of Non-Conformance:

ABF dlowed ZPMC welding personnel to weld T-Stiffeners to Orthotropic Box Girder (OBG) bottom plate,
panel 42-A, without removing the paint from the weld joint area.

Thisitem of concern was previoudly discussed with ZPMC Quality Control (QC) personnel Ding Long on
Tuesday, November 6, 2007 to which Mr. Long stated the paint in the weld joint areawill be removed prior to
welding.

Applicablereference:

American Weld Society (AWS), D1.5-2002 standard, Section 3.2 Preparation of Base Metal

Who discovered the problem:  Caltrans QA Inspector Jim Cochran

Name of individual from Contractor notified: ABF Representative Art Peterson

Time and method of notification: 0900 - Verbal

Name of Caltrans Engineer notified:  Keith Devonport

Time and method of notification: 1000 - Verbal

QC Inspector's Name: ABF Representative Art Peterson

Was QC Inspector awar e of the problem: [J Yeslvl No

Contractor's proposal to correct the problem:

Complete 100% Magnetic Particle Inspection on the affected welds.

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Patrick Lowry,916-227-5719, who represents the Office
of Structural Materials for your project.

I nspected By: Cochran,Jim Quality Assurance I nspector
Reviewed By: McClary,David QA Reviewer

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 1



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gltrans Tel: 510-622-5158 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: American Bridge/Fluor Enterprises, a vV Date: 06-Nov-2007
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Michael Flowers  Project Executive Document No: 05.03.06-000075
Subject: NCR No. ZPMC-0013

Reference Description:  Welding electrode used on 89m Strut Sub-Assembly not in compliance

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved - No Response Required.
Material Location: Lift:
Remarks:
Originally sent by State |etter 05.03.01-000795
Action Required and/or Action Taken:

Transmitted by: Keith Osantowski Sr. Engineer
Attachments: ZPMC-0013

cC:
File: 05.03.06

ol " 05.03.06-000075,NCT

Pagelof 1



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge - FL U O R : PLO. BOY 23223 Oakland, CAG4623

Phorne (5100 4119-01 20 F Fax (51072239 -0666

A JOINT VEMTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstructure Datect 08-Dec-2007

333 Buma Rosd Contract Ho: 04-0120F 4

Okl &l LA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineer Docunent Ho.: ABF-HPRAO00003 Rev: DO
Ref: 05.03 05-000075

Subject  NCR Mo, ZPRMC0013

Contractor's Proposed Resolution:
Reference Resolution: IPMC removed the lower strength filler metal and replaced with the higher strendth filler metal EQ018.

Wrang filler metal used. Dissimilar welds of Grade 345 to Grade 435 for the Strut Subassem blies require the higher strength filler metal to be
uzed. Contrary to contract documents ZPMC usad the lover strength EYO1E filler metal. ZPMC has generated anintemal MCR, removed the
lower grength filler metal and replaced with the higher strendgth filler matal EQ01 5.

Submitted by Flowers, Mickael
Atachment(sp; ABF-NPR-O0000SR00, ASF-MP R-000005-01

Caltrans’ comments: Status:  Approsed
Date: 24-Mar-2003

See State Letter 05.03.01 0014086

Submitted by Pursell, Gary Date:  22-Feb-2005
Attachment(s): 03.03.01-001406

Fape lafi

a0



(BB) " ELUOR.

A JOINT VENTURE

375 Burma Road
Oakland, CA 94607 USA
Phone 510-808-4600

Fax 510-808-4601

15-Feb-2008

Mr. Gary Pursell

Resident Engineer

California Department of Transportation
333 Burma Road,

Oakland, CA 94607, USA

PROJECT: San Francisco Oakland Bay SAS Bridge Superstructure
Caltrans Contract No. 04-0120F4
ABF Job No. 660110

SUBJECT: RESPONSE TO NCR-11, 12 AND 13

Gentlemen:

ABF-CAL-LTR-000446

American Bridge / Fluor Enterprises Inc. a Joint Venture (ABFJV) acknowledges receipt of the Department’s
Letter No.05.03.01-000795 dated November 6, 2007 forwarding the Department’s Non-Compliance Reports NCR-

0011, 0012 and 0013.

The attached documents is the response to NCRs 0011, 0012 and 0013. Based on the attached ABFJV is
requesting written confirmation from the Engineer that NCRs 0011, 0012 and 0013 are closed.

If you need any more information, please call Chuck Kanapicki at (510) 808-4609.

Sincerely,

J N BRIDGE/FLUOR ENTERPRISES, INC. A JOINT VENTURE

Michael Flowers
Project Director
MF/CK/cc

File: 02.01, 15.04

ABF Building San Francisco Bay's New Signature Suspension Bridge




\B) Baee " FLUO R

A IDENT N RNTURE

3740 Pudong Na.:‘tlu
Shanghai, China 200120
LETTER OF TRANSMITTAL
To: California Dept. of Transportation |Transmittal No; TL-08-0114
666 Feng Bin Road, Rm. 708 Date: 1/9/2008
Changxing Island, Shanghai
Attention: Mr. Dave McClary
Project: S.F.0.B.B.
Job # 04-0120F4
Enclosed:
Qty. Item Qty. Item
For Approval
1 ZPMC Transmittal TL-000513/000514/
000515/000516 7
Response to NCR-11/ 12/ 13 & 36
A
A7

Sender: Q’JL—\\ = Date: \fg] 0¥ IRecipient: q,erf?‘!}% Date: 4 - ,TM.M

Please indicate receipt of the above mentioned items by signing and returning this transmittal to sender. ZN 3—9
7




(0B = ELuor,

A JOINT VENTURE

Page 1 of 3

Date: 08 December 20()/8/7 %fpﬁ
To: Gary Pursell

From: Steve Lawton

Contract No. 04-0120F4

Dear Gary Pursell
Caﬁ' WZ’
2D

NCR’s 11,12, 13, and 16~

This letter is issued to provide formal response addressing the proposed
resolution to each of the mentioned NCR’s for Engineer’s review and
approval.

NCR-000011 - Inspection status of fit-up not physically marked on part.

No documentation available at the work area that the fit-up

was inspected prior to welding. Physical marking of “Fit-up
OK” was not present on part.

ZPMC has acknowledged that the marking was not present
on the part, however was able to produce records indicating
that the fit-up was inspected. ZPMC has generated an
internal NCR to document this non-conformance.



Page 2 of 3

NCR-000012 - 114M Mock-up
Rejects in Stiffener to Skin Plate welds exceeded 10%,
repairs were made contrary to contract requirements.

ABFJV has reviewed the Mock-up section of the Special
Provisions with ZPMC to gain understanding of this
requirement which is different from the requirements for
production. Both ABFJV and ZPMC now understand this
requirement. ZPMC initiated an internal NCR to address
this nonconformance. ZPMC also conducted internal tests
and has submitted a plan to improve weld quality. Attached

for review is the ZPMC Internal NCR and the written plan to
improve weld quality.

NCR-000013 - 89M Mock-up.

Wrong filler metal used. Dissimilar welds of Grade 345 to
Grade 485 for the Strut Subassemblies require the higher
strength filler metal to be used. Contrary to contract
documents ZPMC used the lower strength E7018 filler metal.
ZPMC has generated an internal NCR, removed the lower

strength filler metal and replaced with the higher strength
filler metal E9018.



Page 3 of 3 7}}[)(60)&9

NCR-000016 - OBG SPCM Floor Beams Lift

SPCM material being used’in production was found to not
have been che\ckj&; ed contrary to contract requirements.

ZPMC has gerierated an internal NCR addressing this issue.
igr material was immediately placed on hold
1t material was located in the receiving inspection

ee attached documents

With the above response, ABFIV considers the NCR’s mentioned as closed.

If further clarifications are needed, please contact me.

WA

Steve Lawton
Foreign Quality Assurance Manager




TL-000515

(ZPMC TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE

DATE: 12/24/2007

TO: RUBY/ ABFIV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT: NCR(NCR-000013) FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL AND SUBMITTAL TO CALTRANS.
ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE FOR CLOSURE NCR (NCR-000013).
(2) COPY OF NCR WITH NUMBER NCR-000013

(3) COPY OF NCR-CT-003
(4) COPY OF WPS

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:

e
e 12/ w7 35300

PLAN HOLDER DATE
ALY
COMPANY ‘ PHONE NO.

PLAN NUMBER: N/A
#R787-QCP-102



' No.052

(ZBME | pTTER OF RESPONSE

DATE: 2007.12.21

To: AB/F Steve Lawton

From: ZPMC Yang Xuehui

Subject: Response to CT NCR-000013

Mr. Lawton:

ZPMC has generated internal NCR-CT-003 in Response to NCR-000013, Regarding weld with the
under matching E7018 electrode, ZPMC has repaired all the welds as according to the approved
CWRO019-CWRO024. )

Attached you will find a copy of ZPMC internal NCR, documented training and
CWROI19-CWR024.

If further information is needed, Please contact me.

Sincerely

Yang Xuehui
aw?, e




STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Slructural Malesials *
Quality Assuranca-and Source Inspection

Contract #: 04-0120F4
Bay Area Branch S

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.9/14.3.0.0/1.6
Vallgjn, CA 94532-1133 ) Fﬂﬁ #: - 69.25]3

(707) 648-5453 _ ; R

(707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: ZPMC Changxing Island - Shanghai, China Report No: NCR-000013
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 15-Oct-2007
Submitting'Cnntrag:tor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: NCR-000013

Type of problem:
Welding Concrete [ Other ([

Welding Curing Ll Procedural (1  Bridge No: 34-0006

Jointfitup [0 Coating [0 Other [J  Component: Mock Up 89M

Procedural [1 Procedural [ Descripton:

D’escﬁp'tioh of Non-Conformance:

American Bridge/Fluor Enterprises, a J'V, allowed ZPMC welding personnel to weld parts of 89M Strut
Sub-Assemblies MUSB-MA25 and MUSB-MAZ26 with an electrode notin compliance with contract
specifications. The material welded was ASTM A 709M GR345 to ASTM A709M GR485. The Coniract
Drawings Sheet numbers MUSB-MA25 and MUSB-MA26, specify in'Note 2 "Filler metal matching the higher
strength of base metals shall be used”. The filler metal actally used was E7018. ZPMC had posted and was
following ZPMC approved Weld Procedure Specification (WPS) WPS-B-T-U3b-2 which was for welding the
same materials, but in an undermatching condition. The Contract Drawings specified an overmatching
condition. The parts in 89M Sub-Assembly MUSB-MAZ25 which were affected were: piece marks mp209-1 to
p516-1 and mp209-2 to p316-2. The parts affected in 89M Sub-Assembly MUSB-MA26 were: piece marks
mp517-1 through mp517-4 to p1114-1 through pl114-4. There were 6 weldments in total which were welded
with the undermatchin g E7018 electrode.

Applicable reference:

Shop Drawings Sheet Number MUSB-MA25 and Sheet Number MUSB-MA26

Who discovered the problem: QA Inspector and ABF QA Manager

Nnme ofindividual from Contractor notified: John. Hamer and Steve Lawton

Time and method of notification: 1000 - Verbal

Name of Caltrans Engineer notified:  Stan Ku, Senior Bridge Engineer

Time and method of notification: 10/ 15/2007,.1300 verbal

QC Inspector's Name: LiXiu Yang

Was QC Inspector aware of the problem: O Yes 7] No

Contractor's proposal to correct the problem;

Comments:

This report js for the purpose of determining conformance with the contract docurments and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
conceming repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the

ﬁ:;_ TL-15,Qitaliyy Assurance — Now-Conformance Reparr PagsFofd



QUALITY ASSURANCE — NON. ~CONFORMANCE REPORT

{ Continued Page 2 of 2 )

Office of Structural Materials for your project.

Inspected By: Franco,Charlie Quality Assurance Inspector

Reviewed By:  Cochran,Jim QA Reviewer

'ﬁz TL-15,Quality Assurance - Non-Conformance Report Puge2 of 1




@ , Nonconformance Report

TFETHR S
Project Name: S.F.O.B.B ’ NCR Number:
T & F: KEMMAFRE AT NCR %i5: NCR-CT-003
Item: 89M STRUT SUB-ASSEMBLY | Item Number: Drawing Number:
A FRAIR: 80M B TR #5: ElS: MUSB-MA25, MUSB-MA26
Location: 89M Mock Up Date:
fir & 89 JKHIRI B EE.E 2007-10-15
Description of Nonconformance:
AFFETREHR:

In 89 Mock up section, the strut sub-sections mp516 and p209, mp517 and pl114 made the A709M-345+HPS
485W butt joint. Because the grade of main material is different, drawing requires™filler metal matching the
higher strength of base metal shall be used”. Workers used WPS-B-T4211-B-U3b-2, the ﬁller metal grade is
E7018-1, which is different with drawing requirements,

BOM 1 T £ b5 5 T 45 A 6 mp516 5 p209 (2 4D, mp517 5 pllld (4 ) HAHBRFHEH
AT09M-345+HPS 485W XjHe, 15 B Sk 41 75 #f B B A ﬁ&‘ﬁ&‘]f&ﬁ*ﬁ MLAd, DLHBEFKA
WPS-B-T-4211-B-U3b-2, ﬁ;@e?‘ﬁﬁmﬂﬂﬂh an T BB ERART .

Work By: 21 £., Prepared by: gﬂ W!Re\newed by QCE: &g_:] wn 2667105
ML & 207 SR TR

do
O Drawing Error [O Materml Defect [1  Fabrication Error [ Other
GRS HEMRIE R R HABREA
Disposition: O Useasis ® Repair O Reject
4bFRESIE: [Bl/H B EiELd
Recommendation:
i

Material for Shear Link shall be welded with matching filler metal in the case of matching base materials, in the

case of dissimilar base metals, welds’shall be welded with the higher strength weld filler material ‘per drawing
MUSB-MA25&MUSB-MAZ26 shall be used.

Remove all E7018 filler metal from weld joint by air arc and grinding, prepare weld joint in according with the
approved weld procedure WPS-B-T-4221-B-U3b-2.

Fit, tack and weld in ageording with drawing and WQCP requirements using WPS-B-T-4211-B-U3c-S.

Prepared by: oA A pteNMA__, _++ Approved by QCA: \ 9 e o)
s [ ! D pRemie o
Reason for Nonconformance:

AFERE:

Welding supervisor did not review drawing thoroughly and did not assign welder the correct WPS for the work,
QC did not review drawing requirements thoroughly, therefore inspecting to the wrong requirements,

Prevention of Re-occurrence:

T ,

If drawings were reviewed thoroughly by production and QC, this non-conformance would not have occurred.

ZPMC QA will verbally notify and perform documented training of personnel involved with this
non-conformance to prevent re-occurrence,

Approved by/itE: >/(f‘ﬁ jﬁfﬂl&@ﬂj WA Y

Technical Justification for Use-As-Is/Repair: [0 Attachment (1 Non-attachment
Ie F BRE 8 AU B AR ERS b

See attachment

Reviewed /HE7E: LM WG"‘"] n &}07 (0 fr

Verification: & Acceptable 0 Unacceptable
Az TE& ATEZ

Verified by QCUBAHiA: %& 7 Jun i 12270 Reviewed by QCA/FtR H4E 8 #4: ﬂgﬁmg ool n-

#R787-QCP-1300



@ Nonconformance Report

TRHETRE
Project Name: S.F.0.B.B NCR Number:
T B 2 #R: 3% B N K HY NCR 45 NCR-CT-003
Item: 89M STRUT SUB-ASSEMBLY | Item Number: Drawing Number:
L FRHR: 8OM TR 5 ElE: MUSB-MA25, MUSB-MA26
Location: 89M Mock Up Date:
frE: 89 KHLMEL H#i: 2007-10-15
Description of Nonconformance: :
AR-ETURE R

In 89 Mock up section, the strut sub-sections mp516 and p209, mp517 and pl114 made the A705M-345+HPS
485W butt joint. Because the grade of main material is different, drawing requires”filler metal matching the
higher strength of base metal shall be used”. Workers used WPS-B-T-4211-B-U3b-2, the filler metal grade is
E7018-1, which is different with drawing requirements.

8OM MR BB F ARk mp5l6 5 p209 (2 ). mp517 5 plll4 (4 ) MARHMHEH
ATOOM-345+HPS 485W X 8, WEERMAMENAIEEmOEAHER, RHREXA
WPS-B-T-4211-B-U3b-2, HIEFE&MERH E7018-1, 5 BIBRAF .

Work By:_ 0.y, Prepared by: Zhao Cheﬂ SUNReviewed by QCE: E;A_.: ,;m M?!ﬂ €
Hi T W:% :6 Mg 209000 RETEHE:

O DrawingError [0  Material Defect [1  Fabrication Exror O Other

B 4R R - PARHR K ‘ wlfEER SEAth JR ER
Disposition: O Useasis B Repair [0 Reject
Ab B i [l BB EiELd
Recommendation:

B

FENEA R & T, W A RS A B B TR . 1R 4R jﬂ%ﬁﬁﬁ%ﬁa’—-%‘i—%& & FE
4% MUSB-MA25&MUSB-MA?26.

TR E7018 BF SN IEEIFTE, ?Eﬁ%fttfiﬁﬁﬁ WPS-B-T-4221-B-U3b-2 #E & 74343k,

HRYE WQCP E:R ) WPS-B-T-4221-B-U3c-S #HEATHERD . ERBREE.

Prepared by: A’ 23] ",E” oL Approved by QCA: _ v & of.le.i¥

% AR

Reason for Nonconformance:
A EHA:
FEHERL RIRE TSN ZEL, I ERH RBIEHMN WPS 12T, QC HASEEMFZEL, Fithik i
R RA IS
Prevention of Re-occurrence:
b iE:
IRAH QC AW AR, RARASHINXHARFEM, I THIEAFETMEKELE, ZPMC
7 QA #& P S fn Hd AH SN R BEAT STHERIEED B
Approved by/AftfE: 7« 4}) 5—’4% d? fou ¢ ¥

L

Technical Justification for Use-As-Is/Repair: [0 Attachment O Non-attachment
To] P B s R R AR AR AR : igss T EHF
JLBIT.
Reviewed /itHE: L‘AW%A 310, ((’
Verification: o Acceptable O Unacceptable
ik DE: 34 MNTE: 34

Verified by QCL/BURHiA: &M[A 0] 2.4} Reviewed by QCA/FRR EE T Ei: g}g\ m] o[-

#R787-QCP-1300




AEF-ETHRE (NCR-CT-003) EEEL: _

LHTFEZLZAENARYE, EREABLETEEIR. EFHE
WPS-B-T-4221-B-U3c-S #ET/28E, |

2. WTOLRENIESE, EREEAHRAER, FETITE. M T RGNS

FLlE, EknT:

o BHEERISEREEE TR, LERNITERED,

b SRAZ ERE&F T RIUESTHIRER,

v XTFHEH AT09M HPS 485W /2 4% % Excalibur 9018M MR( ®4.0.
©4.8), BEBEH LT WPS-485-SMAW-1G(1F)-Repair; % FH# fd
A709-50-2 HIBRAEMER TL-508(P3.2. ©4.0. ©5.0), BB RHE
WPS-345-SMAW-1G(1F)-Repair;

d. MERREMAE H MR Smm 4, HESHEETETRE, 584
FF, FHM 100%MT &

e~ 3% WPS-B-T-4221-B-U3c-S HHT1REE,

ThAS

c)u? e



~

Resolution to NCR-CT-003: | .

[
' ' . 1

1. Asto the tacked welds, it is required to grind and TEMOVE them and then to weld
,according to the WPS-B-T- 4221-B-U3c-S. 4

2. 'For the finished welds, it is required to gouge and remove them and then gnnd
Repair the damaged base metal. The requirements are as follows: '

a.
b.

¢

Clean the surface of the surfacing area. Grind the surface if necessary
Repair thessurfacing by SMAW. .
For the plate of A709M HPS 485W, choose the electrode of Excalibur 9018M

MR ( ¢4 0, #4.8 ), The repairing details can be per

WPS-485-SMAW—1G(1F)-Repair; For the plate of A709-50-2, choose the
clectrode of Excalibur TL-508(¢3.2. ¢4.0. $5.0). The repairing details can

be per WPS-345-SMAW-1G(1F)-Repair;

Surfacing face should be about Smm higher than material base, grind
smoothly and tidy after surfacing as tall as material base and inform MT
inspection.

Welding according to WPS-B-T-4221-B-U3c-S.

Lo



" £5 No.
BRETEHE B WPS-345-SMAW-1G(1F)-Repair

' @ - | (7ALDING PROCEDURE SPECIFICATION ——| ~— ~— (E¥IRETEy -

338 Period of validity
SEHAFE No Requirement

BHEASN (Materie] specification)  ASTM A709M Gr345F2

{EF (Weldngprocess) S IREF T RIUAEMAW)

FTHRHUR (Meoual or machine or semi-auto)  SET(Mapual)

JEEME (Posttion of welding)  FE(G. 1F) .
FRSREAFM (Filer metal specification)  AWSAS. %L RES (Filler mets] classification)  E7018
HILRBE (Fillermetal brand)  TL-508 (932, ©4.0, @5.0)

WA (Fhod A .

Byestk (Shicldingpas)  NA #E (Flowmate) WA

SEYH A (Single or multiple pass)  Z3H(Multiple Pass)

EEiskEL (Single or nultiple arc) LB Sinale arc)

faEEER (Welding cutrent) HROC) e (Palerity)  EIEER)

BB EFE (Electrods extension) 1WA JE=77 (Welding progression) N4

#EMMEEE (Roottrestmeni)  N/A ;

Tl T8 i (Preheat temperature before gouging)

FEseEitiE e (Noncritical repair) NIA SegpigfE (Critical repair) Z65C

B BHETE B AR BE (Minimum prehest and interpass temperature before welding)

eI s (Nancritical repeir) 60T (TS20m] 10T [200m<T Sd0mn] 120 C [40na<T <f0z] 160T [60ma<T]
SEEREHEH (Critical repair) 160 TYT<40sm] 200 T [40pm=T]

BT A FEE (Prehestand interpass temperature Max) 230T

JE#48 BE(Postheat temperature) '

Je3cid3E4E (Noncritical repair) N/A

s sERs (Criticel ropair)  230T™31SC  {RiERT{AI(Keop temperature time), Lh/25um [lb , T<25m]

BN (iR Heatinput) FMin) 1S0KVmm - BkMex) 3.50KI/mm
BHEILZ
(Welding procedurs) O  APPROVED
Rt M, APPROVED ASNUTER
BHEES | B&(E)EH | Widog Cumeat IFESHEE 0O HeEYRPROVED
PessNo. | Electde Size | & | & 5 Travel Speed Joint Detnl .
| Ay | Vs | e S i
1-n 32 - | -0 | e 2e12¢ || M T(ees mtnshedy of Galifomia
= . || pEPARTMENT OF TRANSPORTATION
o 4.0 140~180 20-27 48194 ; _
{a&‘ Signed 2 ’4 R4
~n 50 180~240 24-32 75-307  oiure Foprosantzive
SEEENGE. AERE WPS MRS RS AECENF R A, ‘
Rafer fo IFPS poramefers table to determing eperating porameter la stay within thel|Diate ? "3 0"07 _j
| heat input limit. C

ETETUESETR. 2, SHRTEMmEL, BNE AASHTOAWS DL5 5 5 BRI NEERHELA
(This procedure may vory due to febrication sequence, fit~up, pass size, £ic., within the limitesion of vari i

597 B ®evision No.) 1 k¥ Autharized by),
T ese R R4 S ( POR No) £BRIFSE Prequnlification” H #Hared- P

* A FPS fi& AASHTO/AWS D1.3 2002, RATHEREEH.
(This WPS is conformaoble with the current edition of AASHTO/AWS D1.5 2002, used for BRIDGE structure.)
R787-QCP-1601 29




BETZHE

WELDING FROCEDURE SPECIFICATION

3348 JOINT DETAIL

#3% Reference: WPS-345-SMAW-1 G('IF}-Re.paIr_J AR S Ee R M
_{18hape E{ﬁa\raﬁuns to 10mm radius min.

APPROVED AS NOTETY
B ER RS R21(45° ) Il - NOT,
Teper ends of all excavations - 2:1 (45 ) min. . HOT Ar:rgq}a VED

T OTSOEML 0 SBCUoN 671,02
of the Standat Snerliinatipn

e - —= Siate of Calffornia
! S ' # e . e o

Signed

o Strutiury fupc.ouiuative
£%F NOTES L

TS R ST 5 WPS FrilE iR 5 T sk R REER A
Prehent and inferpass temperetures shall be thie same o5 the pmdmﬂcn—?}l’ﬁ——.—
required for highly resirained joints .

AN B R E A TREE.
gHerp

v

. 8B Repairs

THRMIE B N & AWS D1.5-2002 1217-BES 0 iEAE & & FFLE.
All repairs re to be made in accardance with the provisions of AWS D1.5-2002,Section 12.17 — Reprir Welding; the
Standard Specifications and the 3pecial Provisions for Contract,

i?E‘E?ﬁ&ﬂﬁ(A}ﬂF%%ﬁﬁﬁ%ﬁ%@)ﬁ%ﬁ%fE{HM‘&}TRBWB?EE‘J WQCP PEETHTERETES

FiEE QC AR NTER G T HE MmN,

Repairs will he decmed s either (A) Non-Critical Repairs or (B) Critical Repairs and shall be prepered and welded in

conformance to the procedures contained in approved Welding Quafity Contvol Plan Quelity Control is 1o be notified
rior to beginning any ir.

YRk o] 73 FEH A S0 T L e FR3T B B B T R R T AT
Remove wald metel and any portions of the base material necessary to remove the disconfinuity, The amount of

material removed shall be the minimum necessary to remove the discontinuity. Remaval of weld and base metal may
he done by grinding, chipping or gouging-+grinding,

| prior o beginming emyrepair.
EREEARL BRSBTS R B R 2 e R B BUR TEZ WS SR T LS T HE

TR R i B RS A R A e e n Bl A E R E S 50mm e R B L i
R T SR S, B H SR,

Cracks in the weld or the bese mete] shall be excavated a minfmom of 2° into sound metal beyond each end. Adjsscnt
weld and base metal shall not be nicked, pouged or otherwise domaged.

SR BARGIE 23 5E, SR uREE\ Rk EmEit.

The depih of the repeir gauge shonld be Emited 1o /3T and gouged from the back side to complete the repeir, where
possible.

Eﬁ?ﬁ'ﬁiﬁﬁﬁz'ﬁ'll‘,&éﬁﬂﬁ%lﬁl%ﬁ”ﬁ‘%ﬁﬁﬁ&ﬁﬁ%ﬂﬁ%i&ﬁﬁﬁ%ﬁﬁ B HEEEAT R
Before welding over previously depasited weld metal, all slag shall be removed end the weld end the adjacent weld
metal shall be cleened by brushing or other suitable means, :

BETHEY WiR AR R AT B e AT Bem Ba .

Grind all renair arees 1o bright metal pod perform Magnetic Particls Testing prior to the start of welding.
Eﬁﬂﬁﬁ&ﬁﬁ&iﬁﬁ.ﬁﬁﬁ%ﬂ%&ﬁﬁ%ﬁm‘ﬂﬁﬁﬁﬁﬁﬁﬁﬁ:‘&ﬁ?fiﬂ%ﬁ‘fﬁi.ﬁ%ﬁﬁ@iﬁﬁﬁﬂ
A BT R R AWS D1.5-2002 1 6.26 R ERET B, :

After removal of the discominnity, edditional weld metal shall be deposited. Base metal shall be restored to the
original surface and ground smooth. Welds shall be restored to the specificd profile. All weldingis subject to the
visunl inspection requirements of AWS D1.5-2002, section 6.26.

BEEI AN = TREFHI T,
Repair welding shall be subject to the specified NDE testing required.

R787-QCP-1601 ‘ M :,w;? 3.30



o ? #Y No.
. PV EEsEERHE B WPS-345-SMAW-1G(1F)-Repair
(ZPME SELECTED LIST OF WELDING CEERTLs)
PARAMETER
PQR#E: ATRETEDI.2 BEWPS
PQR No. : For WPS Prequalifled For SMAW ©3.2 Electrode
o HEHEE | #¥hA :
R | R Traval Spead Hmjiput
Amps | Volis
{mm/min) | (Kfmm)
ol i
-Average
EE
Range
foji:fm 1300 | 240 124.0 350 ¢
BME 000 | g0 | 20 150
Minimum
- WPs BESHERR
WPS Parameters Table
BE i HHE Amps
Vails 0.0 100.0 110.0 120.0 130.0
18.0 28.0 | 64.8 30.9 720 338 79.2 37.0 BE.4 40.1 83.6
18.5 an1 | 702 33.4 78.0 36.8 85.8 " 40.1 83.6 43.5 107.4
20.0 308 | 72.0 34.3 80.0 377 88.0 411 BE.0 44.6 104.0
225 347 | 81.0 38.6 t 800 424 86.0 46.3 108.0 50.1 117.0
24,0 7.0 | 86.4 41.1 ' 96.0 483 | 106.6 49.4 1152 5386 124.0
; AREEFEE Traval Speed in mm/min

HEfFH: ARG 1104 20V, SRS AR A B R AT [ 37, 788 Ommmin.
EX:1104 X30VX Travel speed Range 37. 7°88. Omn/min.

Ol - APPROVED
i  APPROVED AS NOTED
O NOTAPPROVED

Pursuas o Section 5-1.02

of fe Rapdard Specifications B %/’ !
i of Callfornia . N _ . }g’:
DEPARTMENT OF TRANSPOHTATION HhiE(Anthorized By):

H #H(Date): L R A ‘

Signz_ad

Stuctare Representative

B p— — |
RTTQCP-TR0Z _ - ROA




(ZBPMC

RESEERR §

£8E Mo
'W?S—EMS-SMAW-IG(IF}REpair

SELECTED LIST OF WELDING (ﬂﬁ%ﬁ%l“a")
PARAMETER
POR &% MTREE 04.0 E4&WPS
PQR No. For WPS Prequalified For SMAW © 4.0 Electrode
. BRERE | #BEA
R | RE Tjr—aﬁSpeed Heal Input
Amps | Volis -
: {mm/min) | (KJ/mm)
g
Average
Eiot:z)
Rangs
:&j:ﬁ 1800 | 27.0 194.0 350 ¢
Maximum A
BML 00l 200 | 480 1.50
Minimum
WPs BESERE
WPS Parameters Tahle
RE s B3 Amps
Volis © '140.0 150.0 160.0 170.0 180.0
20.0 480 | 1120 51.4 120.0 54.9 128.0 58.3 136.0 81.7 144.0
21.8 522 | 121.8 559 130.5 sa.7 130.2 63.4 147.9 67.1 186.6
22.3 53.6 | 1281 57.4 734.0 §1.3 142.9 65.1 161.8 68.9 160.8
253 0.6 | 141.4 64.8 151.5 69.3 161.6 73.6- 171.7 77.89 181.8
27.0 648 | 151.2 68.4 1620 74.1 1728 78.7 1683.6 833 184.0
{RE I Travel Speed in mm/min

Jﬁf?}m‘ﬂ ImEE 1604 FI25.3V, BB s X S iR AR L 69.3~161. 6mm/imin.
EX:1604X25. 3VX Travel speed Range 69. 87161, Gmn/min.

\ Ci  APFROVED

'1} 2/ APPROVED A5 NOTED
. [O NOTAPPROVED

€

Pursuznt 10 Saailon 5-1.02

n‘.]'lE*L- o

of e Sandard
State of Ualifornia
DEBARTRAENT OF TRANMSPORT

Specifications

i
i
b
3
[
|

RIBT-QCP-1602 - = -

Zfructure Feprase Bt

fitfE(Authorized By):

BiA@ate):

SSREL

898




: %% No o
S BEEsEErE B WPS-345-SMAW-1G(IF)-Repair
En ] ) 3 25
(ZPME ] SELECTED LIST OF WELDING BEAELE)
PARAMETER
POR #5. T REWE 05.0 24 WPS :
PQR No. . For WPS Prequalified For SMAW 5.0 Electrode
e BHERF | B
Travel Speed | Heal Input
Amps | Volis -
{mmimin) | (KJ/mm)
EEE
Averags
FEE
Range
ﬁ_kﬁ 240.0 | 32.0 307.0 35800
Maximum
BML | ypoo | 200 | . 7a0 1.50
Minlmum
WPs HEs¥iRs
WPS Parameters Table
HE BT Amps
Valts 180.0 195.0 210.0 2250 240.0
24.0 75.0 | 172.8 80.2 187.2 a6.4 2016 226 216.0 08,7 230.4
26.0° 80,2 | 187.2 86.9 2028 - 836 218.4 100.3 | 234.0 107.0 249.6
26.7 823 | 192.0 89,1 208.0 98.0 224.0 1028 | 240.0 108.7 256.0
30.0 826 | 216.0 100.3 234.0 108.0 252.0 1187 | 270.0 123.4 288.0
32.0 9B.7 | 230.4 107.0 240.6 1168.2 268.8 123.4 (.288.0 131.7 3a7.0
$EWEE Travel Spead In mm/min
BT W 2104 FI26.7V, ZEFEF Y B T % 96.0-224. Ommfain,
EX:2104X26. 7VX Travel speed Range 96, 0™224, Omn/hin.
B ApPROVED
[ APPROVED AS NOTED i
O  MNCTAPPROVED
Flrauant to Section 5-1.02
"% g Standarg Spacifications
- o of California
DEPHATMENT OF TRAMNSPORTATION >

! Signed

Date

! Strutnire Aeoresentaive

RIHTQCE-1507

dikiE(Authorized By):

B (Date): -——Jaﬂ?._;.._";”_

89C




i S S P Pt ST

25 No
8 o gedien ¥ RoE B
‘Eﬁlﬁﬂ% B ) WPS-B-1-4221-B-U3c-8

WELDING PROCEDURE SPECIFICATION | HH# Period of validity
FCM :2007.1~2010.1

NON-FCM :2007.1~2012.1

=T 547, (Manual or machine or semi-auo). ... AL Machire) : —
BERE (Positionof welding)  FA2(1G) O = APPROVED
MESBHAS (Filler metzl specificaion)  AWS A593 IE/ APPROVED AS NOTED
SFHEAFER (Filler metsl classificntion)  ENiS O NOTAPPROVED
H¥EA BES (Filler metal brand) LA-85(®4.8)
AAIES (Flobrend)  MILSOEP RS CFlos s R ko mostons
5 4F (Shielding ges)  N/A W (Fowmts) |NA State of California :
L3RS (Single or multiple pass)  Z:ii(Multiple Pacs) CEPARTMENT OF "HANSPDRTA'H%LJN
Z3MEt% 5 (Single or multiple arc)  EFL( Sinele arw) '
BT (Welding curest)  ELIDC o Signed %ﬂ A RTM

@& (Polariy) E=(EF) ' : -_, “Btructure Heprasentative
B Al F (Elecrode exiension)  30mm .

| B4E5 R (Welding progression)  DN/A noin 7-30-07

B A (Maersl specification)  SHEAR LINK GRADE 485+ ASTM A, T09M Gi345F2
I (Welding process) 2L BEHE(SAW)

#HAAE (Root mestment) - TR A(Carbon Arc Adr Gousing)
RASTEGIEEHEE (Preheat and imerpass tsmpearere Min)

40°C JT=20mn] 100°C [20mn<T<40mm] 140°C [30mn<T=<60mm] 180°C [EOm‘-’-.T]
RETEAFIEAESE (Preheat and interpess temperstore M) 230T

= i&%‘ﬁﬁf{Pusnﬁcm temperanre)  N/A

S (2R Heetinpw)  HMMin) 177K Tmm U B(Mm)  272Kimm
BEgEIZ. .
(Welding procedime)
BRI
mEEe | ER)Rhk Welding Current ' REEE =
Pess Na. Eicorode Size | 285 Ampls) (4R % Trzvel Speed Joim  Demil
(mm) Vols " (mmimin)
E T=3"75mn R=0(+Z, —0) =5 5%/ win(tE, -0)
1~n 4.8 548.2-658.1 28.8~33 382.5-513.5 e=f=50" (+10° ,-5" )
i =
T )Q 1

SeEAneR. SEFE WPs AESEERECENMEEETER. ﬂ;—* '
Refer la WPS porameters i2ble 10 deisrmine opersling paremeter 1o Stey within the hegt A
nput Hmit

ETETUENETE. 5. Bif REmaE, BAE AASHTO/AWSDIS & E5 SR TR

(This procsdure mey vory due to febrication ar:qur.nnc, fit-up, pass size, eic, within the fimitotion of varid] on 5.)
‘f&'ﬂ- T (Revision No.) o ﬁﬂ’.?’&{Aumnmd by) .
THEIEE R TS S(PORND) mnnusrsumumgs-g H#Doe) __>wo b7

+ % WS 56 AASHTO/AWS D15 2002, ATFHREH.

(Ttis WPS it coanformable with the currem edition of AASHTO/AWS D1,5 2002, used for BRIDGE structure. )

R787-QCP-1601 - : 115



bk ma boze AR

b beme

o e et

R T T e b B T N e P 3

SR N o O UM So-- S0 BRERRCRPT R SR s R

ot ARy — L -%‘é'%‘ No.
RESEEHER B WPS-B-T-4221-B-Uc-S
(ZPMC ] | SELECTED LISTOFWELDING
o PARAMETER
PAR S HP200746-3 24 613 M WPS
PQRNo. ST - | FoFWPS qualified 0 513 7 - -
ar | am BiEEE | AEA '
Trevel Speed | Heallnpul
Amps | Volis -
{mm/min) | {K/mm)
T | soen | at0 | 400 248
Average
EB
Rangs
BRE | gooq| 332 | 5175 272 .
~ Ma."ﬂ:r_num
- iﬁfj'{ﬁ 5303 | 288 | 3825 173 -
Minimum | .
ST A% R WPS BiEafuEHE
WPS Parameters Table
HE B Amps
Vils 539.3 560.2 500.2 . B2ed 850.1
28.8 3g25 | 517.5| 3825 5175 | 3825 | 5175 | 3995 | 5175 | 4185 | 517.5
200 3825 [517.5 | 3825 5175 | 3948 | 517.5 | 4145 | 517.5 | 4343 | 517.5
30.3 382.5 | 517.5 3B2.5 517.5 380.5 5175 | 4185 | 5176 | 4345 | 517.5
32.1 2935 | 617.5 | 4022 | 5175 | 4234 | 5175 | 4448 | 6175 4658 | 5175
232 | 3040|5175 4158 5175 | 4377 5475 | 4586 | 5175 | 4815 | 517.5
RS Travel Speed in mmimin
FIRE: WIS 599.2A 70 303V, ¥ FAAIEISCE SRR ETEE ) 299.5-517.5mm/min,
C EX.: 599.74 X303V X Trevel speed Range 399.5~517.5mm/min.

Tl APPROVED
APPROVED AS NOTED
O NOT APPROVED

Pursuant io Secﬁon‘ﬁ_—T .92
of fhe Standard Specﬁfcatlons
Siate of Galliomnia
LEPLRTMENT OF TF{ANSPDRTATION

(A nthorized By):

Signed ———— Ei':”-ﬁ(__]?m):_ .‘le—b‘tj_ b .r7

St Representative

R787-QCP-1602 : : ' 1154




e

s el oy 2} £1'E.r' ND.
FESHERR B WPS-B-T-4221-B-U3c-§
SELECTED LIST OF WELDING .
PARAMETER
PQR &2 HP2006130 933 513 TS HIFT SAW A WPS
PQRNo. ) B For WPS Gualifigd to 5,13 for SAW o
' | BEE 2% ‘
ag | g | BREE | SEA
Travel Speed | Hesl Input
Amps | Volis - -
. (mm/min) | {(KJ/mm)
FHE | gooq| 208 | 4465 2.52
Average
wi
Range
BXE o0 as0 | 5135 | 27
- MaxImum .
S -y
ik 5482 | 28.7 379.5 177
Mintmurm
SEFEAHD WPS Eﬁ%ﬁﬁﬁﬁi
_ WPS Parameters Qualified
=45 157 Amps
Volis 548.2 578.6 &09.1 §30:5 §70.0
2B.7 370,56 | 513,5.| 3798.5 5135 | 3785 | 5135 | 3964 | 5135 | 4152 | 5136
208 | 5795|513.5| 3795 51356 | 3917 | 5135 | 4113 | 5135°| 4308 | 5185
30.1 3785 | 513.5 | 3785 5135 | 395.4 | 5135 | 4162 | 5136 | 4361 | 5135
31.9 5785 | 513.5 | 5801 | 5135 | 4201 | 5135 | #4141 | 5135 | 4624 | 5135 -
330 380.8 | 5136 | 4128 5135 | 4343 | 5135 | 456.0 | 5135 | 477.7 | 5135
) AR E Travel Speed in mm/min

FEFPl: IniA 578.6A A0 30,1V, FEAET AMABCEER PSSR E TN Y 579.5-513 Smm/min. ,

¢

D APPROVED
A APPROVED AS NOTED
[l NOTAPPROVED

‘Pursuantto Secﬁon'&t@a
o ihe Standard Specﬁcatmns
arate of Califomia

VRTBT—QCP-lsnz ,

EX.: 5708.6A%30.1VX Travel speed Range 379.5~5313 5mn/min.

CEPARTMENT OoF TF!ANSPOHTAT[DN _ }‘t p
' % /z?}ﬁ
ft¥E(Awthorized By):
e
Signad e Represaniatve 1

Bii@ate): e -? . fb-;}

115B



R ik

P S I S

Y 48 WNo
BESHERR B WPS-B-T-4221-B-U3c-8
SELECTED LIST OF WELDING
} PARAMETER
POR 2. HP2006130+HP200746-3 B 513 FERRMSET SAW B WPS
POR Ho. o T “For WPS qﬂ'aﬁﬁedtos.'l?: for SAW
s | aE BEEE | 2EA
Amps Volls ‘Travel Spzed | Heal Input
{mm/min) | (Kd/mm)
Rl
Average
wE
Renge
BRE | geoq| 330 | 5135 272 . |
r Maximum ‘
~p BME ) o) asa | as2s | 1w
Minimum }
EREEA R WPS BEEENERE
WPS Parameiers Quafified
B B 5L Amps
Volts 540.2 §75.9 603.7 ; 531.4 B558.1
"2B.B 3825 | 513.5 3B2.5 513,58 | 3B83.5 513.5 401.1 5135 418.7 5135
29.5 3g2.5 | 513.5 382.5 5135 3878 B13.56 4157 | 51358 4340 513.5
302 382.5 | 513.5 383.7 513.5 ap2.1 513.5 4206 | 513.5 439.1 513.5
20 3g6,4 | 513.5 |, 4P58 5136 | 4254 | 5135 | 4450 | 5135 | 4845 | 5135
33.0 383.1 513.5 419.2 513.5 439.4 5135 4596 | 513.5 470.8 5135
{2 %E Travel Speed in mm/min

BRI tﬂ:@,&ﬁ B03.7A 7 302V, ZEIRPINRIRNEIESIAISERETEEY 402 1~513 Smm/min.

[l APPROVED
EI{ APPROVED AS NOTED
0 NOT APPHDVED

2
pursuant 0 gection 5-1.0
of the gigndard Spemt‘ ications
State of f Califomia CJN
" PARTMENT OF TRANSPORTAT

S‘Q“EdW

R7 8'7 QC.P 1602

_ EX.-603 TFA X302V XTrevel speed Range 402. 1~513.5mm/min.

s
HiE(Authorized By):

H#i([Date): ' _;._9-6'3.{;.'][

115C
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TN we b

N B8 Wo.

; BETZHE B’ WPS-485-SMAW-10{1F)-Repair

@E WELDING FROCEDURE SPECTFICATION - gk FOM BB RETE)

| B33 Period of validity
NON-FCM: 2007.5~2012.5

BARALA (Material specification)  A.709M HPS 485WT2 / SHEAR LINK GRADE 485

JRIETTEE (Welding process) Eﬁﬁﬁfl‘::‘fwlfﬁiﬂiﬁfsmm

ZETEHUR (Manuel or machine or semi-auto)  FT (Manual)

{EEH 4 (Positionof welding) F£(1G..1F o )
EE LRI AL (Filler melal specification) AWS A3.5  HFRERZA A (Filler metal classification ) ES018M-H4R
WL BT (Filler metel brand) _Excalibur 9018M MR (4.0, ©4.8)

£ (Fhm) NA '

{2484 (Shisldng gas)  N/A #E= (Flowrale)  N/A

BZIEWEEISH (Single or multiple pass)  Zif(Multinle Pass)

SIS E (Single or multiple are)  E230{ Singla arc)

BiEd (Welding cument)  EFLDC) B (Poluty)  EE(EP)

B (Blectrode extension)  N/A

HEEF R (Welding progression)  RN/A

HEE4E (Roof treafment)  D/A

BN ETAREAEEREE (Minimum preheat and interpass temperature before welding)

40T [T<<20ms) BOT |20rm<T<40mm] 1407TC [40m<T<A0m) 160°C f60m<T]

BHEWEGIEESE (Prehest and interpess temperature Max) 230C

[EAR M (Posthent emperature) N/A : ' '

S A (ZEEER) Hestinpu)  #/Min)  2.05K/mm Fk(Mex)  1.22KJ/mm
EH#TITZ
eldin ednre d
e O, AFPROVED
HiEnm @ APPROVELTAS WO o0 |
miliEe | & (2)2k Welding Cumrent - jBamgE s O #aTEPPROVED
PessMo. | Elecuode Slkze | 52 . | & 5 Travel s:pa:d ai,f,ﬁluan exall o tion 51.02
L ATp(s) ol (gur/ipin) of the Standarg Specifications
1-n 4.0 130-210 18-27 46166 I0FR T (see amaciEisde of Calitoria
g DEPARTIMENT OF TRANSPORTATIDN
1~n 48 180~300 20~28 £7.1-245.8 /z W
' : Signed £, jf = _EIM
Siructure Representative
EEERNLR. tEBE WPS HESHERE b EREEERA. L 7.35-07
Refer 1w WPS porameiers table 10 det=rming operating paremeler to siay within the Dein -
hent input limiL

FIEMILERETA. 6. i@ﬁﬁjﬁ'%&-!{:. {ERSTE AASHTO/AWS DLS 8 s ERAHMMTRRBI

N

& 'iT'E_.!’ (Revision Ne.) a ?ﬁ;"l‘?‘é(fkuﬁmriznd by,
TETFERRE S PORNo) _HPA0TT6:1 B __2om5
4 L GPS $4 AASHTO/AWS D1.52002, RTFH2L4a.

Tind
<L

(This WPS is conformeble with the current edition of AASHTO/AWS D1.5 2002, used for BRIDGE structur.)
R787-QCP-1601 ' 148
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e T e R e e e

e — e — . s S

BETENE | O AN

WELDING PROGEDURE SPECIFICATION l-B/ AFBHOYET: 28 wCTER

£ 8 JOINT DETAL ' T MUT APPHOYED

Sh_a e excavaiions t& oM ratisug-'mlh.ﬂ'l'

'\-"‘-: 'r“'l f-r e

3% Reference: \VPS-dBS-SMA\‘.’-]G(lF}-l?zpeir e ‘;uﬁ,]\ 1—-%1;5._. fnrgeckor -7, 08

e SR M R 245" )

Taper ends of all excavations - 2:1 (45° ) min.

Signed,__>_« P=10 /I

S Iﬂ (fr\w R AT

3

— — Struckire Represaniative
|

Data

=7 NOTES

BT MR R LRS- & WPS Bl B R A T Bk A s L A EER L E R

Prehent pnd interpass temperatures shall be the same s the production WFS . Higher prehent temperatores may bn

required for highly restrained joints .
BEEL Repoirs

| T RESH S AWSD15-2002 33, 17 REEIEYFENTEY B2 RNE.

All repairs are 1o be made in eccordence with the provisions of AWS D1.5-2003,Sestion 3.2. 3.7 — Repair Wcldmn.
ﬁw Standerd Spetifications and the Specinl Provisions for Contract.

BEEINR R Oot/EN WQCP RS HT ZHMEE THRE.QC A A MEREF A friklia.
Repeirs sholl be prepared snd welded in conformance to the procedures contained in approved Welding Qoality
Control Plen Quality Comtrol is 10 be noiified priorto beginning any repair.

ERBEERUESSEEN TEREEETELER EZERHNREUHETEEEEIERTHR T BRET M4,
PHE L R T2 RE BRI ERE s TEN S T

TRemove weld metnl end any pnruons of the base material necessary {o remove the discontinuity. The amounl of
matetiol removed shall be the minimum necessary o remove the discontinnity, Removal of weld end base metal may
be done by grinding, chipping or gouging+erinding.

AT R sEak e R I R A R A B e i PR I B S—BZ b S0omm M4 /R SLERAS R
AT AR R EAE R R TR,

Cracks in the weld or the kase metal shall be excavated e minimum of 2° into sound metal beyond each end Adjscent
wveld end base metn] shall not be nicked, pouged or otherwise dameged.

RUNRELTREE 28 |E, ST BRER N EEUUsERE.
The depth of the repair goupe should be limited 10 2/3T and gouged from the back side to complete the repeir, where
possible,

ERESEREE I AINRERSE RS ABRTERBEL RAGE RS SR A RE R
Before welding over previously deposited weld metel, all slag shall be removed end the weld end the adjacent w:ld
meial shall be clenned by brushing or other sufisble means.

EEThZ AR s BT B rs AT .
Grind oll sepair areas 1o bright metal and perform Magnetic Pericle Testing prior 10 the siart of welding.

ERAEREREHREE LASAR NREER BRATREZR&BET A A RT LR BEMREEEEA
ERAME FIE BEMERN AWS D1.5-2002 5 626 EHERMHTEA.

Afier removal of the discontinuity, additional weld metal shell be deposiied, Base metal shetl be resiored 10 the
originel surface end ground smoath. Welds shall be restored 1o the specified profile. All welding is subJe::t 10 the
visue!l inspection requirements of AWS D1.5-2002, 5cctmn 6.26.

BEEMOFHERAERTREHERITT.
Rephir welding shall be subject 1o the specified NDE testpg required.

'? fﬂ ok /;ﬂ

S | [Py
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PRSP

¢ £2 Mo
BEESEREE g WP5-4B5-SAW-1G(1 F)-Repair
SELECTED LIST OF WELDING (3 FCM B{EBETE)
PARAMETER
PQR 45 HP200776-1 RELFENO40EEWPS
PORNo., - | For WPS qualified-{o-5.43-For- SIAW=6-Efevtroder—
s BEEE | SiA 2 R
A}ij:; \iﬁi Travel Speed | Heal Input E/ APPP:O\] ED AS NOTED
{mm/min) | (KJ/mm) ‘0 |NOTAFPROVED
U ’ ‘Dysuant i [Bection 511.02
Average n thib Mandals Soecifigaions
s Siale o Lojitornig
Range DEPARTHIENT OF TRANSPORTATION
- nm—{g 210.0| 270 | 166.0 322
{ Maximum N _— -
- !f%fj\ﬁ 130.0 | 18.0 | 460 2.05 ' S]r”murs Tapresamﬁm
Minimum :
WPS EESHERAF NS i
WPS Parametars Table
B S5 AMps
Vaolis 130.0 150.0 170.0 180.0 210.0
18.0 . 46.0 | 723 53.1 | B3.4 60.2 84.5 G67.3 108.7 74.3 116.8
21.0 508 | 79,89 88.7 922 66.5 104.5 74.3 116.8 B2.2 129.1
21.7 525 | 824 60.6 95.1 68.6 107.8 76.7 120.5 84.8 133.2
26.0 60.6 | 95.1 88.9 108.8 79.2 124.4 B88.5 13¢.0 | o978 183.7
27.0 B85.4 | 102.7 75.5 118.5 B5.5 134.3 g5.8 150.1 105.7 1686.0
‘ I2EWEF Travel Speed in mmimin

BRTE: WNEF 1704 B 217V, ERTURBARCI R WFECTEEY 66.6-107. Bmm/min

—

R787-QCP-1602

{7 EX.:)70AX21.7VX Travel speed Range 68.6~107.Bmn/wmin.

fittE(Authorized By):

t)-'-’“'—?fsf/-)

E;@(DEEE.):

#i,




He No. )
: I EiESEEHE B WPS-485-SMAW-1G{1F-Hepnir
- 2@ SELECTED LIST OF WELDING (3k FCM l'i‘ﬂ%:ﬂ-'?-i:‘—“l )
: PARAMETER
PQR 48 HP200776-1 B8 513 WE 04.8 B4 WPS
PQR Mo, For WPS qualified to 5.13 For SMAW® 4.8 Electrode
T — HESER | A
. - -VﬂliS Travel Sp‘ead Hest Inpul
] (mmimin) | (Kdimim)
LI i
, "I Average
5 aE
Ny Ranga
i C BB ann0| 280 | 2458 | 322
. ._; Maximum
; BME ) a00| 200 | 67 2.05
Minirnum
Wrs BESRERE
) " WPS Peramsters Table
. B & Amps
Vaits 180.0 210.0 240.0 - 270.0 300.0
20.0 87.1 | 1054 78.3 | 12249 80.4 140,5 | 1006 | 188.0 | 111.8 | 175.6
22.0 738 | 115.9 86.1 135.2 9B.4 1845 | 110.7 | 173.9 | 1230 | 1maz2
22.7 76.0 | 112.4 8B.7 139.3 | 1014 | 1582 | 1140 | 4724 | 1267 | 1m80
26.0 87.2 | 137.0| 1017 150.8 | 1163 | 1825 | 1308 | 2055 | 1463 | 228.3
28.0 93.8 | 147.5 109.6 1721 1252 . 1968.7 140.9 221.3 1586.5 245.8
1B E5HEE Travel Speed in mm/min

i B MBS WISERT 2404 70 22,7V, ﬁ&#@.ﬁﬁ#ﬂiﬁéﬂmﬁﬁmaﬁmﬂ 101.4—139 2mm/min.
. {_EX.:240A%22.7¥X Travel speed Range 101.4~150.2m/min.

Li _.";'.-,H-'ﬂ{-,‘JED
@ APPROVED AS NOTED
[l NOT APPROVED

B 3st Fnt e SwrHan 5’1 ."02“5
§ g BTSN SperEoato
OEE " aliiorB
e\ SPORTATION
DEMEHTNENT i TRAMSPOR TA

w

BiADeate): __RAa2 ? - 7

i (Authorized By):

SignetRT-aCpTERpresentativ® 148B




Meeﬁng minutes about training

Training Steel Bridge

Room Meeting room

Date | 2007—12—13 | Trainer Fu Yuhong

1. Didn’t review drawing thoroughly .

73]

H

D . - ) ’
5 | 2. Didn’t assign welder the correct WPS for the work.

=

Q
£ |3~ QC didn’t review drawing requirements thoroughly.

:

1. Before welding please know well about the associated WPS, and perform strictly.

on | 2+ Assemble and weld strictly in requirements of technical procedure.
g 3. Let welders know the specification of electrode storage and application. Improve monitoring and
'§ punishing method. ’
% 4. If any information is not clearly before welding, mark it clearly in time.

=

& ' :

=]

9]

Q

Remark attachment: training sign-notes.




Training Sign Notes

Name

Date

Name Date

Name

Date

Name

Date

A

A ) 13

2027, 1213

T
Zg}}l%ﬁé‘l?juﬂ

203, J2.13

Do WealLing

d—"“?‘ 12 ;!5

Ma G /2

a6, 13- 13

o)1) 1%

Zaand ] 21
Ll Hupjte

2004 )2-)2,

chonhow

2 007‘ 12,13

Yol . N

st
Eu G Ll

Sl "‘)-"f




’ . — ~ . N " . z -
E@M x%ﬁ%@@ﬁ& fRE Rev. No.
' = Critical Weiding Repair Report g
e = EpEa o e =
WE S ST BT | ponen mpsten | HEHT —
Project Namas SFORB Drawing No Raport No. 4
e 04-0120F4 : DU '
Contract No.: B HEL#% [89m st | NDTRALE
s lems Name | sub-sections Raport No.of NDT
- ¥ © ZP0B-7B7 .
Praisct No.: . s :
g ey

Description of welding discontinuity:

EAREHENBEFREFBELY, FNCR-CT-003,
Use the wrong WPS, see NCR-CT-003. (MUSB-MA25-6A, MUSB- MA2B-6B) .

/

q;rg ' .

#IF (Inspector) : ~ Z ha%d Lei Esi;a(Date) 2007-10-28 |
BAEBEETEFER : )
Draft of welding dlscondnulty ) ;
,g— 30
P04 MusB-Mazs-64
?/ MUSB-MARS-&B
1T 7 -
mp516-2 S h209-2

Remarlk: tack welding in shadow

TS GO CUINOHTRT Ar i ROVELT
Siata of Callfomnsia

S AR N T ST T RANS POR T T C
# Porsuent Soction 5.4.82 cithue
) .« Stondprd &;:o:ﬂ.ar‘:.w
v - g Ay - .



ERE: _ _
Caused: -

Welding supervisor did not review drawing thoraughly and did not assizn welder T_he correct WPS for tha

work, QC did not review drawing reauzre.ments thoroughly," therefore msvectmg o the wrong
requirements, -

2 ] i A (Forsman): /%? Yaehun 35 (Dai):2007.10.26. r‘

AEER
1 Disposition:
1, Preheat before gouging, the temnera‘f:ure 1s ot heluW 65°C;

2, “As to the tacked welds, it is recnm-ed to grind and remove them ;
3, Welding according ‘tD WPS—B"T—A‘J’Zl -B-U3c-8.

T E L B BE fufoay B8 207.p0-26
. Technical enginssr Approved by Date . :
#R787-QCP-701 : : : . R uawﬂ;‘:;’gi?—ﬁ.ﬁ?é‘a?mmw

e = R LW A=k

o
E Srandans B—c..lm:f“cr

: ’ ; % . \itsal N - D=tot 'jfj 0 ‘
® . . .




==

— ;%% ‘E %j&@ “‘.'J"LE % f:ﬁ-‘q’: Rav. No

 ——
Criiicall Welding Repair Report | - Q
WEERM - EEdEER HEES | p2osa MP518-2 ;’*‘J‘;—%N; ol e
Project Name . sFOBB Drawing No. o |
&FS .
Coniract No.: T HAeL 8 9]31‘ strut NDT?E.-.:: =iy
HEET a7eT Itemg "Name | sub-sections. Report No.of NDT
Projsct o.: il ;
B . B

Correction action to prevent re occultTence:

I drawings Were reviewed thoroughly by production and QC, this non-conformance would not haves
ceurred. ZPMC QA will verbally notify and perform documented raining of personnel involved with #

IS DOD."CD"JIDI’ZDE.DBE to 'DI'EVE]JTZ ]’B‘_DCCUITEHCE

2B 5 'E‘AfFofamﬁn): /‘0/r;12f X le'r?«}éol%i #A(Date):_2007. 1{:‘{.25

ZEHWPSY =2 . gk 2 o oI IR _ '
Repair WPS Na, WP B b E-e e technologist W‘j”“ wbw]} {e2l
EE (B) NWHREE - EEwRE . . sk
Preheaitemparature NA Description . %Tﬂ"ﬁ @
before gouging ’ of disconiinuity
BuigmyE BT AR
Inspection - Preheat temperaiure 0
before welding g before welding . ) \ G?
ﬁi%?fi Duding - IV;KT ﬁ%raklangih' of WA
A pt g ging gDuging . . A
BT mEER BEAT
. - x . 3 g7 ' 'f
‘wle'l'der rgl,"iz,io . welding fype 5%_%/ position E -
BEan . REAE ) / BREHEE . =
-Current j—?gﬂf Voliage 3.8 L Spsed Ll -
EERmE T
inspsction Afier repairing:
, ' BER - R -
ATLRE . Inspecior A o0 Ta [ pate
) i . o , . e _H\
VT result n‘-‘*‘\TV" - NI ! ?-: p%
NDTE &= ' BER \ B i
"NDT result u l f\—C{/ NDT person Lyl va/\\/)/ Daie )._@37 L 2£>
U : -
ﬂm:
Wlmess/F_{eview:
ZE
Remark :

#R787-QCP-701

 This document Is: APPRCVED

Stat= of Califormiz
EHE‘HR'-W"N—D’:_Pnuaan S

Furstant Section g.¢,ga _ﬁ....
Bxnsinn] 5F¢=|n=es..~.c-.s i
e Betor 25 ns )




Neneonformance Report

Project Name:  BFOBB NCR Nmmber:

W H &7 SEmMMEEEIS NCR &S NCR-CT-003

Tzm: 85M STRUT SUB-ASSEMBEY | Fem Momfber ’ Drawing Number:

ERRED: 89M HE TSR A 55 ES: MUSB-MA25, MUSB-MALG
Lecafion: - 890 Mock Up o Bate: . | ) ' ‘

fE: . mxEns _ H3: 2007-10-15

Beseription of Nopconformance:  +. - : |

PEETRRER: :

.~ In B9 Mock up section, the strut snb-sections mpS16 and 0203, mp517 and pl114 mads the A705M-345--HPS
485W buif joint. Becauss the grade of main meteial is Eiferent, drewing requires”filler metal matching the
‘higher strength of base metel shall be msed”. Werkers msed WPS-B-T-4211-B-U3b2, the Hller mefal grads is
E7018-1, which i§ different with drawing requirements. - : .

80M HABFRETFER & mp516 5 p209 (2 &), -mp517 5 plil4 (4 &) I ZRHER
ATOM-345VEPS 485W. W&, BEERUAFSNNEESHESALE, I3 EESE
WES-B-T4211-B-U3b2, HIEARLERAH BI0IR-1EER=RAE. g
Work By: Kb%jﬂ-a‘sejﬁ Prepared by: 24800ftsfuss Reviewed by QCE: _;%M@ﬁ fedr |-

by L T NN YEE: 2 018 R TR .
O DrzwiﬁgEfmr O  Materisl Defect: [ ° Habrication Error O  Other
ESER LS wEEE =EHE
Bisposition: [ Useasis . O Repsir - O Reject /
SEE EE Bl _ =t
Recommendation: - : o
=il

Materie] for'Shear Link ghall be welded with matching filler metal in the case of meiching bass fs=icrials, in the
cage of cHssimilar hase meinls, welds shall be welded with the higher strengfh weld filler material per drewing
MUSB-MA25&NUSB-MA26 shall be used. , -

Ramove all B7018 filler metel from weld joint by &ir azc and: grinding, prepare weld joini in according with the
spproved weld procedure WPS-B-T4221-B-13c-8, . : ’

Fit, faclc and weld in according with drawing and WQCP requirements using WPS-B-T-4211-B-U3¢-S and
WPS-4835-SMAW-1G({1F)-Eepair, :

Prepared by: mﬁ@ﬁ:ezf }1/&!"’ 23 mi Approved by QCA: _ Hu &tgﬂa‘ﬁ o7 lo. (T
E=E ' FREEERE : :

‘Beason Sor Noncpnformance:
AREER:

Waldi;:g supervisor did not Teview drawing thoroughly and did not assign welder the comect WPS for the wark,
QC did not revisw drewing requirements thoroughly, thersfose inspecting to the wrong requirements.

Preveation of Re-ocomrrence: ' : : S .
TGTE : : -
I drawings were reviswed thoronghly by production and QC, this non-conformance would not have ocomTed. §
ZPMC QA will verbally notify and periorm decemented trafing of persomne]l imvolved wwith {hie
DOD-CORLOmmancs {0 prevent Te-0CCUTEnCS, '

; e Vs " g -l
Approved byt _ J0n iy o2 u;‘-’xa e YW

Techical Sustification for Use-As-Is/Repsir: [ Astachment [ Nom-attachwent ¢
ElRsRE G it : . = - TR
Ses atinchinent ' . .

_ Beviswed Al Ju Weddy ). 4o &
Verificasion: O Acceptsble O Unscceptable - = a ¥
=T O T : FUED
erified by OCUREH: . ' Beviewed by QCA/RRr=F =5

his documant is: ABPROVED
Stats ef Cafifomia
T OF Te ORE

ER787-GCE-1300 : : , gy
’ ' ' DECARTAEEHT

; [ =,
Standard Spooificaticas
R N T
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REEZEBR S

=R . .
' Critical Welding Repair Report

—————

fEd Rev, Na,
e oG, |

WEER Sniscacatill I 2L T OR— wEHS T —
Projact Name SFOBB Drawingtio .| ~_ " Report No. g R
 ERE 4-0120F4 I e
Contract No. 0 - LA [89m stut | NDTHREZE
Jﬁ E '_'{%_%'. = [tems Name SUb"SECﬁDﬁS 2 REPDI—E. ND.Df NDT
Profsct No.: “POB-TEY

Pragsh g : "y

Description of welding u‘iscontin'uiiy:

EREEHELRTAZHHESE, FNCR-CT-00,

Use. the wrong WPS, see NCR-CT-003. (MUSB-MA25-5A; MUSB-MA25-58) .

I T (Inspecior) : Zha

}1@”};’5‘ Z c?g

a Lel HJ(Dats): 2007-10-28 .

BB B kR
Draft of weldlag discontinuity:

i

Remark: tack welding in

BN

/

MUSB-MA2S-5A
MUSB-MARS-SR

— 2 l—
R Te &

[‘ /'{l‘..ff.—__

P 1 P
[E A W W

——150

~J30

in shadow

This dosument ko f\PP_ElDVE

SemmorSothrmin——
2 F TR FTATION
EE.—f.Rms?r.:o. _ar\ﬁ;!i-ﬂiﬂ —u: i
Stmndond Bpssiicmtions
fiEad [y Baim 3 Bk



Nonconformance Beport

Projest Wame: ' SFOBB MCR Number: '

IR B 22 #R: SEmMEE 5 NCR £5-5: NCR-CT-003

tiem: 80M STRUT SUB-ASSEMBLY | Ttem Number: Drawing Nmnber; .
BT 8OM BT 5 _ ES: MUSB-MA25, MUSB-MA%
Loecation: - 8SMMockUp - Date: . '
R . HXERE H s 2007-10-15

Bescription of Nonconformance: .- - - '

PRSI

. In 89 Mock up section, the stnt sub-sections mp516 and p200, mp517 and pl114 made the A709M-345+HPS
485W butt joint. Becanse the prads of maim matesial is different, drewing réquizes™fler metal maichifg the
hisher strength of base metal shall be used. Workers nsed WPS-B-T-4211-B-Usb-2, the filler metal prads iz
E7018-1, which is differént with drewing requirements, _ : g

8OM EHBRBFERME mps16 L. p0o (2 4). mpsl7 5 pllld (4 4D B RFHEH
ATOSM-345PHPS 485W. M, BEEERARAH N N A BE SHNE S ALE, NGEERXH

WPSB-TA11-B-U3bd; HiEFSBHAN B0 5 E=sAg, s

Woirk By: Xﬁﬁjﬁ-&"-efj Prepared by: 24s0zfen Sun Reviewed by QCE: X'H:’_‘f_‘ﬁﬂ -35-""7;7 19-15

IR 209, jouis HEE: 2098 RETERE
D DrawimgError 1 [0  Material Defest' ‘[0 Habricafion Brror [ Other
. EHFER ' wEHEE wEEE HMER
Disposition: [1 Usensis - O Bepsir - O Rejet ./
1 AT ;| BT L
Recommendstion: . '

- Material for Shear Tank shall bs weldad with matching fller matal in the case o matthing bage materials,,in the
case of dissimilar base metals, welds shall be welded with the bigher strengih weld filler material per drewing

MUSB-MA2S EMUSB-MA26 shall be nged. ; ’

Remove ell E7018 filler metel from weld joint by air arc and grinding, prepere weld joint in according with the

approved weld procedurs WPS-B-T-4221-B-T73¢-8. :

Fit, ack end weld in' according with drawing and WQCP requirements using WPS-B-T-4211-B-U3c-8 and |
ms-@as-mw-m}m-l{epm . Do o s

Prepared by: \,mﬁﬁﬁgﬁ{ 'Lﬁ/" A1 'ﬂ%’s " Approved by QCA: _Hu Gang Z [o.4%

L [ b REZEHE s

‘Reason for Noneonformance; . '
 AEFEEE: . '

Welding supervisor did not review drawi g thoroughly and did not essien welder the comect WES for the work,

-f QC did not review drewing requirements thoronghly, thersfore specting to the wrong requirements.
Prevention of Re-occmmrence: | T ¥

BT e ' -
B drawings were reviewed thoronghly by production and ‘QC, this non-conformance would not have ocenmred
ZPMC QA will vesbally noiify and perform  decomented training  of pasonnel involved with {his
non-Cconformencs to prevent re-oconrrahce, i

o / T -
Approved by/fhiE: }m% ot l.rl’?f.ﬁ i Wil

| Technical Jastification for Use-As-Ts/Repair: [0 Aftachment ki I\i"aﬂ-i@é&n@;’_—ﬁt t

EAZEE MR : Y g . B : o o

Ses attachment ' > § -

, Bewiogred /HEYE: i.iwi Mleslby 227, so i

| Verification: [ Acceptsble O Unaceeptable . i

wk: TES : ENGE= .

Verified by QCURMHRIA: ____ ___ ___ Boviewed by QCA/RE A5,

#R787-QCP-1300 ' ik

. This document ia: APPROWVED
Stzio of Callfamia

e A TR = = twia]

Farauaont Boction i_-ﬂ.cg cf tine .
Sesndart @pepifzosiong .
miEd N/ Dotx R Led-nT
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AEEZEBR S

M2 Rev. Ho.

Critical Welding Repair Report ™ - 0
i R FHET | pies Mesi7 | HEAT ‘
Project Nams . SFOBRB Drawing o ~ | - Report No. CWRDZQ-
HRE : = .
Contract No.: Ui FEEHF [BO9m  strut Nmﬁ-‘g%%
T H é‘%é— : ltems Name sub-sections Repart No.of NDT
: o A ZP0B-787
- _Profsct No.: ;
S e

Description of welding di;contfnuiifg: }

ERRT

ARESFEETRERBESE, FNOR-CT-003, ' :
Use the wrong WPS, see NCR-CT-003. (MUSB-MA26-9A-1, MUSB-MA26-8B-1) |

. zhang Lei .
2B/ (Inspecior) : Zhan{ Lei B #i(Data) : 2007-10-28 :

§

=t i B

Dratt of welding discontinuity:

30 B

. ’ MUSB—F;IAE6—9A—1
: 60 —T .
mp517-3 1,

100 —7

Remark: tack welding in shadow

'—-. AmDDrmssn
Siote of Calfornia

DERARTIMENT OF- TRAMSPORTATION
Sursuant Bectisn 5.2 oP o
= BeosifE T
Eeitiaf n 7 Botmt <D Ao




FERE:

1. We!ding supervisor did not review drawing thoraugh.ly.ancl did not assign welder the correct 'WPS
for the work" * '

2. QC did not review drawing regpir

&,

ements thoroughly, therefore inspecting tp the WIODE requirements,

. : _ EZE R ﬁ‘A(Foremang: /omg Kae é"ﬁit g é@%{Daie):éOO?.fi 0.26
ABER ' :

Disposition : . ' . ! ’

1, Preheat before gouging, the temperatire is not below 65°C;

2, As to the tacked welds, it is reguired 1o erind and remove them ;

3, Weldiag according to WPS—B-T—4221—B—U31:-S.

Tz Loy '——‘*‘*7 2 4 =i, HM[ZW’\'S/ . Bg so0]. 1226

Approvad by

D
This docuﬁrr‘l‘neu‘. [E8 APPROVED

Rintn g
SECASTRATAT e e e o, fthn i 1]

- . 7 Furpusant Saegen 5-£.82c8 ez
; . Btandzrd SzocEenzape




e ———————,

-y ' ; e r '
> - e .y 557 -
—_— %Eﬁ%ﬁ@m% REF Rev. Ho,

ZEMC - == P B By

T Criticaf Welding Repair Report 0.
BE &7 SRR BEBS | pr11ag ypgy | R CWRlzs
Project Name . SFOBR Drawing Na, Report No. ‘

e . . ,
Comtmc No.. - MHEOFE - e |Bom S Y '
2 Jﬁﬁ -_{.%_g_ - -]tems Nama SUh‘SECﬁDﬂE“: Repnﬁ No.of NDT |

- Project No.:. 06787 - - - -
2]k )

cecirrad,

Carrecﬁon acﬂpn‘ fo prevent re occulTence: - .
I drawings were reviewed thoroughly by oroduction apd QC, this non-conformance would not haveo

ZPMC QA will verbally notify and perform documented training of personne] mvolved“m;ﬁ:h this nop-
conformance to prevent Te—oCturrence; : '

¢
1

/

BHEBWPSE =

Repair Wps No.

| wp S-B-T-4221-B-U3e.g | TEA

= I it A(Forsman): /‘é’%?' /Y‘fﬂéﬂ‘ﬁ%mate): 2007.10,28

technblogist -

EfE (Ba) BT RE
.Preheat iemperature
before gouging

EAE Ry
/’W\L\ . Deserlption
of discontin uity

&
=2
©
&
N

BugmpE _ B WA
Inepection ,ll L Preheat temperature ) g,
before welding . 1. e 4 befors welding . fa° ¢

X _-_-—F-_‘ﬁ_—‘—-___ 3 N R -
B 4 Al B
SRRARE. | < kR g
Max. depth of gouging NA' | Tetal length  of N}Q‘

. , [ gouging ;

BRI BeExe REf® _
welder 053745 welding type 2avy poslion - Y .

Bxam a4 RERE REHEE

+ Iy )'\: + 2 i/ L2
Current Y Voltage 3 ARl .| Speed A58
EfEm=E
Imspection Afier repalrin
IR - Inspector Y4 T 1w | Date
VTrssuli  Apt L ;

snp o En

g oLy

Y Eerpuont Sestion 482 of
K stz‘:‘.x:-d‘_ SpeoiScofiona .
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Nenconformance Report

In 89 Mock up section, the strmt sub-sections mp316 mnd p200, meS17 and

TREHEE
Project Name: '~ SFCRB NCR Namber: _
ME &K= REINM¥EREE NCR&S: NCR-CT-003
Ttem: 88M STRUT SUB-ASSEMBLY | Tem Nupsher: _ Drawing Nomber: -
| SR M BB TRk it ' ElS: MOSB-MA25, MUSR-MA24
Location: " 89M Mock Up | Date: - ‘
VL . SAERE H 3 2007-10-15 -
Description of Nonconformance: . '
AR TRERES: '

ET018-1, which is different with drawing requirements,

M REBHZTEE M mpsis

, 9. 2209 (2 ). mpsl7 5 pill4 (4 @) HHFFGH
ATOOM-345+HPS - 485W. % 2=, B R NN B EER A AL, AGRELH
“WPS-B-T-4211-B-U3b-2, FIGEEBEAN BI018-1, S EER . g =~

Work By: Xule jﬁ-.ué-éﬁ . Prepared by: 2dasslen Sun Reviewed by OCE:
BT 200] toq5 ™ BE: 26 Jo 0l R T

_ P1114 mads the AT0SM-345+FPS
- 485W buit joint. Becanse the grade of main materia] i different, drawing requives™filler metal maiching the
Iigher girength of base metal ghall be used”. Werkers used WPS-B-T-4211-B-U3B-2, the filler metal grads is

Xujen 29.10.15

‘D DrewingErvor [ Materisl Defect © [ Fabrication Ervoy [ Other
SEry R eSS R HipER
Disposition: [ Useasis C O Repar . O Refect /
S HHE BB , Eiz
R&c_@_ﬁmendaﬁom ;
=

v

case of distimilar bage mstals, welds shall be welded with the higher strength weld filler material per drawing

. MatﬁalfmShearﬁaksﬁaﬂba%eldedwﬁhmambingﬁﬂszﬁstdinfhacaseufmatcﬁngbaser'ﬂﬂmials, in the

joint by airare end grinding, prepare weld joint fn according with the
.epproved weld procednre WPE-B-T-4221-B.173¢-8,

Fi, faok end weld i according with drawing and WOCP Tequirements using WPS-B-T-4211-B-U3¢-S smd

WPS-485-SI\EA.W-IG}1F)—REPEEL N _ . . S
{ Prepared by: \pthB 4 \,ei.f }Iﬂf“ a1 cofd Anprovedby QCA:  Hu @'ﬁ":% el (T =
= [ | ||~ mEsmme - - '

"Reason for Nqnwnformaﬁce:
| AREEE:
‘Welding sopervisor did not eview drawing

TbasEE:

I drawings were reviswed thoronghly by
ZPMC QA will verbally notify and
non-conformance to prevent Te-0CCHITEnCe,

production and QC, this non-contormance would not have eccmmrad.,
perform  documenied iraiming of persormel invalved with fthis

: v arawing thotoughly and did not assign welder the comect WPS for the work,
QC did notrevisw drawing Tequirements thoronghly, therefors mepeciing to the WIONG Tequirements, :
| Prevention of Re-ocemrence: ' ; o v

_Approved by/fE: }ﬁ'x_'fﬁp! 82 b Oermtl”

tniial

Technita] Justification for Use-As-Ta/Repair: | 1 Astachment Y Non-attachmeipt |
| ERRE SRR R ' Y Tk
Sea attachrnent -
5 o Beviewed /HEE: _i!g \Wenthe 2w}, 4o Wiy
| Verificgtion: 0. Acceptable Ll Usasceeptable . el B
Verified by Qﬂ/ﬁ%ﬁ%: ' Rsviewed by QCA/RRr =5 -
FR787-QCP-1300 o : This d;:th_gtctié!ﬁ::&r"ﬁﬂ T
: e e i
T e Dot b4

1



(EBMe TRBBRERERE | o R Mo,

Critical Welding Repair Report. N
2 ET REMBAG * | HRET | oiireq wpsrrd | FoBT -
Project Name SFOBB Drawing No Report No. - BEa
+RS
Buduns s DEGTZ0RY AhZsk 180m strut | NDTRE&E |
REET ltsms Name sub~sections Report No.of NDT| -
Project No.: ZPe7s7 : ) '
Pk gy - T

Description of welding diécontlnulty:
ERREMESEDABRHENAS, ENCR-CT-003, ' |
Use the wrong WPS, see NCR-CT-003. (MUSB26-10A-1, MUSB—MA26-1DB-1)

o z}/Duy Le _
#E R (Inspector) : Zhang Lei F#(Date) : 2007-10-28
- 4 ‘f"

NSRS F 50

Draft of welding discontinuity: ‘ '

_ﬂnn.
RN

MUSB-MA26~10A-1

“MUSB—MAE&—IUB—]

600

mpo17—1 01114-1 -

AlLTTLTTI LI AL LR AR

Remark: root welding in shadow

I T

‘ ot QT e al L adETd
DEPARTMENT OF TRANSPORTATION
Pursuent Soctisn 5182 of the

i =



FEEA:

Caused: . : g — . ;
1. Welding supervisor did not review drawing thoroughly and dig not assign welder the correct WpPS
for the work : ' ' U T i

in . '. . ‘ _ /'
2 ) 19 A (Foreman); /c{ﬁ Xetehu B 38(Date)2007. 10 25 3
HIER '

.| Disposition :

4, :Re.paj_r the surfacing by SMAW: .
For the plate of A709M HPS 485W, choose th
Iepairing details can be per W’PS—Q—BS-—SMAW—-IGCL_F)—RE]:EJ}; Far
electrode of Bxcalibur TL-508( @33 ¢ 40, @
WPS—SéS-SMﬁW—lG‘(lF)—Repair: ' )

5, Surfacing face should: be about 5mm higher than material base, grina Smoothly and tidy after surfacing

as tall as material base and inform 100% MT inspection. - )

6, Welding according 1o WPS-B-T-4221-B-U3e-g,

ithe plate of A709-50-2, choose the
@ 5.0). The repairing details can be pér

Tz LU\LU.@W g ) 020 T Hu G oy A 20071020
Technical engineer JV‘ ‘ . Approvad by Date
ﬁP?R?—OF‘.D wink| P —_.-..ma. is: APPROVED

- State of California
DESARTMENT OF TRANSFORTATIOHN
ko

— S mmur & O



s s}w
zm - K @ “}T— L L% EFE- = =% Rav. Na.
— Gr!tma}i Welding Repair Report 0.
= ki — 5 Can oL s = p
AREE REWEAT | EMERS | pr11ay Mpsi7. | TR AR e
Project Name SFOBB Drawing No. Report No. ' - N
S 0120F4 -
Contract Na.: - DLl SfFL£2k 0 | 89m strut NDTHRE %S
G B : fterns Name. sub-sections Report No.of NOT
Project No.: i )
Y E R

Correction action to prevent re occurrence: _
| If drawings were reviewed thoroughly b'y' production and QC, this non—con.formance would not have o

cc:un'ed

ZPMC QA will verbally nohf]r and perform docunented traunng of personnel mvolved with this non-
conformance to preveut re-occurrence.

%= q ﬁﬁA(Foreman) /‘éug Xwg émEi JE(Date) 2007. 10 28

WPS-485- SMAW']G CAF) 7 .
; - -Repair .
ZRBwWrsg s IZR 1o.
Repair WPS No. - ﬁiia?;;‘s ~BMAW- 1G “F) technologist L antM ?16{17
i . | WPS-B-T-4221-B-U3¢-5
EfE (B WWARE | EEmss ' "
Preheat temperature - T ‘}GGL Description ]'fff%ﬁ%% :
before gouaing of discontinuity oot
b o BumaEE
ﬁjgﬁﬁnﬁﬁ pis Preheatt ' o .
before welding A' Lempera Hre Lov'c
— eforg welding
I B K .
| BEERBEAUEE FalE _ .
_Max depth of gouging ;’ztuag[inglength B é{,ﬂfwm
BRT BEEm : BEMRE o
welder hat :klm T.gwa 054?57 welding type SME(W position ,5_] .
(Bean B E REEE -
“Current 'IB? A Volitage »}«YV Speed 13} _
EERRE ' -
Inspection Afier repairing; g g :
ARRE BRA H #5 -
i ' -Inspecior Date '
VT resuli ngl/ YE’/ 0 JLW\ }"‘57 “//5"2’_
TR i g g7 l#ﬂ’/ = ; ki
=7 m B
NDT result M’] OK NDT persnn JAUH ﬂ&[fﬁfﬂ’i ‘Date }v) .//‘ "ﬁ)
WE: : ' '
Witness/Review:
EE
Eemark :

#R787-QCP-701

Initial ("

'ﬁ-u: dccumzni!. AFPROVED
cfCa 5

£ - —~ 3 R,
P.rwmmﬁ ..mcﬁ:n 5-1 02 o-‘the

Stznderd Specifizstions
Dataiw, T3 L o~




Nemesuformance Report

| FRETHRE -
Project Name: SEOBR MCR Namber:
§ TIE 8% SEmMEE I H NCR 55 _ NCR-CT-003
Ttem: 8M STRUT SUB-ASSEMBLY | Ftem Namher: ‘Drawing Number: .
B 80M RETHERE | BE , ES: MUSB-MA25, MUSB-MAZG
i Location: 89M Mock Up Dite:
i AL . BREAmE- H & 2007-10-15

A ETRER: . T

485W butt joint. Because the grade ‘of*main materal is different, drawing requires™filler metal ‘matching the

WPSB-T-4211-B-Ush2, HRFn s BLEEIA BI018-L SEEE 5 R

Description of Nonconformsance: . - -

In 89 Mock up section, the strut sub-sections ﬁpS 16 and .13209, p517 end p1114 made the AT709M-345+HPS

higher strength of base meta] shdll be used”. Workers used WPE-B-T-4211-B-U3b-2, the filler metal ‘grads is
E7018-1, which is different with drawing reqnirements, A

SOM HUBRBTERM mps516 5 p2o (2 ). mpS17 5 pllld (4 H) %R Fr @
AT00M-345+HPS 485W. %=, T B =R R A BERNESHALE, A5EExA

WorkBy: KU J2-6hr] Prepared by: hapelonsun Reviewed by QCE: _Xufun 25,1015

- Prepared by: /nsi_‘lfz’%\,c.(f '[1/{/“' 9"]} rn-.g hppreved by QCA:  Hu C'-Mﬂu% o7 [o.(¥

i By 200 il 5 HEL: 2.59), 9.1 JEE T I

D  DrawingBrror [0  Material Defect [ Fabrication Error [ _ Other

' . EHEER AR e R HEbgEE -
Disposition: [1 Useasis " O Repair " O Rejeet I3
R )| BE ' EjEid
Recommendation '
ﬁﬂ::

Remove all E7018 filler metal from weld jomt by air arc.and grinding, prepars weld Joint in aceording with the
approved weld procedirs WPS—'B-T—42.21-B~U3q~S. _
Fit, tack and weld in’ according with drawing .and WQCP requirements nsing WPS-B-T-4211-B-U3¢-S and
WPS-485-SMAW-1G(1F)-Repair, ' :

HEE R

‘Resason for N oncomformance;

| R EE:

|| ‘QC did not review drawing requirements thoronghly; therefore Imspecting to the wrong requirements,

L, R T

‘Welding supervisor did not eview drav;.ring thoroughly and did not assign welder the correct WPS for the work,

Preventfon of Re-occurrence: =
I fETE: - : ' ' -
If drawings were reviewed thoronghly by production and ‘QC, this non-conformance wonld not have occmred.
ZPMC QA will verbally notify end perform documentsd tieining of persomnsl involved wifh fhis

non-conformance to prevent Te-0cCcuIrence, b -
Approved by/itvE: _ ) m9y e A‘za Jefo-sl |

Techunical Justification for Use-As-Is/Repair:’ [ Atfachment O Non-attachment | .
Bl AR 1 bR e o OB | EMeE
See atiachrment : o 3 o
_ , Reviewed At ) Weakfe 7. 1o o4
il Werification: [0  Acceptable O Duacceptabls - F
Bk  TES ERE o
| Verified by QCURRFIA: ; — Reviewed by QCA/ T 4F 5 1.

#R787-QCP-1300

—ia. ek,

S AC PROVED
Stefs of Callfomis .
DEPARTMENT OF TRANSPORTATION
. Purfuﬂn:. Sectian 1,02 afthe



Z@ Sk E 2R B ] & ik Rev.'No.

_ Critical Welding Repair Report 0
= o = D g a- bz o
- WREWH HE A AT BT | big1as upsi7a | TE S e
Project Name SFOBB Drawing No Report No. _ =
amE | _
Contract No.- G018k %1!#%—);‘.%: 88m strut NDT&%-‘%&I%
R G : ltems Name sub-sections |Report No.of NDT
B ZP0B-787 : : ,
Project No.:
LB R -

Descr{iation of welding discontinuity:
ERZEFGEBRIBREH B A, FNCR-CT-003. _ :
Use the wrong WPS, see NCR-C'FGG?:. (MUSB-—MA26-‘IOA,'MUSB_-MARB-'IOB)' .

B¥R (Inspector) : zhay Lel B #i(Date) : 2007-10-25 /

RAEESEERER -
Braft of weiding discontinuity: *

ET7
v . _
[l MUSB-MA26-10A
j/MUSB—MAea—mB
. S| |/ e
mpol/-4. @ g :
- h1114-4
% )
1
11
1
3 17
Rl

Remark: root welding in shadow

e
HEE

State of Calformia
DEFARTRIENT OF TRAMSPORTATION



™

FEAR

Caused: ) )

1. Welding supervisor did not -
r the warlk,

2. QC didnot review drawing requirements thoroughly

evaew drawing thoroughly and did not assign welder the correct WPS fs

therefore inspecting to tbe WIONE requirements_

.3, Repair the. damaged base metal, -The Te

I

' . & B RS AForemany Yoir§ Yool g #(Date):2007.10.26 /
EE D A T

Disposition :

. 1, Preheat before gouging, the te.mnerature 1s not beloW B63°C;

2, For the fmished welds, it i is required fo gouge and remove them and then grind,

quiremernts are as follows:

Clean the surface of the surfacing area. Grind the surface if necessary,

4, Repair the surfacing by SMA'W:

Hor the plate of A70OM HPS 485W, chobdse the electrade of Bxcalibur 9018M MR(® 4.0, ( 4,8)The.

repairing details can be per WPS—485- —“SMAW-1G(1F)- —Repair; For the piate of AT709-50~2, choose the
electrode of Bxcalibur TL-508( @ 3.2, @ 40, @ 5.0). The repairing details can be per
WPS-345- SMAW—lG(lF} —Repair; ~ . o

9, Swrfacing face should be about 5mm higher than material base, grind smoothly azzd tHdy aIte.r surfacing
as tall as material base and inform 100% MT i Inspecton.

6. Welding according to WPS-B~T-4221-B-U3e—s, . ' .

T & Lolltng, o‘u&7, vt e Huleodly: B >ooT. 0.2
Technical enginear . 1

Approved by Data

#R7B7-QCP-704

-] =l
St:t: of Cnﬁfamf“
D:P#RTM_N ¥ OF 'ERANSFQ&T}T\HON
an\.an: sa-—ﬂr.-n 5-1.82 of the
'




- REBELEEBERE
. Crifical Welding Repair Report

. fif:ft Rev. Na

Q

TH S HAEES | Pi114s wpst7. | REHT .
Project Name SFOBB Drawing No, - | ReportNo. EWVRO20
A H 13
00;1:32%}\;0,; dea2drs L4 | 89m stut NDTHE4455
REEE = ltems Name sub—sections | ReporiNe.of NDT
Project No.: ZF08-787 :
Y] E 43k

Correction action to prevent re occurrence*

i drawmgs were reviewed thoroughly by production and QC, this non-

ccurred

ZPMC QA will verbally notify and perform documented tram_ng of personnel involved with this non-

conformance to prevent re-occmrence,

19 5 3 A(Foreman) /G)ﬂfeém g ;E%(Date) 2007, 1(3"26

com‘ﬂrmance would not have ¢

ZRHWPSE S
Repair WPS No. - .

WPS-4B5-SMAW-1G .

C1F) -Repair
WPF&-345-SMAW-15
C1F) -Repazir

WPS-B-T-4221-B-U3c-§

TZER
technologist

EE (RE) WRREE
Preheat femperature
before gouging

)

?QC.

E fiE 89 G BE

Description

of discontinulity

BirgEgE
Inspection

A-Lb

BN

Preheat temperature

before welding - béfore welding oo
——— BAG K |
BEABRNEE : , :
Max. depth of gouging - ggzag:ing length  of W £
AT hieo | FEEE RERE
Id weldl t . iti . B
welder ﬂ}hd’g 6ea78l E" l'l'g ype 5}41/%“} ]-30511 ion /é] _
B BEaE BEEE =
Current . ]3&—7} Voltage )37'/ Speed |25 _
EEERE '
Inspectmn After repalring: : .
B R v 18 2 -
ﬂﬂﬁ§ /é‘”(" Inspestar 1% %7/7 i Date }'h)? /
VT resuli - | 67(95'1{1(7 = /J?
NDTH & HHE AR . = TN
NDT result M 01t NDT parson ZAW i Date - 2\*- Lay‘
/ </ M T D VIN,
BAF -
'\_Nim'asa/Raviaw;
5
Remark :

ERT7RI-QCP. 701

This desuinont kx: APHRDVEI)

i
D»-FAR‘!"\FENT OF TRAKEPORTATION-
Bursusnt Seclion-5-1487 of the

smn:{nm Spuo.ﬁ::ﬂ-n“




E - . Moncenformance Report

TRATRE
| Project Name: SROBB 'MCR Neimber: :
WEER: . EENMEEKE NCR 5! NCR-CT-003
| Ttemo: 80M STRUT SUB-ASSEMBLY | Ftem Nurfer: Drawing Number:
| BFFTEIR: 80M TR | 5 BS: MUSB-MA25, MUSB-MA26
| Location: =~ - 89MMockUp Date: ' -
A . 89 EAIEY L H 3 2007-10-15 "

ARFE TR

'485W butt joint. Because the grade of main aterial is different, drawing requires”filler metal matching the

"WPS-B-T-4211-B-U3b-2, HEREBEZH N BI0R-L 5B ESHA.

Bescription of Nonconformance:

In 89 Mock up section, the sirt sub-sections mp516 éﬁd D209, mp517 and plliﬁi made tﬁe AT0OM-345+HPS

higher strength of base metal shall be nsed”. Workers used WPS-B-T-4211-B-U3b-2, the filler metal grade is

E7018-1, which is different with drawing requirements, - :
0OM HOBRWBETERE mpSlG?%—%erpZOQ (2 #).-mp517 5 plil4 (4 H) WHRFEH

ATOOM-345HHPS A85W. X, WERRAZHBNABE HOSEHHALE, HiGRERE

Work By: 7(!19 jfbr- k efj Prepared by: MReﬁewed by QCE: _Xi 1‘“’2 -?»'”7 IOy

| Material for Shear Linlc shall be welded with matching fller metal in the case of matching base fnaterials, in fo

| TH:  2eel o0y BE: 2ol RETHERE:

© O DrawingBrror [0  Mbterial Defect’ [1  Habrication Error [ Other

i BERER it wfEER . HERE 7
Dispositien: [ Useasis . O Repair " O Refect oy
| AhEEiEE [ : EE : - dmil

| Recommendation: :

= '

.approved weld procedure WPS-B-T-4221-B-U3c-8,

{ Fit, tack and weld in' sccording with drawing and WQCP reguirements msing W?S—B-T—4211-B-U3G-S and
| WPS-485-SMAW-1G{1F)-Repair. .

case of dissimilar base metals, welds shall be welded with the higher strength weld filler material per drawing
MUSB-MA25&MUSB-MA26 shall be nsed. ' :

Remove all 7018 filler metal from weld joint by air arc and grinding, prepare weld joint in according with the || -

# i

Prepazred by: \osﬂci‘ﬁ ;{Af I’UV“ o] m.{.{ Approved by QCA: _ Hu ﬁﬂ-ﬂjﬁ o7 [b.{T

‘Beasen for Noneonformance:

1 AMFEERE:

wE / | ¥ mezEme

Welding supervisor did not review drawing thoronghly and did not assign welder the correct WPS for the work,
QC did notreview drawing requitements thoroughly, thersfore mspesting to the wrong Tequirements, - -
Prevention of Re-occurrence: - o ' s

T i: - : ' -
If drawings were reviewed thoroughly by production and QC, fhis non-conformance womld not have oceurred.

ZPMC QA will verbally notify and perform documented traiming of persomnel invelved with this
non-conformencs to prevent re-occurrehce.

Approved by/fhiE: J{M qb{ T4 [’fk:e L -/a-:‘; 4

Technical Justification for Use-As-Is/Repair: [0 Adtachment [1 Nbn-attachment '
| [ F SRR e AR 3R . P - : TeR
Ses attachment : -
' _ Reviewed /it Werkhe 33}, 10 4C
| Verisication: [0 Aceeptzble S Unaccepiable L !
i1 7 R CAEE . AEEZ : .
Verifed by OCI/RETA: . : Reviewed by QCA/RR EES#:

#R787-QCP-1300

Ihicdmcour P,

Stcte of Califormia -~

DEFPARTMENT OF TRAMSPORTATION

Purtuant Section 5-1.02 of E.\u
. Rl et fomn bl — i e emee



. -— _".L. . '__JL__;;“. ¢
T—rr Yy REIE IR = }iZk Rev. No.
' Critical Welding Repair Report g
W R4 = B AT FHET  |oiiian wpsi7e | RS CWROts
Projsct Nams SFOBB Drawing No : ' | Report No: .
i 4-0120F4 e
a0 S -8
Confract Ko he AL 7 89m strut | NDTHRA45
g : - liems Name sub—sections |Repart No.of NDT
e :
ZP06-767 :
Project No.: _
T‘—-—.@"FE'JEIL_

Description of welding dlscontinuliy

iﬁf_a-\%& U{‘FLE_}%]E%HT:} %! @NCR“‘CT’OOED
Use the wrong WPS, seé NCR CT- 003 (MUSB-MA26-9A,MUSE- MA26 aB) .

-~

! _Zhang'Lei H#(Date): 2007-10-26 !

: . ‘
2,1@.:\3 Le, 2‘”7""‘46

WER ( Inspector)

RERBEEFER :

Drafi of welding discontiﬁuity: )

MUSB-MA26-9A
|/ MUSB-MAZ6-9B

mp517-2 ~ S| ||| P114-2 |

000

This dosument is: EPPROVED
Etats of Cafifomis
PEPARTMENT or TRANSPORTATION

Fursumt Sazlion 5-1.02 of the

dard Spaciticaf,
|;-reinrp\/ P s

Pee (0 ek I ]

—r




FERE: ! B B o
Caused‘ ’ ' :

‘Welding supervisor did not review drawing thoraughly and did not assign welder the correct WPS
for the work

- OC did not review drawmg requirements thcaroughly, tberemre inspecting to the wrong requiraments.

. | $m-§wporeman):/u/wg X4 fuir s 3 Datey2007.10.26 !
=3 .. o Sy
| Disposition :
1, Preheat before 'gnugmg.

2, Furthe finished welds, it is required to Eouge and remove them a.ud then grind,
3 Repair the damaged base metal, The requirements are as follows:

Clean the surface of the surfacing srea, Gnnd the su.r:ace if necessary,
4, Repair the surfacing by SMAW:

For the: plate-of A705M HPS 485W, choose .the electrode of - Excahbur 9018M MR(® 4. 0, ®4.8)Tk=

.Tepairing details can be per WPS—ASE SMAW—lG(]_F) RE‘.IJEJI. For the plate of A709-50~ 2, choose the
electrode of Excalibur TL-SOB( o) 3.2, ® 40, .® 5. 0). The .repairing details can be per
WPS-345-SMAW-1G(1F)-Repair; s :

the tanpa*amre 1= not below 65°C;

9, Surfacing face should be about 5mm hlgher than material base grind smoothhr and hdy aftesr sunacme
" astall as material base and inform 100%.-MT ; nspectien.

6, Welding according to WPS-B~T-4221-B-Use-g, - '

I = Ac%*’ P2g EH. Hukong Ay ool . [0
Technical englnaer Apprﬁved by . Date

#R787-QCP-701

This docuniiot o APDROVED
=2 of Callomia
" DEPARTIMENT OF TRANSPORTATION
Purseant Secion 5-1,02 of the

. Standard Soocificotions



' ) e g : AL :
z——m M__— TN j?—é % :[g {% EFE FEd Rev, Na.
e Critical Welding Repair Report 0
= an — - Xzl Zp B =
K REHEBAST RS | P1114-2 MPSIT- "'?t’d"—ﬁf- E—
Project Name SFOBB .- Drawing No. ) Report No. :
A#HES - : . _
Confract No.: - STE0R H Lk B9m strut | NDTH& &S
;qjl' E] 2;&% HEITIS NEmE Sub—secﬁons RapDI‘t ND.Df NDT
Projeci No.: ZPOB-787 K
| E 53k _ .

Correction actlon fo prevent re occurrence:

i dra*mngs were reviewed thmroughly by productmn and QC, this non-

ccurred.

ZPMC QA will verbally notfy and perform documented traimin

Dniurmance o prevent re—occurrence.

g of personnel involved with this non-c

conformance would hot have 0

e T T

FREWPSHE S
Repair WPS No,

% 8 #i 3 A (Foreman): /ﬁf )’“5}’“& ;T}](Data 2007 10.26

WPS-485-SMAW-1G
(1F) -Repair .
WPS8-345-SMAW- 16
(1F) -Repair

ITLZH/

technologist

| Wcﬁwj c:»f

EE (RE) WHHEE

WPS-B-T-4221-B-U3¢-§

E 5 S

Preheat temperature Q7% Description 5 1 .9 ;
before gouging 97 of 'discontinulty R%'ﬂ:” m@b -
BuLEEeE BE MR B

Inspection

A—[,L

Preheat temperaturs

-4

before welding before welding v &
;‘L ' 4 :@‘@JE‘&
2N B A3 B ; . , B
'ﬁax. depth of gouging _ gto,;agfing length o1 W
BT RBEER L EEME
welder D&H}M 4355? -weiding type §1WA’W position _ /67 .
RERH . BEAE : , BEEE -
-Current /37& Voltage uhS V Speed | 3% -
EERmE
Inspection Afier repalring:
ﬁ?}_m . H H z
Cf:fﬂ%ﬁ; _r Inspector %”JZ'M Jurt Date 7 P ™
resu A '
i u STos yoo i of
. NDTH & . H #§
NDT result f“\., U/\. NDT perst}'lﬁ’/{,Dﬂﬂg?!ﬁﬂ Date 2“') /. ef
RE : .
Wiiness/Review:
£ZE

| Remark :

Sl ey fas

TS

R TE ST

SVES— "
Hiuta g Lcl]fcml:

HENT OF rRANSEORTATIG
i
Fur:n 'ant Soctjey, B-1.02 of tho

Ritsmdaca

DEPR.




Nenconformarice Report

TEATRE

| Project Name: S.F.OBRB NCR Number:

BUHE EFs  REmMAERRE NCR &5 NCR-CT-003

- Htem: 89M STRUT SUB-ASSEMBLY | Ttem Numbes: Drawing Nimber:

SRR M BB TR e, ’ ElS: MUSB-MA2S, MUSB-MAzg
| Location: BOM MockUp Date: ' '

fE: | gymmg . |B#: 2007-10-15

Description of Nonconformance: -

ARSI, ST

. In 89 Mock np section, the st sub-sections mp516 and p209, mp517 and p1114 made the A7090M-345+Hpg
4B5W butt joint. Becanse the grade of main material is different, drawing requires™filler metal matching the'
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.approved weld procedure WPS-B—T-4221-B—U30—S. -
Fit, tack and weld i according with drawing end WQCP Tequirements using . WPS-B-T-4211-B-[J3¢-S and
WPS-485-SMAW-1G 1F)-Repair, . - : -

Frepared by: o41G ‘k{ﬁ&f’ }V’V" o1 }m.% Approved by QCA:  Hu G, fgi‘ai e7. fo. (T
YEX . REZE :
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Welding supervisor did not Ieview drawing thoroughly and did not nssign welder the comect WPS for the wo
QC did not revisw drawing requirements thoroughly, thersfore inspecting o the Wrong requirements, - .

Prevention of Re-occurrence: ‘ : -
T | - .
drawings were reviewad thoroughly by production and QC, this non-conformance would not have ocerared.
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTATION AND HOUSING AGENCY ARNOLD SCHWARZENEGGER, Govemor

DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge Program
333 Burma Rd.

Oakland, CA 94607

(510) 622-5660, (510) 286-0550 fax

Flex your power
Be energy efficient!

February 22, 2008
Contract No. 04-0120F4
04-SF-80-13.2/13.9
Self-Anchored Suspension Bridge
Letter No. 05.03.01-001406

Michael Flowers

Project Executive

American Bridge/Fluor Enterprises, aJV

375 Burma Road

Oakland, CA 94607

Dear Michael Flowers,

Response o NCRs 1, 5,7,8,9,10,11,12 & 13

This letter is issued as a response to ABF-CAL-LTR-000443, 444, 445, dated February 14, 2008,
and ABF-CAL-LTR-000446, dated February 15, 2008, requesting written confirmation from the
Engineer that the referenced Non-Conformance Reports (NCRs) at Zhenhua Port Machinery
Company, Lid (ZPMC) have been closed. The Department considers the following ZPMC NCRs
closed:

NCR | State Letter No.| ABF Document No. |Description
No.

1 ]05.03.01-000123 | ABF-CAL-LTR-000443 | Radiographic Testing issues (IQI

placement, source type, etc.)

5 [05.03.01-000757 | ABF-CAL-LTR-000444 | Repairs to longitudinal stiffener welds
greater than 10% in length on the 77m
Mock-up

7 105.03.01-000757 | ABF-CAL-LTR-000444 | QC not following the approved UT
procedure on 114m Mock-up

8 |05.03.01-000757 | ABF-CAL-LTR-000444 | Repairs to skin plate welds greater than
10% in length on the 114m Mock-up

9 ]05.03.01-000795 | ABF-CAL-LTR-000445 | Third time repairs to Skin B sub-
assemblies on the 114m Mock-up without
Engineer approval

10 | 05.03.01-000795 | ABF-CAL-LTR-000445 | Repairs to longitudinal stiffener welds
greater than 10% in length on the 114m
Mock-up

11 | 05.03.01-000795 | ABF-CAL-LTR-000446 |Failure to document fit-up of longitudinal
stiffener on Mock-up

12 105.03.01-000795 | ABF-CAL-LTR-000446 |Repairs to skin plate welds greater than
10% in length on the 114m Mock-up

13 |05.03.01-000795 | ABF-CAL-LTR-000446 | Welding electrode used on 89m Strut Sub-
Assembly not in compliance




American Bridge/Fluor Enterprises, a JV
February 22, 2008
Page 2 of 2

Please contact us if you have any questions.

Sincerely,

S dvcet

GARY PURSELL
Resident Engineer

cc: Rick Morrow
Brian Boal
Gary Lai
Mark Woods

file: 05.03.01

“Caltrans improves mobility across California ™



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Shanghai, China - Changxing Island Report No: NCS-000031
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  28-Nov-2007
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0013

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  07-Nov-2007

Description of Non-Conformance:

ABF allowed ZPMC welding personnel to weld T-Stiffeners to Orthotropic Box Girder (OBG) bottom plate,
panel 42-A, without removing the paint from the weld joint area.

Thisitem of concern was previously discussed with ZPMC Quality Control (QC) personnel Ding Long on
Tuesday, November 6, 2007 to which Mr. Long stated the paint in the weld joint areawill be removed prior to
welding.

Contractor's proposal to correct the problem:

Remove the paint in the weld joint area prior to welding and complete 100% Magnetic Particle Inspection on
the affected welds.

If this issue becomes systemic, METS will elevate this issue to second-tier and request a response from the
Contractor.

Corrective action taken:

The Contractor would ensure the paint in the weld joint area being removed prior to welding.

Did corrective action require Engineer's approval ? [] Yeslvl No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Patrick Lowry, (858) 344-2712, who represents the Office
of Structural Materials for your project.

I nspected By: Liu,Chengwen Quality Assurance I nspector
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Reviewed By: Lowry,Patrick QA Reviewer

‘‘‘‘‘ TL-16,QA -- Non-Conformance Resolution Page 2 of 2



	reqdengapprovaly: Off
	reqdengapprovaln: Off
	engapprovaly: Off
	engapprovaln: Off
	typeprob1: Off
	typeprob2: Off
	typeprob3: Off
	welding1: Off
	concrete1: Off
	other1: Off
	welding2: Off
	concrete2: Off
	other2: Off
	welding3: Off
	concrete3: Off
	awareproblemY: Off
	awareproblemN: Off
	nctype1: Off
	nctype2: Off
	nctype3: Off
	norespreqd: Off


