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: Changxing Island, Shanghai, PRC Report No: NCR-000056
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 06-Jan-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0055

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Tower-114m Mockup

Procedural Procedural [ Descripton: Skin"C" to"D", Complete Joint Penetration Weld
Description of Non-Conformance:

ABF dlowed ZPMC to move the 114m tower mock-up prior to performing the required postweld heat
treatment of acritical weld repair. At the completion of welding of the skin plate critical weld repair (CWR) #
32 the required minimum preheat and interpass temperature of 200° C was measured at approximately 138 °C
before the critical weld repair was raised to the hydrogen diffusion postweld heat treatment (PWHT) described
within the CWR and AWS D1.5 section 12.15.1.2. There was an approximate forty minute | apse between the
time the CWR was completed until the time the post heat temperature was applied and achieved.
Applicablereference:

ZPMC CWR # 32 and AWS D1.5 (2002) Sections 12.15.1.1 and 12.15.1.2.

Who discovered the problem:  Alfredo Acuna

Name of individual from Contractor notified:

Time and method of notification:

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1/08/08, 0600, Verbal

QC Inspector's Name: Lay Tao

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

Contractor's proposal to correct the problem:

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: AcunaAlfredo Quality Assurance I nspector
Reviewed By: Cudllar,Robert QA Reviewer

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



DEPARTMENT OF TRANSPORTATION
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gftrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: American Bridge/Fluor Enterprises, a vV Date: 08-Feb-2008

375 Burma Road

Oakland CA 94607 Contract No: 04-0120F4

04-SF-80-13.2/ 13.9
Attention: Dave Williams Consultant Job Name: SAS Superstructure
Document No: 05.03.06-000013

Subj ect: NCR No. ZPMC-0055

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Non-Conformance with quality control procedures. Please take appropriate corrective action. Recurrence may require further administrative
action.
[] Non-Conformance with quality control. Records indicate that thisis arecurring issue and constitutes a systematic problem in quality control.
Within fourteen (14) days, please submit a plan to correct the deficiency.
L] Material or workmanship is not in compliance with contract requirements.

Enclosed please find the following items:

NCR No:  ZPMC-0055

Remarks:

Please see the attached NCR for details.

Transmitted by: Ching Chao

cC: Rick Morrow, Gary Pursell, Peter Siegenthaler, Mark Woods, Doug Coe, Jason Tom, Dave Williams, Contract Files, Kannu Balan, Chir
File. 05.03.06

ogral " 05.03.06-000013,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  23-Apr-2008

333 Burma Road Contract Ho.: 04-0120F 4

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

Resident Engineer Docunent Ho.: ABF-HPRAO0D0MG Rev: DO
Ref: 05.03 05-00001 3

Subject  NCR Mo, ZPmMC0055

Contractor's Proposed Resolution:
Reference Resolution: IPMC QC il increasze monitorng to enswe proper post-weld heat tream ent

Pleass zee the sttached response from ZPMC. ABF )Y has revieved and concurs with this response and considers this issue resolved.
ABF 1 helieves, based on our understanding ofthe NCT processthat thiz NCR was izsued dozed azthe top (iret box anthe NCT was
checked. Please confirm.

Submitted bye  Kanapicki, Charles
Atachment(sy: AEF NPR-000016RO0;

Caltrans" comments: Status: CLO
Dates 24-Jun-2005

PMC has agreed to strengthen their monitoring of the weld repair process, and im proper post weld heat treatment has no longer been an
izzue. Therefore, we concur that Mon-Conformance 7P MC-0055 0= clossd.

Submitted by \Whight, Dowg Date:  24-Jun-2005
Attachment(s):

Fape lafi

a0



TL-000782R1

(ZPMC ] TRANSMITTAL LETTER

PROIJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE: 03/17/2008

TO: RUBY/ ABFJV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

i~
SUBJECT: NCR(NCR-000056) FOR CLOSURE / APuc 55 %/ﬁ/p,@

SUBMITTED FOR YOUR APPROVAL AND SUBMITTAL TO CALTRANS.

ENCLOSED WITH THIS TRANSMITTAL IS ONE
(1) COPY OF LETTER OF RESPONSE FOR CLOS NCR (NCR-000056).

(2) COPY OF NCR WITH NUMBER NCR-000056 / 2724/ ¢ 54 -
4/23 e

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:
@ /oed
Q,J@j L2 i[17/8
PLAN HOLDER | DATE

i K

COMPANY PHONE NO.

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

WaE




No, 097

@ LETTER OF RESPONSE

DATE: 2008.02.27

To: AB/F Steve Lawton

From: Yang Xuehui

Subject: Response to CT NCR-000056 / ZFAL(C &5 ;/r;%/gcay -
Mr. Lawton: / ZAC a5 47;;/5@
ZPMC has generated internal NCR-CT-018 in Response to CT NCR-000056/ Regard that it
removed the 114m Mockup prior to performing the required post weld heat treatment of the

critical weld repair. the completion of welding of the skin plate critical weld repair the required
minimum preheat and interpass temperature of 200°C was measured at approximately 138°C

before the critical weld repair was raised to the hydrogen diffusion post-weld heat treatment
described within the CWR032, There was an approximate forty lapse between the CWR was
completed until the time the post-heat temperature was applied and achieved, The weld has

finished repairing and accepted by NDT, in the future ,ZPMC will strengthen the monitoring of

the critical repairing and contact with the fabricator to perform the post-heat treatment in time.

Attached you will find a copy of ZPMC internal NCR-CT-018, CWR032, WR059, CT-UT-086,
CT-UT-086R1, CT-UT-086R2. '

If further information is needed, Please contact me.

Sincerely

Yang Xuehui

youﬂ Wkt

248 vl-?-]




@ Nonconformance Report
. TRHETRE

Project Name: SF.OBRB NCR Number: ,

T E £5: % A AR AR NCR%%:  NCRCT018 /20UL 55

Item: the post-heat treatment | Item Number: Drawing: ES: A
problem H5: NA ' %Sﬁﬁ !

BRHER: FEE -

Location: 114M Mock Up . Date: 2008-02-26

BE: . 14KB A 2008-02-26

Description of Nonconformance: ARF-&TUREHE:

Caltrans Quality Inspector Mr. Alfredo Acuna found ZPMC moved the 114m tower mock-up
prior to performing the required post weld heat treatment of e critical weld repair, At
the completion of welding of the skin plate critical weld repair( CWR-32) the required
minimum preheat and inter—pass temperature of 200°C was measured at epproximately 138
C before the critical weld repair was raised to the hydrogen diffusion post-weld heat
treatment described within the CWR and AWS D1.5 section 12, 15. 1. 2. There was an approximate
forty minute lapse between the time the CWR was completed until the time the post—heat
temperature was applied and achieved.

InMERARRH ZPMC EXBRLEEEFEREZR CWR32 THELESE RIS S B R T 153
114 KB, ERBENFHIRER 200C, BEERBIEE D 1387, ZPUC KA 40 ﬁ}ﬁﬁﬁﬂﬂ‘ﬁﬂ
PRI IR SR R AR ER

Work By: Hu zhen Prepared by: Du Wenling Reviewed by QCE:  Xn Jun

kl

HIH: W Lig Xiwy Sogless: B werg 28004 FETRITHE: Xl ob.o) 20
0 Drawing Error V'O OMaterial Defect M Fabrication Error [ Other

RS R A RHR B HlESER HAtFE
Disposition: H Useasis O Repair O Reject
hbEEHE: 1)z} B El
Recommendation:

2.

ZPMC suggested to use it as is, because after the movement Z'ZPMC took the post-heat treatment
right away. And the NDT showed the defect had been removed after CWR. The untimely post—heat
treatment didn’t give the big infiuence in the weld.

ZPMC BYEHMH, BAETRERNE, RE ZPMC BE RN EEHTERLE, BESE
BEER RN T FAER, #E2/5H NDT iEHESFE T RIFE.

Prepared by: \/mjj A ' Approved by QCA: _zi@g_m_géi

HE FREZE




Reason for Nonconformance:

AFERE:

RERTRT SRR IR A 5 kb 38

ZPMC didn’t perform the CWR weld post-heat treatment in time.

Prevention of Re-occurrence:
il
1. IREERZEEIRE A B R S SR SR 15 Y M
Strength the monitoring of the critical weld repairing
2. BEERARBETA RIS EEEHT B,

Contact with the fabricator to perform the post-heat treatment in time.

Approved byHt¥E: Zﬁm‘ﬁf 52 J{Z Mo

Technical Justification for Use-As-Is/Repair: [J Attachment

H Non-attachment

(5 A B IR 8 Ay B AR i - g T

Reviewed /AttE: Youq %‘M‘[&L et 7-__-7"6

Verification: A::ceptable O Unacceptable

Bk GIE: 24 - AAER

Verified by QCUFAHA: ZAao cfeﬂ!u n Reviewed by QCA/ERE4ER#: _Hu ﬁM‘j
#R787-QCP-1300 299%-2.0] . o0@.2.37
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DEPARTMENT OF TRANSPORTATION
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201813 PR China

Tel: 021-56856666 ext 207061 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: American Bridge/Fluor Enterprises, a IV Date: 08-Feb-2008
375 Burma Road
Qakland CA 94607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Attention: Dave Williams Consultant Job Name: SAS Superstructure

Document No: 05.03.06-000013
Subject: NCR No. ZPMC-0055

The nttached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated belaw:
Non-Conformance with quality contrel procedures. Please take appropriate corrective action. Recurrence moy require further edministrative
action.
[ Non-Conformaace with quality control. Records indicale that this is a recurring issue and constitutes a systematic problem in quality control.
Within fourteen (14) days, please submit a plan to correct the deficiency.
[ Material or workmanship is not in compliance with contract requirements.

Enclosed please find the following items:

NCRNa: ZPMC-0035

Remarks:

Please see the attached NCR for details.

Transmitted by: Ching Chao

[ Rick Morrow, Gary Pursell, Peter Siegenthaler, Mark Woods, Doug Coe, Jason Tom, Dave Williams, Contract Files, Kannu Balan, Chin
File: 05.03.06

H2 0s.e3.06-000003,NCT Poge 1 of |




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

DEPARTMENT OF TRANSPORTATION P,
DIVISION OF ENGINEERING SERVICES i :
Difice of Struclural Malerials G

Quality Assurance and Source Inspection N
Contract #; 04-0120F4

Bay Area Branch

690 Walnut Ave.5t. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallejo, CA B4592-1133 File #: 69.25B

(707) 648-5453
{707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000056
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 06-Jan-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0055

Type of problem:

Welding Concrete [ Other I

Welding [ Curing [J Procedural ]  Bridge No: 34-0006

Joint fit-up [0 Coating [J Other 0  Component: Tower-114m Mockup

Procedural Procedural [ Descripton: Skin "C" to "D", Complete Joint Penetration Weld
Description of Non-Conformance: E

ABF allowed ZPMC to move the 114m tower mock-up prior to performing the required postweld heat
treatment of a critical weld repair. At the completion of welding of the skin plate critical weld repair (CWR) #
32 the required minimum preheat and interpass temperature of 200° C was measured at approximately 138 °C
before the critical weld repair was raised to the hydrogen diffusion postweld heat treatment (PWHT) described
within the CWR and AWS D1.5 section 12.15.1.2. There was an approximate forty minute lapse between the
time the CWR was completed until the time the post heat temperature was applied and achieved.

Applicable reference:

ZPMC CWR # 32 and AWS D1.5 (2002) Sections 12.15.1.1 and 12.15.1.2.

Who discovered the problem:  Alfredo Acuna

Name of individual from Contractor notified:

Time and method of notification:

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1/08/08, 0600, Verbal

QC Inspector's Name: Lay Tao

Was QC Inspector aware of the problem: U Yes[ No

Contractor's proposal to correct the problem:

Comments:

This report 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.

Inspected By: Acuna,Alfredo Quality Assurance Inspector
Reviewed By:  Cuellar,Robert QA Reviewer

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




REPORT OF ULTRASONIC EXAMINATION .

—
2FRPMC |
=] B
UTERG R &
REPORT NOGR&EE5E CT-UT-086 DATE 2007.12.24 PAGE 1 OF 1 Revision No: o
PROJECT NO.: T24%% ZP06-757 CONTRACTOR: CALTRANS
ITEMS NAME: _ 1144 LOYER BOX ANGLE CD| DRAWING NO.: ¥UC-¥A107 B/C CALTRANS CONTRACT NO.: 04-0120F4
| R =S . mHIEES
REFERENCING CODE Sty - ACCEPTANCE STANDARD #3igs PROCEDURE NO. BMuas
AWS D1.5-2002 ‘ AWS DA1.5-2002(Tabie 6.3) ZrPac-UT-01
WELDING PROCESS 2 73 JOINT TYPEjB 28w CALIBRATION DUE DATE X B Tea3im
FCAW CORNER JOINT Jan. 197, 2008
EQUIPMENT #% MANUFACTURER fi#y MODEL NO. B8 " SERIAL NO. Ko)igs
UT SCOFE PANAMETRICS EPOCH-B 051382712,061488510
CALIBRATION BLOCK 3 COUPLANT 2843 MATERIAL/THICKNESS #7%5.HEf
AWS l\W BLOCK TYPE I c.am.c A708-50T-2 /80 mm
TRANSDUCER #5iL ‘ .
MANUFACTURER%| ! ANGLE ! FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY | SIZE
H#EH pi:1: = Rt ISR aE | IES | R
Changehaa 70 = I 2.5 MH=z 18x18 mm Changchao .45 ° | 2.5 MHz ! 18x18 mm
Changchao o° ! 2.5 MHz 20 mm Reference Level #=¢REr i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.18.5 0*® UTOK
DECIBELS# | DISCONTINUITY  Fxsiid -
i o
2 g |4, |y g |5 ; F DI U E 3
WELD =, gg 3’3‘. z £, EE £:| 5e LOCATION OF DISCONTINUITY P
0¥z sl B k|85 58|25 B2 o @ F
IDENTIFICATION % S WE § | S |E |7 8 B TREEAE (mm) g i
o (o] = =
mgmmgs |5 (2. (% | B 2 5
= o ~t Length | Seund Path | Depthfrom Surface | From™X | Fromy B
a b |e d [=]
e EE BIEEES . = By
MUC-MATo7BAC-2amB] 1 | 446 | A | 1 Ba2-57 5 | 3-5|ea27| 160 63-84 45-60 -12—3 0 | gl
2 | 446 A 1 B2-54 45 | 3-5 [+4—7] 1840 | - 63-84 45-60 123 450 REI
- 682 45 ACC.
BLANK

EXAMINED BY

[ B Y

LEVEL -1l BIGN . /

ofj=

REVIEWED BY %%,

X6 Wy _peer. -2

2...»7)'1),1%

LEVEL- I
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S SIGN/ B DATE
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& SIGN/ HI¥E DATE

{FORMs# ZPQC-UTO1)




Ec ;‘é % j,’:Ei: ]g {% 3&& . £ Rev. No,

_ Critical Welding Repair Report - 0
y e
MEEk 2= EEE HHEEHE | MUC-MAINM ii;cﬁ!; CWR(CTIE2
iject Name Drawin ND t . ’ 2
=ECRR o MUC-MA110
4HE s .
Confract Nos . - DD120F4 447 [114M LOWER BOX NDTH4 %5 _
E ltems Name | ANGLE c\D Report No.of NDT CT-UT-086
Sy ZP06-787
Project No.:
AR BE

Description of welding discontinulty:

BHEBSEFETRAEEN10%. (MUC-MA107B/C-2A. 2B)

Rejectable indication found by ultrasomc mspectlon exceeds 10% of ’che weld size.
(MUC- MATDTB!G 2A. 2B)

" ‘
€ sliveg

[ . b
¥R (Inspsctor) : Lillmind./ H #i(Date) : 02.12,24

FRESEEFER : O
Draft of welding discontinuity: P
s — ;
11D fl e A Yé
~ = ' 460 _
3 LI of
e\ o\ x ¥ ¥ 1 \ BN o
e 1H#\2# ;
<4 face B. 160 : 1840 _
1# ch

WELD NUMBER: MUC-MA107B/C-24/2B

Thit dormame ot AFFROVED
Gt ot Culfomis .
DREAETHENT OF TRANBEQNTATI=N
Fursuent Bootion 8428 clthe
oo S'ﬁ:ﬂw“?—,m
s Cets: trg ) G




FERA:

Caused: -
1TERIRFHEHRITWPSHERER.

CERERBEETE.

1.Welder didn’t stricily inform relative WPS specn‘:catton
2.Did not clear the weld pass compietely.

3£ I §i - A(Foreman): %ﬁ )d,,g, ,LWZ B $i(Date): Do 57‘ /2. 2—5
AEEL [ v
Disposition 3
1. Preheat before gouging, the temperature is not below 6§5°C;
2. Gouge off the defect weld completely ,and must prepare g right joint ,the joint details should refer to
the approved WPS-repair;
3. Grind smodthly the gouged surface; _
4. Check'with MT or other NDT method to make sure the defect'remove completely;
S. Preheat and the interpass temperature conirol according to the WPS-repair;
6. Postheat after welding ,keep the temperature between 230°and 315°C. Deciding how long the
postheat time is according to the gouged depth, Usually per 25mm an hour ,not less than an hour:
7. Perform NDE in accordance with according to the approved shop drawing,

I BAZRABAEHETHHS, BENMET65° ¢ . ‘

2. SERTARRE, BAEE N ERNELDR, E4ELIHNWE I ENGHMIET $82 ()
3. CRBUAT B

4. BT R ERNERER T EE LR AR,

3. %H‘Eﬁ,ﬁﬁﬁi‘ﬁ#«ﬁﬁfﬂﬁﬂmﬁﬁwuﬁ?ﬁfE{PFEL'\ZHH WPS;

6. EEHFE#, HFR230° (~315° ¢, NESEEREERE, ﬁ%mm/d\ﬂ:r, BARLTF 1 /e
T m@%ﬁﬁ%#ﬁﬁﬁﬁm% '

SosEnmst 5 AFFROVED

£énte of Califorale

DERASTEENT OF TRANSFORTATION
Fursneet Spctiss B-7.02 -‘“.‘}w

1= C‘-.-z-.-i ﬁ !l._lfg‘nb

I % B =P .3
Tﬁchnlcﬂlengm GLJ? ~ )7 Approved by H“&“”lj _ pety POl ]

#R787-QCP-701




CRERBREZEERERBRS B Rev. No.
: Critical Welding Repair Report 1)
WELH AR AT Hlem = MUC-MA111 | BT
Project Name SFOBB ‘ DrawingNo. | Muc-MAf{g | ReportNo. Rl L
GRS
Gt Mo 04-0120F4 s | 114M LOWER B | NDTIR& %2
59'125;’,% _gi ltems Name | ox ANGLE c\D | Report No.of NDT_ PT'U‘T'OSB
Project No.: AEOBTET
B Bk

‘Correction aciion to prevent re occurrence:

1. FERERBEIZHEAAERME.

2, ImBEEGENEREE.

1. Stricﬂy perform according to the welding procedure specification.
| 2. Improve monitoring'of welding and interpass clea

WHAT 16 @C DOING TO "IMPROVE' MO N1ToLIS6TO Enciaf

COMPLIANLE 2

% [7] §i ft A(Foreman): )574;5’/ Xtz b #(Date);_H "'7- [2- }{

£ EBHWPSE S

Repair WPS No. o

WPS-345-FCA
W-1G(1F)-Repa

IZHR
technologlst

_/wv‘”;f'wdk? e

JLEE :
Winess/Review:

EE () NAHRE o SE fE 6 5% 15 “‘Pb‘fjc“s“’"
Preheat temperature ?\g () Description
before gouging of discontinuity
ROULERE BT #48 B
inspection . Aﬁt Preheat temperature 220 DC/
before welding before welding
I :
BABAUEE B B
Max. depth of gouging lI& mm Total length of gouging 2' ! 00'”“’7
BT eﬁumazg ailfye | BEZA s BEMNE
[d Iding t ¢ Iti
welder ot N@ﬂhﬁf ﬁ%@# welding type [ A/ position fé‘ :
mEan B E L P R e j
Current %fo A Voltage 3@ %:H‘Sygwc NOTED )—78’””1;“!
BEERE ) O HOTATROVED
inspection After repairing: )
BERA ' RS
-\ifﬂaﬁ Inspector 96.& i et
T | :
result Ok\ : Qﬁﬂl / b e 1‘:‘?/- "7
NDTE & ZhE R by e B i L
NDT result lJ‘-T R-L’lj‘ NDT person A‘L\} K /] Masy oyt '>

£E

Remark :

#R787-QCP-701
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UTERGIR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO.3# %435 CT-UT-DBBR1 DATE  2008.01.07 PAGE 1 OF 1 Revlsion No: o
PROJECT NO. : T8 ZP06-787 CONTRACTOR: CALTRANS

ITEMS NAME: 1144 LOWER BOX ANGLE CD{ DRAWING NO.: MOC-¥AI07 B/C CALTRANS CONTRACT NO.: 04-0120F4
AR B M ITESS

REFERENCING CODE #=53#
AWS D1.5-2002

ACCEPTANCE STANDARD #5250
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. BF&s

WELDING PROCESSH#Erik JOINT TYPESS g2 CALIBRATION DUE DATE X B
FCAW CORNER JOINT Jan. 177, 2008
EQUIPMENT #% MANUFACTURER {HI3ER/ MODEL NO, ##% SERIAL NO. FFliss
UT SCOPE PANAMETRICS EPOCH-4B 051392712,061488510
CALIBRATION BLOCK & COUPLANT &% MATERIALTHICKNESS #HHEE
AWS IIW BLOCK TYPE 1I c.n.c A709-50T-2 /90 mm '
TRANSDUCER #iL
MANUFACTURER#E | ANGLE FREQUENCY ! SIzE MANUFACTURER | ANGLE | FREQUENCY | SIZE
W b e ! R R pil:y s | Rt
Changchao 70 ° 2.5 MHZ ! 18x18 mm Changchao 45 ° 2.5 MHz i 18x18 mm
Changchao o-° 2.5 MHz 20 mm Reference Level &350 20dB

Base metal inspecied per AWS D1.5-2002 Section 6.19.5

0° UTCK.

DECIBELS4-I DISCONTINUITY el .
[=]
=] W w T o
WELD Z || Q=5 |8 |5 | 5. LOCATION OF DISCONTINUITY 2. B
B B R gzl
i 4 : = £ "1 5 =
IDENTIFIcATION | & S| W % EE|C|E |2 = SEE AT (mm) Tz =
Q. 15 &
mgme=es |5 |2 | |8 £ 5
Z o = Langth | Sound Path | Depthfrom Suface | From'X | Fromty g
a|bjc|d o
R EE EfmEn BX EY
MUC-MA107B/C-2A/2B 1Rl 450 A 1 41 30 5 +§ 20 86 ) 6l -i0 2100 REL
RI[ 686 | A |1 |a6]|35] 6| 5| s 92 34 -25 2275 | ggy,
BLANK

EXAMINED BY 3%

LEVEL-II SIGN / TE

&L} trdag JA;:)—E’\QT .

)

REVIEWED BY %

_Xie Had v, 4

LEVEL- 1] SIGN /

2w 8. 0] o
e o

-FREE /ocy

Haliong 2008115

FEF SIGN/ Hifl DATE

EJFCUSTOMER

¥ SIGN/ F#E DATE

(FORM# ZPQG-UT01)
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2008/1[7
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SR Y E % R o
— Welding Repair Report 0
= e E iz =
I A% SEEEE B S MuCMAto7BIC | TS T WR059
Project Name SFOBB Drawing No Repalis:
AR5 . s
Soritach Ho: 04-0120F4 4L # | 114M LOWER B | NDTHR4% 5
FEGE ltems Name | ox ANGLE ¢/D | Report No.of NDT | CT-UT-086R1
. ZP05-787 ' :
Proiect No.:
ARSI

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum allowance
aggregate length. (UTRGRIAMGRBEKESN TR XA EKE. )MUC-MA107B/C-2A/2B

. R me}j
#E R (Inspector) : LI Liming/ g #(Date) :

t!-g ' 91'97
08.01.07

HEAEEE~ER

Draft of welding discontinuity:

LD

Lriﬁg#m
_lel

,__

i

- 2275 _
’ up
- 2100 =
| L

X 1
0 1\

DR

T

1#‘8#

15

WELD NUMBER: MUC-MAL07B/C-2A/2B




EEER:
Caused:

1. REEHEETH.
1. Did not clear the weld pass completely.

* F fifrA(Foreman): |y Yofp) B #I(Date):2008.1.08
KEER e H
Disposition :
1. Gouge off the defect weld;
2. Grind smoothly the gouged surface; .
3. I User’s request ,check with MT or other NDT method to make sure the defect remove compelety;
4. Preheat and the i.hterpass temperature control according to the relative WPS-repair;
5. - Check the welding according to the approved shop drawing.'

1. LRGSR,

2. KA B, ,

3, WAFER, BA REEHTRAN T S Ls A .
|4 HERESEGEETEHE WPS SR T e siE e i,
5. HESERDAIEE.

I HoF o f ik, A
" Technical engineer ‘ Approved by : Date

#R787-QCP-800
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ZPMC R EEER ok o .
; Welding Repair Repori . 0
MEERH REERAH HEES | Mucmatorec | SR T
Project Name ' SFOBB Drawing Ne. Report No. WRO059
A - ) _
Coniract No.: SRS ffb£4k | 114M LOWER B'| NDTH-& %5 ‘
RE G : ltems Name | ox ANGLE c/p | ReportNo.of NpT | CT-UT-086R1
Project No.: ZP08-787 :
BN

Correction actlon fo prevent re occurrence:

1 R I (A .

1. Improve monitoring of wetdihg and interpass cleaning.

- § JH(Date):2008.1.08

1 fIEAForeman): g, fefei.
- ]

EWHWPSH S WP8-345-FCAW-1G IZR . / )
Repair WPS No. (1F)'-Repair technologist Z/""“"‘“?fl)x l‘,ﬁ»,f 5

5 0 7
Ef (BE) THAEE SE 1 60 6 Aconlete s ol
Preheat temperature /(/{Ai Description
before gouging of discontinuity ?’_ ;
AR ERE 4T E ”
Inspection A(/L Preheat temperature / 2 G
before welding ' ] before welding
Bk B B B : BB P
Max. depth of gauging #mm Total length of gouging /8§ ?ﬁ?ﬂ

T CA@" BERE i BENE
welder j welding type ?e, \A position
. 998@0 A | G
HERR o BiEsE 1% 4 3 B .
Current 8 /O /-\ Voltage ; 9 \2_ \/ Speed 217937777/]?71[)
EERRE ‘ '
Inspection After repairing: .
AR E %fl Inspector  CAlA XI Date
VT result 07073 ,2205’0/ /o
‘NDTH & BE & o B H
NDT result Q4( NDT person 3{%& I-FX;W”? Date wér?J .
g i ) -

JRAE : :
Witness/Review: -
EE
Remark :

#R787-QCP-900
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REPORT OF ULTRASONIC EXAMINATION

UTHREH S

REPORT NO.3##&4% CT-UT-086R2

DATE  2008.01.10 PAGE 1 OF 1 | RevisionNo: ¢ -
PROJECT NO. TESE ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME:  114H LOWER BOX ANGLE CDI DRAWING NO.: ¥MIC-¥A107 B/C CALTRANS CONTRACT ND.: 04-0120F4
RS Be mHTRGES .
REFERENCING CODE #4787 ACCEFTANCE STANDARD #5351 PROCEDURE NO. BfaS |
AWS D1.5-2002 AWS D1.5-2002(Tahie 6.3) - ZPQC-UT-01
WELDING PROCESS#ZEHS: JOINT TYPERS53a CALIERATION DUE DATE {¥:S8 e
FCAW CORNER JOINT dan. 177, 2008
EQUIPMENT #% MANUFACTURER &7 | MODELNO. B%i8E SERIAL NO, FFlfEE
UT SCOPE PANAMETRICS EPOCH-4B 071565311,061488510 -
CALIBRATION BLOCK & COUPLANT #E&H MATERIAL/THICKNESS #3$58
AWS IIW BLOCK TYPE 1 C.M.C : A708-50T-2 /90 mm
TRANSDUCER L
MANUFACTURERfH | ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY SIZE
- ¥ fHe g St HER piif: o Rab
Changchao 70 ® 2.5 MHz 18x18'mm Changchaao 45 ° 2.5 MHz 18x18 mm
Changchao (1 2.5 MH=z 20 mm ‘Reference Level SEREpr 20dB
Base mets] inspected per AWS D1.5-2002 Section 6.19.5 0° UTOK ‘
DECIBELS#-I DISCONTINUITY Adeisis
X ' 8 _
o] W olw o |=& g #
WELD Z |am Q| sl |8 E. | 5a LOCATION OF DISCONTINUITY 3 . ot
ol &L= B|5E|25 53| &5 i 5
2 F =2 £51E e g =
IDENTIFICATION E = 8 g § S - F - FREA T (mm) %; % =
= 3 E
sgmses (o (B O|T | § : e | 2
= = .- g |tength| SoundPath | Depthfiom Sudace | FromX | Fremy | B
4 (=]
’ #E jte] EETR X By
MUC-MA1078/C-2a/20 1R2Z | 450 30 ACC
685 35 ACC.
BLANK
EXAMINED BY Z=3f REVIEWED BY ##:
1 1
4l o, 10 _Z-.dlw Thvt
S ) i
LEVEL-)l SIGN / DATE LEVEL- Il SIGN ! DATE . m{* .°/. [=
Hit&® / oom HA/FCUSTOMER.
Huffang 5008 - 1-1%
x .U o | ) : !
HF SIGN/ HHI DATE EF SIGN/ B DATE

(FORM# ZPQC-UT01)




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: Changxing Island, Shanghai, PRC Report No: NCS-000049
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 19-May-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0055

Type of problem:

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

Procedural Procedural [] Descripton:

Date the Non-Conformance Report waswritten:  06-Jan-2008

Description of Non-Conformance:

ABF alowed ZPMC to move the 114m tower mock-up prior to performing the required postweld heat
treatment of a critical weld repair. At the completion of welding of the skin plate critical weld repair (CWR) #
32 the required minimum preheat and interpass temperature of 200? C was measured at approximately 138 ?C
before the critical weld repair was raised to the hydrogen diffusion postweld heat treatment (PWHT) described
within the CWR and AWS D1.5 section 12.15.1.2. There was an approximate forty minute lapse between the
time the CWR was completed until the time the post heat temperature was applied and achieved.
Contractor's proposal to correct the problem:

ZPMC will improve monitoring of critical repair work in accordance with ZPMC internal NCR-CT-018.
Corrective action taken:

The weld has been inspected and passed NDT evaluation to ensure that cracks had not been formed due to the
improper hydrogen diffusion postheat process. ZPMC internal NCR-CT-018 has been issued to ensure that
critical repair work will be monitored more thoroughly in the future.

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 Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: McReynolds,Rabert Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1



	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


