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, China Report No: NCR-000062
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 30-Jan-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0060

Type of problem:

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

Procedural [ Procedural [ Descripton:

Description of Non-Conformance:

ABF/ZPMC performed the incorrect UT scanning procedure on the skin A to skin B corner joint on the 114m
Mockup. Thejoint isdetailed as abutt joint on the drawings but ABF/ZPM C used the scanning procedure for
acorner joint. Testing shall be done in accordance with AWS D1.5 (2002), Section 6; "Testing Procedures’,
Subsection 6.19.6.1.

"The Testing angle and scanning procedure shall be in conformance with those shown in Table 6.2" and AWS
D1.5(2002), Section 6; "Testing Procedures', Table 6.2, "Testing Angle"

Applicablereference:

1) AWS D1.5 (2002), Section 6; "Testing Procedures’, Subsection 6.19.6.1:

"The Testing angle and scanning procedure shall be in conformance with those shown in Table 6.2"

2) AWS D1.5(2002), Section 6; "Testing Procedures’, Table 6.2, "Testing Angle"

Who discovered the problem:  Alfredo Acuna, Quality Assurance Inspector

Name of individual from Contractor notified:

Time and method of notification:

Name of Caltrans Engineer notified:  Ching Chao, Structures Construction Senior

Time and method of notification: 01-30-2008, Verbal

QC Inspector's Name: Xu Jun, ZPMC Quality Control Inspector

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

Contractor's proposal to correct the problem:

Unknown at thistime.

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.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

I nspected By: Wahbeh,Mazen Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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

Page 2 of 2



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: 15-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: 05.03.06-000032

Subject: NCR No. ZPMC-0060

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-0060

Remarks:

Please see attachment 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

H.‘,,.,w" 05.03.06-000032,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  24-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 Engineser Docunent Ho.: ABF-HPRAO00023 Rew: DO
Ref: 05.03 05-000032

Subject  NCR Mo, ZPmC0080

Contractor's Proposed Resolution:
Reference Resolution: IPMC QC inthe future will concuct UT according ta the butt joint UT procedure

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-000023R00;

Caltrans" comments: Status: CLO
Date: 25-Au0-2005

The Contractar's response iz acceptable. The Department concurs that Mon-Conformance ZPMCD0E0 iz doszed.

Submitted by \Whight, Dowg Date:  25-Aug-2005
Attachment(s):

Fape lafi

a0
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TL-000802R 1

(ZPMC ! TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE: 03/27/2008
TO: RUBY/ ABFJV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

. L. .
SUBJECT: NCR(NCR-000062) FOR CLOSURE / ZPidC (o A}fz;ﬁa’é
SUBMITTED FOR YOUR APPROVAL AND SUBMITTAL TO CALTRANS.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.CT-99R1 FOR CLOSURE.
(2) COPY OF NCR WITH NUMBER NCR-000062 . G

ZFutC (O 47:’?4;?@

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:
1o
( 2 | L L7 &
PLAN HOLDER DATE
COMPANY PHONE NO.

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



(ZEMC

LETTER OF RESPONSE

No. CT-099R 1

DATE: 2008.03.27
To: AB/F Steve Lawton
From: Li Liming ,

. _ ot w2

Subject: Response to CT NCR-000062 / z'_b‘;ﬁ;wc & J 4z ?ﬁ
Mr. Lawton:
ZPMC has generated internal NCR-CT-019 in Response to CT NCR-000062, regarding the
incorrect procedure on the Skin A and B corner joint on the 114m Mockup, QC failed to check UT
procedure prior to allowing the technician to proceed, the NDT technician shall check and
differentiate the joint type (the butt joint or the corner joint), then adopt the right UT procedure to
canduct the UT, ZPMC suggested to use it is hard to perform the UT under the condition now that
all the exterior and internal splice plates have been fitted to the 114m mockup, there was no much
room 1o perform the UT inside according to the butt joint UT procedure, ZPMC had performed the
UT for the A/B comer and the weld was accepted after repairing following the corner joint UT
procedure, as to the mockup, ZPMC has been aware of this issue and will conduct the UT
according to the Butt joint UT procedure to the joint checked as Butt joint from now on.

Attachment:

NCR-CT-019,CT-UT-088,CWR(CT)033,CT-UT-088R 1,WR062,CT-UT-088R2,CT-UT-097, WR06
9,CT-UT-097R1.

If further information is needed, Please contact me.

Sincerely
Li Liming
s 5.0 A5

2P C 20

5t
tfzoe



R R L v @ o P10 e meibhiin mm 1 Bl e iy e 8 el © dmame & Tt Mk e et T e e

o Nonconformance Report
@ AEETRE

Project Name: S.FO.BB NCR Number: ’

RS 5% R Kb NCR%%:  NCR-CT-019 Rl /;;»7!/( g

Item: the problem»f A/B corner | Item Number: Drawing: E5: / TR .
: 2

UT testing procedure #5: NA Z

ZWHR: A/B AT RE

Location; 114M Mock Up Date: 2008-03-14

ALE: 114 KB H: 2008-03-14

Description of Nonconformance: A Z-&TRARR:

CT inspector found ZPMC performed the incorrect UT scanning procedure on the skin A to skin B
corner joint on the 114m Mockup. The joint is detailed as a butt joint on the drawings but ZPMQ
used the scanning procedure for a corner joint. Testing shall be done in accordance with AWS
D1.5(2002), section 6: “Testing Procedure”, Subsection 6.19.6.1: “The testing angle and scanning
procedure shall be in conformance with those shown in Table 6.2” and AWS D1.5(2002), Section 6:
“Testing Procedure”, Table 6.2, “Testing Angle”.

M RIZEL ZPMC X A/B ARG EA TR . A/B 4 MIRARR & B XHERSE, 25
REIREERIR I R E A TERG, WO ZPMC SR T f LR il k.

iEES M.
AWS D1.5(2002), %% 6 &, 6.19.6.1
AWS D1.5(2002), 55 6 #, 3£ 6.2

Work By: Prepared by: Reviewed by QCE:
MTH: LR e R . 24-344 R TR &éwﬁ. 2208
ther

0O Drawing El}{‘()l‘ L1 Material Defect ~ [0  Fabrication Error M

B4R 4 BHER e HYEER HAhE R
.Disposition: B Useasis ' O Repair O Reject
AeFiEE: T3] B il
Recommendation:

il

ZPMC suggested to use it as is, because it is hard to perform the UT under the condition now
that all the exterior and internal splice plates have been fitted to the 114M mock up. There was no
much room to perform the UT inside according to the Butt joint UT procedure. ZPMC had
performed UT for the A/B corner and the weld was accepted following the Corner joint UT
procedure. As to the mock up, ZPMC has been aware of this issue and will conduct the UT according
to the Butt joint UT procedure to the joint checked as Butt joint from now on.

ZPMC B E R R, BAREIENRUBRECLRAERERT AB AHT UT ER, FiF
BIASMERR DA%AL, 7 ZPMC RER AR UT MG RN A/B #4177 UT EIIFFRIE4#.
ETRRLE, 2PMC B \RE I E I B o7 LS 817 & P S R HE R 2 R BT

P -~




- A A4 DA P ki land SR L b B AL R S & - rf ek P kel s T P B e e ARt L b A eede AV T 4T 1B ke bbb ermans Db U v ik

Ak g e

Preparcaby: LSSV . Approved by QCA: ___ Haonq . s0d8.3)4
% I R e '

Reason for Nonconformance:
AFEIRA:
QC failed to check UT procedure prior to allowing the technician to proceed

FUARBEFRAERN UT BT RBATHRLS.

Prevention of Re-occurrence:

T i
1, The NDT technician shall check and differentiate the joint type (the Butt joint or the corner joint),
then adopt the right UT procedure to conduct the UT.
INEHRGA R AR NREMES, UMELHEERN UT Fi.

Approved by/HE¥E: L'-'*L)‘ M\ﬁ' 3079 |

Technical Justification for Use-As-Is/Repair: M Attachment O Non-attachment
5] F BRI B Ry B A 4k 378 H: ToHH

The final UT reports for the 114M lower section and upper section A/B corner. -

114 KB LT B A/B fAIREEREE UT %,

Reviewed /AEHE: Yg{[g}épxﬁﬁh o, 5 J‘F

Verification; B Acceptable . O Unacceptable

Wi CIE: 34 PRGIE: 3

Verified by QCU//fHTiA: Reviewed by QCA/mfy F 5 #:

#R787-QCP-1300

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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Saurce Inspection

Contract # 04-0120F4
Bay Area Branch -

690 Walnut Ave.SL 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Valigjo, CA 84582-1133 il &

e kg | File# 69.25B

(707) 848-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, China Report No: NCR-000062
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 30-Jan-2008

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0060

Type of problem:

Welding [ Concrete [] Other

Welding [ Curing OO0 Procedural [1  Bridge No: 34-0006

Jointfitup [] Coating [ Other O  Component: Tower-114m Mockup

Procedural [J] Procedural [ Descripton:

Description of Non—Cnnformance

ABF/ZPMC performed the incorrect UT scanning pmcedu.re on the skin A to sk:m B corner joint on the 114m
Mockup. The joint is detailed as a butt joint on the drawings but ABF/ZPMC used the scanning procedure for
a corner joint. Testing shall be done in accordance with AWS D1.5 (2002), Section 6; "Testing Procedures",
Subsection 6.19.6.1:

"The Testing angle and scanning procedure shall be in conformance with those shown in Table 6.2" and AWS
D1.5 (2002), Section 6; "Testing Procedures”, Table 6.2, "Testing Angle"

Applicable reference:

1) AWS D1.5 (2002), Section 6; "Testing Procadures" Subsection 6.19.6.1:

"The Testing angle and scanning procedure shall be in conformance with those shown in Table 6.2"

PALEE ST LR B NSRRI i L

2) AWS D1.5 (2002), Section 6; "Testing Procedures”, Table 6.2, "Testing Angle"
Who discovered the problem:  Alfredo Acuna, Quality Assurance Inspector
Name of individual from Contractor notified:

Time and method of notification:

Name of Caltrans Engineer notified: Ching Chao, Structures Construction Senior
Time and method of notification: 01-30-2008, Verbal

QC Inspector's Name: Xu Jun, ZPMC Quality Control Inspector
Was QC Inspector aware of the problem: O Yes ¥ No
Contractor's proposal to correct the problem:

Unknown at this time.

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

'M TL-15,Quality Assurance — Non-Conformance Report Page lof 2
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QUALITY ASSURANCE -—- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

Inspected By: - Wahbeh Mazen . o Quality Assurance Inspector
Reviewed By: =~ Wahbeh Mazen “ou QA Reviewer

—~
v

ﬁz__ TL-15,Quality Assurance — Non-Canfarmance Report Pagelaof 2
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| REPORT OF ULTRASONIC EXAMINATION

UTER AR

| REPORT NO.## &4 CT-UT-088

...BATE 20071226

. PAGE

1._0CF 2 Ravislon No: 0

PROJECT NO.: TH4#% ZP06-787

CONTRACTOR :

CALTRANS

ITEMS NAME:
SRR

114¥ BOX AB ANGLE

DRAWING NO.: ¥IC-¥A107 B/C
EE

CALTRANS CONTRACT NO.:
HITEEs

04-0120F4

AEFERENCING CODE #43#

AWS D1.5-2002

ACCEPTANCE STANDARD #8578
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. BiEE
ZPQC-UT-01

WELDING PROCESSH JOINT TYPE# g7 CALIBRATION DUE DATE {{iSHAER 20T
FCAW CORNER JOINT Jan. 177, 2008

EQUIPMENT ##% MANUFACTURER fHi##f | MODEL NO. #R{&S SERIAL NO. $F&E

UT SCOFE PANANETRICS EPOCH-48 051392712,061488510

CALIBRATION ELOCK i

COUPLANT 353

MATERIAL/THICKNESS #EHERE

AWS IIW BLOCK TYPE T c.m.c A709-50T-2 /90/60 mm
TRANSDUCER #%sk ,
MANUFACTURER®& | ANGLE | FREQUENCY SIZE MANUFACTURER | ANGLE & FREQUENCY ° SIZE
bi-d;: 1 A § o R+ jiciria] BEE HiE ] Rt
Changehao 70 = ; 2.5 MHz 18x18mm | Changchao B0° : 25MHz 18x18 mm
Changchao 0° i 2.5 MHz 20 mm Reference Level £SEREE | 20dB
-Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UTOK
DECIBELSAH DISCONTINUITY &t - 4
- =]
d H Ll -] g g =
WELD Z o8 Q=g |5.]18.|5;|6= LOCATION OF DISCONTINUITY 2 .| =
Z =z 2| & = = |¥E| 82| 88 |58 > =
Ox|l==|z & x|33|23|58 |28 _— 51 -
IDENTIFICATION g SuE g < |[B7 g7 |2 |8 NEEAE(mm) 3 %‘; £
S = . E 5
musess (6 (e |T |8 ; 5 | &
= o - Langth | Sound Path | Depthiram Surface | FromX | Fromy a
a|bjc |dj : o
EE HiE HBEREE EX Y
MucMAt7acanes| ! | 697 A | 1|39 |3s| 3| 1] 1 58 20 0 8 1 mer |
2 |67 | A | 1f42|35|3|4]| 25 113 40 20 15 | oper
|
3 |67 | a |1 |mfas|al3] s 13 40 2 | 50 | g i
4 |eo7| A |1 ]4235)| 4|3 15 76 2% 20 615 | Rer |
5 |67 | A |1 |42l 61| 15 112 39 20 1235 | pgg
= |
e | 697 | A |1 |4af3s| s 1] 80 112 19 -0 1310 | pe
7 |67 | A [ 1 |a|3s]| 61| w0 12 30 -0 1500 | pgy |
EXAMINED BY 23§ REVIEWED BY ##:
.
~ . AV‘ !
LYY duy oSy (o yd £ SM (T
LEVEL-l SIGN / IATE . : LEVEL- 1l SIGN ! Voate ’)/V‘>7 ILJ/]o
EREE / Qcm FFCUSTOMER
Hulo ., #0817
; U
HEF SIGN/ A} DATE £ sIGN/ H# DATE

(FORM# ZPQG-UTO1)

-
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Attachment-1. CONTINUED

v v e bt e e e d e e ERPETY

B o il RS PP A,

s b o i e e bnd

=G - REPORT OF ULTRASONIC EXAMINATION
‘| REPORT NO#R#E CT-UT0B8 - DATE  2007.12.26 PAGE 2 OF 2.  RevisionNo: 0
DECIBELS# DISCONTINUITY. Foik&sfs 5
g w w I
=4 | O = = -] g = 3 . 2 . =
WELD = =S| S |5-| 8= |8% (|58 S =
=2 S & ®|22| 88|55 |5E| vocatioN oF piscoNTINGITY At | S Z| ®
ERlIHE =g (33|28 58 |28 ==
IDENTIFICATION | & S|4 ®( 5 g |z |E 2 =
g i 8 Tilo T @ : % E
i i gty 3
BARRIES % E w a b 4 Length | Sound Path [Depth from Face's| -From'X | Fromy | 8 =
= . c K:]
B g S et =x By | @
MUG-MAIO7RIC4nds| 8 [ 657 A J 1 | 30|35 ] 3| 1] 225 113 40 20 | 1590 | ppg
9 | 67| A 1 |42 3516 |1]| 55 13- 40 20 | 1990 | ggp
10| 67| A 1 145|355 |5 15 86 30 0 2285 | ppp
n | se0| B 1|43 32| 47| 2 0 36 20 | 680 | pgp
12 | 590 | B 139|323 |4 30 64 33 20 [ 1065 | pgy
13 {500 | B 1 | 38|32 24| 175 48 25 20 | 1225 | pgy
14 |50 | B {1 43|32 a)7| 20 70 36 20 | 2050 | pep
BLANK
+ - L
EXAMINED BY £§§ REVIEWED BY Wi,
(3 Yoy Fghaitln
)-\_9.:1) . L}.ﬁ'}/{a - Y y Y
LEVEL-IO SIGN / ATE LEVEL- Il SIGN ! DATE )nf" R &
JEiESE /oy F/FCUSTOMER
Hubwl 7081 9
£ SIGN/ B DATE 45 SIGN/ HYE DATE

— (FORMs# ZPQC-UTO1-2)

-~
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i#% Rsv. No.
Critical Weiding Repair Repor" 0
=5 2
dar S EHR T SHET | wcuany |REEET
Project Nams .. - grope BRG] 5 s Report No. _CWR(CT)033 _
MUC-MA102 )
&A%
04-0120F4 . . e g
Coatiat Mo 4k £4F  [114M LOWER BOX NDT:}E.W«%_ 5 —
o ltems Name | ANGLE AB Repori No.of NDT
W H#BS
: ZP0B-787
Project No.:
SR AEER ML REE -

Description of welding discontinuity:

Rejectable indication found by ulirasonic inspection exceeds 10% of

(FBRELEKEBLRANELFEN10%. )

MUC-MA107B/C-4A, 4B

the weld size.

WELD NUMBER: MUC—MAL07B/C—4A/4B

———

Mﬁ’ 02- Il--”d
, ¥R (Inspector) : LI Limi ElJS%(Date): 07.12.286
HEEESEEFER -
Draft of welding discontinuity:
& .
~ Thie decumeont is: APFROVED
g L Stats of Geilfemia
' o EEPARTAIEENT OF TRAKSPORTATICH
N Purnuant Seston 5-1.82 af Ge
IR AT - Etznard Epssificotions
NE L &= it SB- Baoi 1/ /o
Dvm\ ~r
~ cu =T e
& @F“’fﬁ%\ 2
] = -
e\ AR N T
i\ Ll 2T 75 —h
' ‘\;_m . < %g T
| & T & ksl - 1
=)
o o
T
/ Bilg
- YA 2050
gLl 1225
1065 s -
620
- 2285 -
t 11930
1520
1500 i
fiEd 1310
1235
675
220 ..
125 | : j
i ] __‘IF L ¥ LVLFL VY| § L1VL} y o X
X jﬁg \f.)‘i\ T "‘“15 ﬁ“i) )\‘“ﬁ)*) )
0 / Il ] /
14
- 15 15 Ll: :li_ = an 10 N T
# 3% 42 115 |B4 | 65 74 o ~Hat
._£13 e o#
ke 8% oo
134 143%
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FERE:

-Caused; . —

1. EL*F%@L%WPS%‘EEE&?%

2EEBEEBETSE.

1 1.Welder didn’t strictly inform relative WPS specification.
2.Did not clear the weld pass completaly. /}

Z 5 i iTA(Foreman}:%'lﬁ Xb{fﬁ/ﬁﬁ? g #5(Data). 2 ""7\ {2 - %

#ABEL

Disposition : o .

1. Preheat b.efore gouging, the temperature is not below 65°C; ,

2. Gouge off the defect weld completely ,and must prepare a right joint ,the joint details should refer to
the approved WPS-repair;

3. Grind smoothly the gouged surface;

4. Check with MT or other NDT method to make sure the defect remove completely;

5. Preheat and the interpass temperature control according to the WPS-repair;

6. Postheai after welding ,keep the temperature between 230°and 315°C. Dec1c§mg 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,

1. {uﬁ‘z@lz‘ﬂﬁfﬁﬁ&ﬁ}‘ﬁ » BEMET 65° C; -
2. BEEELEFERE, Mﬁ:@%—/\mr AL ER,, rﬁ§¢mTﬁ%§Eﬂﬁiﬁh%&3§IE*ﬁ‘& WPS) ;

3. HEREATERE, " Weﬂaﬁ%&@wsﬁ S
4. PN REEMTRETT BE Lo B 205, gl Sﬁ““ﬂﬁﬁ*'f;-gr

5y M TR A AR 03 B LAV IS B AR G WPS
| 6 BEETRHA, #@EN 230° C~315° C, HARIEENRERE, F 26m/ /M, ERLF 1 76,
7. HRESERAEGLIEE.

_ I & o‘\-v? st i B#
Technical engineer Approved by Dats

#R787-QCP-701 ' T - _ =




A T e LA i LT AN e

et e e o
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et e S cememres s e

- S g DR — . et i e - VL‘ -!.... " - . !
za 7_‘% %i’% f,I..%JE %jﬁ %: EZE Rev. No.
R Critical Welding Repair Report G
= e 5
ME B 2 i g e MUC-MA107 f“fN’
Project Name S Drawing No gport No. CWR(CT)033
" | Muc-MA10Z
SRS
Earies o A-0120r4 &4 e | 114M LOWER B | NDTIRS %5 CTUT.088
R lfems Name | ox ANGLE AB | Report No.of NDT 3=
Project No.: ZP06-787
&) EHE:

Correction action fo prevent re occurrence:
1. FRERFEETEEANEERSE.
2. AR EEE.

1. Strictly perform according o the welding procedure specification.

2. Improve monitoring of welding and interpass

1
wL G0 " imerove " W

T Bo W

oV ToRAN 62

EBHWPSHE S
Repair WPS No.

Rk ﬁ-A{Foreman):%%’/ }4/6/1’1&5 #(Date)_ 2>/ 12 ~7"{

WPS-345-FCAW-
1G(1F)-Repair

IER
technologist

4

EE (BRA) SmMNEE
Preheat temperature
before gouging

h'c

of

SE 15 B 6R FA
‘| Description

discontinuity

%7@) yas
¥ 99

BEABRE
Inspection
before welding

A~

be

15
Preheat temperature

HM#AEE

fore welding

21 2°C—

: 5 ; 0O - ARPPROVED
By R WA B B R K ;
Max. depth of gougling - 38’ W Total Iangthﬁgﬁuﬁﬁ@‘\ﬁ&% i\ie;%égo )M']
AT Chung chaticaty opigp0| B E X [ O [EEEROVED
welder Dot o g il welding type ?c Pua%%-%ti?g%ar; L_C]’:GH
* ~, - or t z 23
1B # 8 3 BEsE '
Current 3{0 A/ Voltage . /‘
ZERRE
Inspection After repairing: i
HER At
ﬂﬂ‘ﬁﬁi Inspactor OLVH Sirirarg
VT result A
6”( UM"%&.[ t:”{nrw?\mg' l- ?/
NDTH & ¥ — X LB A 7
NDT resuit pz/ ‘ , NDT person l/:.\f;‘f"lll‘") Date )/4‘0&,’3"93
RAE : -/ 7/
Witness/Review:
&IE
Remark :
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REPORT OF ULTRASONIC EXAMINATION

UTIRGIR &

REPORT NO.3f45 42 CT-UT-DBBR1

DATE 2008.01.08

PAGE

1 OF 1 RevislonNo: 0

PROJECT NO. : 732485 ZP0E-787

CONTRACTOR: CALTRANS

ITEMS NAME:  114M BOX AB ANGLE DAAWING NO.: MIC-MA107 3/C CALTRANS CONTRACT NO.: 04-0120F4
AEETR HE hHITEES
REFERENCING CODE S840y ACCEPTANCE STANDARD #5455 PROCEDURE NO. 2FaE
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSHE i JOINT TYPEEak2h5 CALIBRATION DUE DATE {XSRERSA]
FCAW _CORNER JOINT Jan. 157, 2008
EQUIPMENT &4 MANUFACTURER #i¥% | MODEL NO. g8 SERIAL NO. Falss
'UT SCOPE PANAMETRICS EPOCH-1B 051392712,061488510
CALIBRATION BLOCK i3t COUPLANT 3547 MATERIAL/THICKNESS #&E
AWS W BLOCK TYPE O C.M.C AT708-507-2 /90/60 mm
TRANSDUCER #EsL
MANUFACTURERfi | ANGLE FREQUENCY SIZE ! MANUFACTURER | ANGLE | FREQUENCY ! SIZE
P flE L R~ i HER | RE it | R
[ i g
Changchao 70 » 2.5 MHz 18x18 mm Changchac | 60 ° 25MHz | 18x18 mm
Changchao - 0° 2.5 MHz 20 mm Reference Level S3R4EE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.10.5 0 ° UTOK
DECIBELSA-M DISCONTINUITY  Agsisd: ’
. S
o &
Wi 2 |2xl8al~ls ls 5 |5 LOCATION OF DISCONTINUITY s .| %
R B B e R ‘ -
IDENTIFICATION g Blw & § R T B = |5 |2= IR I (mim) z 5 s
- O = E
sgmpes (o (2 % | § ‘ E E
= R ~ Length | Sound Path | Depth from Surface | FromiX From'Y 2
a|bl|e |d . o
wE = mREEE T OEX By
MUC—MA'[O?BIC—QAMB 1R1 59.0 A 1 37 30 2 =5 100 172 34 -20 1510 REJ.
W|6BS | A |1 |45135| 6 |+4f 10 [ o9 36 " a5 1260 | gerg
BLANK -

EXAMINED BY g

LEVEL -1l SIGN yl DATE

Z:;z':é':mm zﬁgmﬁl iﬂg

REVIEWED BY ##:

LEVEL- 1l

SIGN !

Zehidly
" oare )4"“&’_'/. o

BERE3 /7 acm

FFCUSTOMER

ZF SIGN/ I DATE -

MuGomg 008 1 1

45 SIGN/ H# DATE

(FORM:# ZRQC-UTO1)

—




BEEERE

' . i#4& Rev, No.
_ . Welding Repair Report 0
= - o s > = . ytg_%:_.r_.-- =
Project Name SFOBB Drawing No Report No.
Bonirack flge = P DT OICAEE #4r L% | 114M LOWER B | NDTH&4%5 .
i * Jtems Name | ox ANGLE AB Report No.of NDT CT'UT'OBBP” a
. ZP0B-787 ’ :
Prqlect No.:
AL AR

Description of weldlng dlscontinuity:

RF

R (Inspector) :

u U

‘Rejected indication found by ultrasconic inspection is less t-han the maximum allowance
aggregate length. (UTREGEASRSREEXEMTREAAFLLE. ) MUC-MA107B/C-4A/4B

Li Limi“:)' H #(Date) :
. L]

08.01.08

ok o8

£

AEAGEETER
Draft of welding discontinuity:

Yk
1240
B3 8 ))))) ) i)
- -,Cl oo

WELD NUV3ER: MUC-MA1073/C-44/43




O RERWEFE

o R e e i
j _&)ﬁ E < s

Caused:

1. Did not clear the weld pass completely. )

% §i f A(Foreman): Lu ‘fefed B 35(Date)2008.1.9
HEFEL :
Disposi%iar.i : .
1. Gouge off the defect weld; ! g
2. Grind smoothly the gouged surface; . ’
3. IfUser’s request ,check with MT or other NDT method to make sure the defect remove compelety;
4. Preheat and the interpass temperature control according to the relative WPS-repair;
5. Check the welding according to the approved shop drawing.

L. WHEEskIER IR SR =5,

2. BBHULITE LS, .

3. WMAFEXR, BMT E&“ﬁ’&”ﬂﬁ%ﬁ@ﬂﬂﬁ&ﬁf?ﬁtﬁgﬁ%ﬁﬁﬁ% ;
4, EORERRGRETENRE WS ERIT MRS E k.
5. ERESRERRNEL, :

Technical engineer Approved by Date

I % ook /7_ ~ #®#% Hubany B 2008. [

- #R787-QCP-900
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_— o -3

; - _
- e , .j::.? % 1}2_ {2& 3:& == - FEE Rev. Nao. |
—— Welding Repair-Report 0
Z - = ——
WE & SRR AT BEES | MucmAto7BIC | TR é'“"N i
"~ Project Name 5}:0_}35 Drawing No. | --|-Report No. 662
#AST ' ‘
Contract No.: 04-012074 4L AR | 114M LOWER B | NDT3RZ 45
RE&HT ltems Name | OX ANGLE AB | ReportNo.of NDT | CT-UT-088Rf
Project No.: 0 57
Y EHEk:

Correction action to prevent re occurrence:

1. MBREESMERRE.

1. Improve monitoring of welding and interpass cleaning.

2 7] i A(Foreman): Zu YoJed

B J8(Date):2008.1.9

; WPS-345-FCA .
EEHWPSE S 5 = ITehR i
Repair WPS No. ;71:_7 LEUE-Repa | g s Md»f 7
EF (BE) NEARE 207 S 45 69 5 b jheamplete ﬂ—"“‘”
Preheat temperature Description . 2
before gouging of discontinuity V% 2
B4 ERE oS TRi -y 3 "
Inspection A A | Preheat temperature JED o
before welding before welding
BRABUEE . Bk
Max. depth of gouging 417 Total length of gouging 20 mm
2T c/wj' chuon can BERm BEfE
welder Cf welding type ;zqféi%' position o “’7
BRESEHRE BEEE BEME
Current gIL'7 Voltage Jo 3‘ Speed ; ee
EEERE -

Inspection After repairing: :

3 ¥ R ; B # '
HMEE A Inspector ‘ﬁ ~ (e ‘)| Date .
et GH Ae | I4 4, Cobon 2008 910,

. ¢lo] 202]
NDTE# - ;45 7 : B M
NDT result ‘: AC‘ NDT person Xut m;m Date pt‘pklv/‘i:r
: - 7
JAE : w2 ‘ : t
Witness/Review:
3=
Remark :

#R787-QCP-800




REPORT OF ULTRASONIC EXAMIN ATION
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REPORT NO.#f#%48% CT-UT-088R2 DATE  2008.01.10 _F_'Ag_;E 1 OF 1 RevislonNo: 0 -
PROJECT NO. : TE2&-8 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME:  114M BOX AB ANGLE DRAWING NO.: MUC-¥AI07 B/C CALTRANS CONTRACT NO.: 04-D120F4
LR mE mfrEss
REFERENCING CODE #3338 ACCEPTANCE STANDARD H:E47E PROCEDURE NO. Eriae
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSH$E A% JOINT TYPER Sk CALIBRATION DUE DATE {tBHm4s
FCAW = CORNER JOINT Jan. 157, 2009
EQUIPMENT & MANUFACTURER #i&% | MODEL No. &= SERIAL NO. 748
UT SCOPE PANAMETRICS EPOCH-1B 071565311,061488510
CALIBRATION BLOCK & COUFLANT 3&-&31 MATERIAL/THICKNESS # £l EF
AWS IIW BLOCK TYPE T c.N.C A709-50T-2 /90/60 mm
TRANSDUCER #3k
MANUFACTURER#|] ANGLE FREQUENCY SIZE. MANUFACTURER | ANGLE | FREQUENCY SIZE
R B AR Rt b pi2 3 g R
Changchao 70 ° 2.5 MHz 18x18 mm Changchao g0 ° 2.5 MHz 18x18 mm
Changchao o* 2.5 MHz 20 mm Reference Level R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 .0 ° UTOK
DECIBELS4 I DISCONTINUITY  Rgsiis
. 8
o) 5
- 2 |d= 8 ols (5|5, |5 LOGATION OF DISCONTINUITY s
CEEE B IR E @ E
IDENTIFICATION E g w ?,g § = TI|E e Eal FREELERTE (mm) %‘% =
: Ls = Q = E
mumens |g (£ | | f g £
= B Length | Sound Path | Depth from Surface | From'X | FromY 8
ajblc |d . ’ a
€ BE BT EX EY
MUC-MA107B/C-aa4B | TRZ | 53.0 30 ACC
2R2 | 685 35 ACC.
BLANK
EXAMINED BY 3 REVIEWED BY ¥
~
g“@éj _ H{——ﬂ WLVI}I/ M Pra o™
LEVEL-1I SIGN DATE LEVEL- 1l SIGN f(} DATE
RiEE / acm FEFCUSTOMER
Hutbong 30 - [.1¥
®F SIGN/ Al DATE &S SIGN/ Hi# DATE

(FORMg# ZPQC-UTO1)
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| REPORT NO.#i##5€ CT-UT-087 DATE  2007.12.29 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T##%% ZP056-787 CONTRACTOR: CALTRANS
ITEMS NAME: 114¥ BOX AB ANGLE DRAWING NO.: MUC—~HA106 B/C CALTRANS CONTRACT NO.: 04-0120F4
R e AU
REFERENCING CODE 215 ACCEPTANCE STANDARD #H347%E PROCEDURE NO. EHigS
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSH3E i JOINT TYPE# SE35TY CALIBRATION DUE DATE {UEEEH4
FCAW CORNER JOINT Jan. 157, 2008
EQUIPMENT 4% | MANUFACTURER &l MODEL NO. &% SERIAL NO. e
UT SCOPE PANAMETRICS EPOCH-4B 051392712,061488510
CALIBRATION BLOCK #3k COUPLANT -4l MATERIAUTHICKNESS ##pHE
AWS IIW BLOCK TYPE II c.m.c A70S-50T-2 /60/A0 mm
TRANSDUCER #dk
MANUFACTURER® | ANGLE | FREQUENCY SIZE . MANUFACTURER : ANGLE | FREQUENCY SIZE
g . mE | Ry g i g P Rt
[ | 1
Changchao ! 70 ° 26MHz | 18x18mm . Changchao 60 © 2.5 MHz 18x18 mm
Changchao ' 0° 2.5 MHz 20 mm Reference Level Z:fR40E 20dB
Base metal inspected per AWS D1.5-2002 Secticn 6.19.5 0 ° UTOK.
DECIBELS4-M DISCONTINUITY  Raihit: .
o
o] w b "
WELD = 3 3] =| ~ 5.8 | &, B LOCATION OF DISCONTINUITY ‘_f . %
§w»lz 8 C g% 58 |28 28 aE T
Fin| 8= &S [83]|85|58| = T 2
IDENTIFICATION E S|y Z § ' T B g8t EE FEEAIR (mm) .%: % £
R : E
mpamens o |2 (L |8 ET 8
F4 & = Length | Sound Path | Depth from Surface | FromX | Fromy | 2
a |b|c|d o
34 miE SRR HX Y
lwc-ua106 B/cansas| 1 | 684 | A |1 |a3|36| a| 3 | 140 70 28 -13 750 | rer
2 | 684 | A 14736 8] =31 s0 124 45 -35 2230 | pgp
3 {684 | B 14636 8| =2 | so0 97 36 2 1730 | gg
- 4 | 684 | B 1 {46136 5 |.=5 | 40 87 32 2 2100 REL.
50.0 32 ACC.
BLANK

EXAMINED BY X

Xuglaston
LEVEL-1 siGN DATE Jus] 12-2]

REVIEWED BY SiT#::

%Aa

LEVEL- 1l SIGN

‘ DATE 7"”77 J L 7;}

IS / QoM

&% SIGN/ B# DATE

B FACUSTOMER

&5 SIGN/ B DATE

b

(FORM# ZPQC-UTO1)
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REPORT OF ULTRASONIC EXAMINATION

UTERT R &

REPORT NO.Ji#ES CT-UT-097 DATE  2008.02.03 PAGE 2 OF 2 Revislonh No: 0
PROJECT NO. :THE#E 2ZP08-787 CONTRACTOR: CALTRANS
ITEMS NAME: 1144 BOX AB ANGLE DRAWING NO.: MUC—MA106 B/C CALTRANS CONTRACT NO.: 04-0120F4
] ' Ee TS
REFERENCING CODE #3337 ACCEPTANCE STANDARD 3% PROCEDURE NO. BEH&
AWS D1.5-2002 AWS D1.5-2002(Table &,3) ZPQC-UT-01
WELDING PROCESSH#E N JOINT TYPE# #5267 CALIBRATION DUE DATE {LBHE#3n
FCAW CORNER JOINT Jan. 1%, 2009
EQUIPMENT &% MANUFACTURER {H[XsHS MODEL NO. #3455 SERIAL NO. FRBE
UT SCOPE PANAMETRICS EPOCH-4B 071565311,061488510
CALIBRATION BLOCK itk COUPLANT 347 MATERIAL/THICKNESS #ElEHE
AWS IW BLOCK TYPE I c.M.C A709-50T-2 /BO/90 mm
TRANSDUCER #EL :
MANUFACTURER#E |  ANGLE FREQUENCY SIZE ! MANUFACTURER | ANGLE | FREQUENCY | SIZE
iR fafr i R+ SR BE ik ! Rt
Changchao 70 ° 2.5 MHz 18x18 mm i ‘
Changchao ! 0° 2.5 MHz 20 mm Reference Level #=HREH | 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UTOK
DECIBELS4+ I DISCONTINUITY it e
" 2
o] ];"] L o
= a] O ~]ls g |5 e LOCATION OF DISCONTINUITY = =
N EP 4 ga *-
SR =] g E5(55| 25| E= il =t
eNTFCATION | & | u 5 § @) 829|879\ 58 | g2 LA E (mm) -%é =
= 55 £
mmmess (g |2 (% |8 : E 8
= a = Length | Sound Path | Depth from Surface | From'X | FromY 2
a (b |c |d B
i BEE JEERY EX Y
WOC-MAl0G B/C—4A/4p| 1 | 689 | B %136 | 2| 9| 27 50 18 <14 330 REL
BLANK
EXAMINED BY =3E REVIEWED BY #7&::
¢ N
_Xufglg’d,f%aﬁ 2% RTRRS Z-5he ‘] L
LEVEL-1I SiG ! DATE LEVEL-1] SIGN ! DATE wﬁgﬁle{
FERS3E / acm FHCUSTOMER
Fd
Hafrond  7a8-2-
&% SIGN/ Hif DATE ¥ SIGN/ B4 DATE

-

(FORM# ZPQC-UTO01)
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Welding Repair Report

R4 Rev. No.

0

L L N e

__ Project Name .. ... SFOBB | _DrawingNo | | ReportNo. E
i 04-0120F4 | |
: ; dm s g o ¢ i
Contract No.: - L AR 114M BOX AB NDTIR-E %5 onifigy
FH e ltems Name | ANGLE Report No.of NDT
¥ ZP06-787 e .
P!‘ule_ct No.: :
T N :
Description of welding discontinuity: ;
§
Rejected indication found by ultrasonic inspection is less than the maximum allawance
" 1
aggregate length. (UTHRGI KM L KEMFRBAAELKE. ) MUC-MAT06B/C-4A/4B 4
g
i
d

. Ve Hosins- 77 6v.5]
#E R (Inspector) : Xue Hairddg HJMf(Date) : _08.02.03

BB EEFEE
Draft of welding discontinuity:

"
- - 330
' | i AR AR
Yoo T T
// B Bl o2 i

"WELD NUMBER MUC-MA106B/5-4A/ 4B

P




1.

FEEE:
Caused:

Did not clear the weld pass completely.

. ' 300§ .02 S
% i §i ¥ A(Foreman): [y Ye.’]lea‘ B 3A(Date):2008.02.05

et L

A A 36 ) ale AL 4,

P

Ty PO LS PO SR P PR

1.
2.
3.
‘1,

5.

LEBERL
Disposition :

Gouge off the defect weld:
Grind smoothly the gouged surface;

If User’s request .check with MT or other NDT method to make sure the defect remove compelciy:

Preheat and the interpass temperature control according to the relative “’P‘%vrc.pau- _

Check the welding according to the approved shop drawing.

W AT B R R 2B

TR T T ;

SH TR, T MT S A TERR AR T S S e R 5T Ao
AT R R ﬂﬁmx;iﬁﬁrﬂﬁ&ﬁﬁnmw
T SRR R,

T & Yﬁﬂ%iﬂjbb 22 bfﬁ 2.8 S “lﬂﬁma

Technical engineer Approved by

Date

D R

g geet-27Y

#R787-QCP-900

Py . b
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ARV s 4 B e e e

N E%ﬁ{é?& B Rev. No
e Weldmg Repair Report 0
= § L dE 2
WHZH Bl AHT HEAE | MucMatesc | SRS RERER
Project Name SFOEB Drawing No. REpeIENG;
N .
ontract Nigs OH-012074 H4L£5 | 114M BOX AB | NDT3R A 452 _—
FERE - ltems Name | ANGLE Report No.of NDT -UT-087
Project No.: ZP06-787
B e

Correction action to prevent re occurrence:

1. Improve monitoring of welding and interpass cleamng

24 Stnct]y perform welding procedure.

%7 §i Fr A(Foreman): {u Yo ey

H JE(Date).2008.02.05

ZBRHWPSHEE
Repair WPS No.

WPS-345-FCAW-1
G(1F)-Repair

TZhR
technologist

5

Toon fung lor 22722

B (BE) HmSEE
Freheat temperature
before gouging

J0°C

EErE
Description
of discontinuity

I \_%
f N
/\/*:

BuTiERE i BUTMHBEE
Inspection /ﬂ /| Preheat temperature j P
before welding } ~2APC3| before welding -CJOO Lo
BARUERE BEBE
Max. depth of gouging :‘)/:';m-w\ Total length of gouging /%D m M
BT - RExED EERE
welder Ob 5 g 70 welding type /f /,\ V\/ position / 6‘ .
REER = BESE — REEE '
Current % /ﬁ /~\ Voltage _‘5 l-,’-)) \/ Speed -%; i}
EEERE '
Inspection After repairing: '
¥ i ; B # _

! i1
VTﬂrfﬁft ; /H% ‘Inspector 5@1 X Date }_&%7_‘?2‘ ,3/

97\,72&'2 ] .

| NDTE & Z4 R ; B &
NDT result Acc _ NDT person )(UBH&?VW7 pate  gorf. 02415

. WE:
Witness/Review:
EE
Remark : -

#R787-QCP-800
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AMINATION
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ik s

wd

REPORT NO.fi#4# CT-UT-097R1 DATE ~ 2008.01.08 PAGE 1 OF 2 Revision No: 0
PROJECT NO.:TE£E ZP06-787 CONTRACTOR: CALTRANS

ITEMS NAME: ~114H BOX AB ANGLE DRAWING NO.: MIC—MAI06 B/C CALTRANS CONTRACT NO.: D04-0120F4
MR BE mMTEEE i

REFERENCING CODE S ACCEPTANCE STANDARD 38R0 PROCEDURE NO. &fs

AWS D1.5-2002 AWS D1,5-2002(Table 6.3) ZPQC-UT-01

WELDING PROCESS#H#: 75 JOINT TYPE S35 CALIBRATION DUE DATE {{BHE# S
FCAW CORNER JOINT Jan. 157, 2008
EQUIPMENT %4 MANUFACTURER {HH&Hy MODEL NO, #sizE8 SERIAL NO., FRlge
UT SCOPE PANANMETRICS EPOCH-4B 051382712,061488510
CALIBRATION BLOCK #i: COUPLANT #4351 MATERIAL/THICKNESS B
AWS lIW BLOCK TYPE II cme A709-50T-2 /60/0 mm
TRANSDUCER 3tk
MANUFACTURER®E | ANGLE | FREQUENCY SIZE  MANUFACTURER . ANGLE ° FREQUENCY SIZE
P bichid ! ik R W ' Bz Rt
| i
Changehao 70° | 25MHz | 1Bx18mm | Changchao g0 ° 25MHz . 18x18mm
Changchao E [ ; 2.5 MHz { 20 mm ; Reference Level £35REHE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK
DECIBELS4+ DISCONTINUITY  Flsei: -
8
g 9. lu 5 LOCATION OF DISCONTINUITY 5 5
WELD z |23 28 5|8|E:|3s| B2 SRR AeY E . %
0 ¥l< 2l = 5| =|83|55| 28| &3 St e g F
menmRcaTon | & | W I8 | © (208 2 2 LA mm) i 5
mgmues |3 |8 |T | § E g
. Z B =l Length | Sound Path | Depth from Surface | From'X From'Y B
a|b|ec d B
e ma ssmRs X gy
MIC-MA106 B/C-4A/4B | RI.| 685 35 ACC.
Rl | 683 35 P
3Rl | 685 35 ACC.
~ a1 | e8s -| 35 At
59.0 30 ACC.
BLANK
EXAMINED BY = REVIEWED BY #i;
~ > 1 1
L\C__T‘-'\A/\J / ),_\3\9_%/9["9% Z_&Lmtolw"
“ > 2
LEVEL-lI SIGN / é\m : LEVEL- Il SIGN i L DATE 20 ' ) . é/
Bt/ acw J/CUSTOMER '
4 SIGN/ HY DATE ¥EF SIGN/ HI DATE

(FORM# ZPQC-E701)




(o

—
(ZPMC
——]

UTERG &

REPORT OF ULTRASONIC EXAMINATI

ELEE S O

ON

REPORT NO.78#4&S CT-UT-087R1

DATE

2008.02.15

PAGE

2 OF 2

Revislon No:- o

PROJECT NO. : T#E#S ZP06-787

CONTRACTOR :

CALTRANS

ITEMS NAME:
AR

114N BOX AB ANGLE

HE

DRAWING NO.: MIC—M¥A106 B/C

T TEES

CALTRANS CONTRACT NO.:

04-0120F4

REFERENCING CODE ﬂﬁ-ﬁsﬁ
AWS D1.5-2002

ACCEPTANCE STANDARD 32z
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO, BN48E

WELDING PROCESSH## s JOINT TYPEfR 287 CALIBRATION DUE DATE {83
FCAW CORNER JOINT Jan. 15T, 2009
EQUIPMENT &% MANUFACTURER &% MODEL NO. #=4a58 SERIAL NO. FFiSE
UT SCOPE PANAMETRICS EPOCH-4B 071565311,061488510
CALIBRATION BLOCK 3 COUPLANT 3243 "MATERIAL/THICKNESS #3538
AWS [IW BLOCK TYPE I c.m.c ‘ A708-50T-2 /60/90 mm
TRANSDUCER #£k
MANUFACTURER®E | ANGLE FREQUENCY SIZE { MANUFACTURER i ANGLE @ FREQUENCY | SIZE
pediif __AE i g Rt : TRl i AaE : A R+F
Changchao ; 70 ° 2.5 MHz ¢ 18x18mm ! Changehao 6O ° 25 MHz, E 18x18 mm
Changchao pe 2.5 MHz ; 20 mm E Reference Level SHREME 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ® UTOK
DECIBELS4] DISCONTINUITY gkt -
=]
: o] ] w * ' E| 4
= = Ol ~]le g |5 | e LOCATION OF DISCONTINUITY 2 o
WED 2 1B S|EE G |8 ks e Fx ®
2w < S| 5 |S8]E8 £ | 2 4 b= -
IDENTIFICATION g S|y % § R b g-| B- RS E (mm) g: % £
A 3 3] a 3 = E
magesz |0 |2 (& | B - . e g
£ B -~ Length | Sound Path | Depth from Surface | From®X | Fromy g
* a |b|ec |d =
4t w2 EEERE 54 BY
MIIC-¥A105 B/(—4A/45 | IR! | 685 36 acc.
602 13 ACC.
BLANK
EXAMINED BY =i REVIEWED BY %#::
; ar
XU&%M@M Zshv Hin
T ¥ v ) I ~
LEVEL-II SIGN / DATE 7,.,/3,@2,. g’ LEVEL-l  SIGN ! DATE )»\A'chq =L. uJ
EiEZ2 / Qcm B ACUSTOMER
[fuboy 2008 - 2. (¢
2 SIGN/ HiE DATE &< SIGN/ HI§ DATE

(FORM# ZPQC-UTO1)
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== . " No. CT-099
LETTER OF RESPONSE

DATE: 2008.02.29

To: AB/F Steve Lawton

‘From: Li Liming dl/"
'Sub_]ect Response to CT NCR—000062 / ;2’79!14'( éﬁ 4f75’{ o0 _ '
Mr. Lawton: ; /ﬁ""/('&ﬂ
ZPMC has generated internal NCR-CT-019 in Response to CT NCR-000062, regarding the
incorrect procedure on the Skin A and B comer joint on the 114m Mockup, ZPMC used the
scanning procedure for a corner joint at the butt joint on the drawings, now all the internal splice
plates have been fitted, it is hard to perform thé UT under the cdndﬂion, ZPMC has been aware of
this issue and conduct the UT according to the Butt joint UT procedure from on, ZPMC will
strength the inspector’s checking for the angle of skin plate assembly and the NDT technician’s
checking and differentiation for the buit joint and corner joint to implement the right UT method.

/ﬁ’ 32 ;,Pmc rafusst MR -ooob chm be  chseol [w,,,g -
ovier UT procohfe '

(oA
220

7 N
Attached you will find s copy of ZPMC internal NCR-CT-019. / 25]711//( GO 220

If further information is needed, Please com:act me.

Strgerely i . [0 APPROVED
[0 APPROVED AS NOTED

B~ NOT APPROVED

//. ZA Mﬁ Pursuant to Section 5-1.02°

of the Standard Specifications
State of California
. ,;7’ DEPARTMENT OF TRANSPORTATION

Signed [ ‘Zu % ﬁu-

UStructure Representative

pate__2 5/!52/ 0§
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. I Nﬂﬂwaférma-ﬁee Report | ...

2 ik FRETEE
Project Name: . SFOBB - - . | NCRNumber: . ' L @
B E &Rk | SRR . |NCR#%:  NCR-CTO1 /Zﬂﬁ:éﬂgw%%
Item: the problem of A/B corner | Iltem Number: - Drawing: B :
UT testing method ~ * | #8: NA '
| RS - A/B SR '
Location: 114M Mock Up - Date; - 20080226 .
R meRE . - BB . 20080226 -

Description of Nonconformance: ARF&TNRAEA:
CT mspector found ZPMC performed the incorrect UT scanning pruce:dure on the slcm A to skin B
corner joint on the 11dm Mockup. The joint is detailed as a butt joint on the drawings but ZPMQ{
used the scanning procedure for a corner joint. Testing shall be done in accordance with AWé
D1.5(2002), section 6: “Testing Procedure”, Subsection 6.19.6.1: “The testing angle and scanning
procedure shall be in conformance with those shown in Table 6.2”.and AWS D1.5(2002), Section 6;
“Testing Procedure”, Table 6.2, “Testing Angle”,
i R R ZPMC X A/B faNERIG R T RN, A/B ﬁéﬁiﬁ%&%ﬁiﬁﬁﬁ . BH
XS R RR T R TR ﬁ'n‘ ZPMC RET A 1Rat iy Bk . .
HIEEER: - - [ APPROVED AS NOTED
AWS D15Q002), i 6%, -6.19.6.1 NOT APPROVED
AWS D1.5(2002), 2 6E, ¥ 62

_ Pursuant to Section 5-1.02
of the Standard Specifications
State of Galifornia
DEPARTMENT OF TRANSPORTATION

Work By Prepared by

%m’ﬁ% Du

D Drawing Error [ Matenal])efect | Fabncatlon Error

. BEREE R HERE . FARE
| Disposition: © HE Useasis ) 0 Repair O Reject
- | s B B i
Recommendation:

B

ZPMC suggested to use it as 1s, because it is hard to perform the UT under the condition now

B t0 _' g'Butt joint UT procedure from now on.
ZPMC 2 EARAE, EARERESRRBRFT SRR A/B BT UT BR, Fig

' Wﬁﬁbﬁ%ﬁa%ﬁﬁ. 5% ZPMC ‘&X&T A/B ﬂﬂ’? U’I‘ Eﬁﬁﬂé‘f&lﬁﬁ“ﬁ ﬁ?&ﬁ@%&, ZPMC
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Preparady: 50 ’é'u-fa 23 3h " Approved by QCA: f'ﬂ;&‘nﬁg Maj -

B - . RESEAE

\W AT DoE S
Trris MEAK

o . —
son for Nonconformance:
o

AEFEIRE: : .
ZPMC didn’t perform the UT correctly for the A/B corner,
ZPMC ¥ 114 REE A/B A STHER M UT 5.

\'@o FAILED TO CHECK UT PROCEDURE ,
PRAWOE TO ALLIWING THE TEWIW AN TO PROCEED,

’

Preventwn of Re-occurrence:

ﬁu“&ﬁ&%ﬂﬁﬁmﬁﬁ@%ﬁﬁ%&jﬂjﬁ
"2@)&& NDT technician’s checking and differentiation fqr the Butt joint and corner joint to
P implement the right UT method.

2 INERE AR ELBANREANEN, MEHEERN UT k.

-Approved by/ftHE: & & \q’d’ﬁﬁs 2hds

Technical Justification for Use-As-Is/Repair: [1 Attachment O Non-attachment

JEl P BB T A M ok
Reviewed AfE: .

Verification: ' Acceptable Ol Unacceptable

Bk . HERZ AT

L

E.] AFPFIOVED
O , APPROVED AS NOTED

REEEg

Verified by QCURHHA:
#R787-QCP-1300 B )
. Pursuant to Saction 5-1.02
of the Standard Specifications
State of Galifornla

DEPARTMENT OF TRANSPOF!TATION

Signe
. {%uctura Represa'matwe _

pate. 0 %ft?f rf _

ey Ao} PR AR PN
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DEPARTMENT OF TRANSPORTATION ' B

" 666 Feng Bin Rond Room 708, Changzing Island

Shanghal 201813 FR China

: Tel: 021-56056665 ext 207061 Fax: _
NON-CONFORMANCE REPORT TRANSMITTAL
To: American Bridge/Fluor Enterprises, a IV Date: 15-Feb-2008
375 Burma Roed .
Oskland CA 94607 k Contract No: 04-0120F4
. 04-SF-80-13.2/13.9
Attention: Dave Willizms Consultent Job Name: SAS Superstructure

- Bubject: NCR No.

Document No: 05.03.06-000032
ZPMC-0060

The attached Non-Conformence Report describes an ocourrence where the contmactor did not comply with 2 requirement of the contract document as

indicated below:

Non-Conformance with quality control procedures, Piease take appropriate comective action. Recurrence may require further adminigtrative

action.

O Non-Conformance with quality control. Records indicate that thic iz a recurring issne and constitutes 2 systematic problers in quality control.
Within fourteen (14) days, please submit a plan to comrect the deficiency.
[ Misterial or workmanship is oot in complisnce with cantract Tequirements.

Enclosed please find the following items:

NCR No: ZPMC-006D
Remarks:

Please sae sttachment for details.
Transmitted by: Ching Chao
ce: Rick Momow, Gary Parsell, Peter Siegenthaler, Mark ‘Woods, Doug Coé, Jascn Tom, Dave Willinms, CODIIE_!CI Files, Kanm Balen, Chi

File: 05.03.06

2. 05.05.05000032.NCT

—

il R TP
O APPROVED AS NOTED
@ NOTAPPROVED

Pursuant to Section 5-1.02
of the Standard Specifications
State of California
DEPARTMENT OF TRANSFORTATION

Slgn %{r “lﬁ Té(

ucture Representative

bwe__27/13/08

.
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STATE OF GALIFORNIA—-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Govemnor

DEPARTMENT OF TRANSPORTATICGN
DIVISION OF ENGINEERING SERVICES '
Office of Structural Matsrials

Quality Assurance and Source Inspection

Bay Area Branch , '
690 Walnut Ave.St. 150 Cty SE/ATA Rte: 80 PM: 13 2/13.9

Vallejo, CA 54692-1133 . .
(707) 640-5453 File #. 69.258B
(707) 648-5403 )

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, China ReportNo: NCR-000062
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 30-Tan-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0060

Type of problem:

Welding  [] Conerete [0 Other :

Welding [ Curing [J Procedural 1  Bridge No: 34-0006

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

Procedural [J Procedural [l Descripton: - '

Description of Non~-Conformance:

ABF/ZPMC performed the incorrect UT scanning procedure on the skin A o skin B carner joint on the 114m
Mockup. The joint i§ detailed as a butt joint on the drawings but ABF/ZPMC used the scanning procedure for
& corner joint. Testing shall be done in accordance with AWS D1.5 (2002), Section 6; "Testing Procedures",
Subsection 6.19.6.1:

"The Testing angle and scanning procedure shall be in con:t‘onna.nce with those shown in Table 62" and AWS
D1.5 (2002), Section 6; "Testing Procedures", Table 6.2, "Testing Angle"

Applicable reference: _ )

1) AWS D1.5 (2002), Section 6; "Testing Procedures”, Subsection 6.19.6.1:

"The Testing angle and scanning procedure shall be in conformance with those shown in Tzble 6.2"

2) AWS D1.5 (2002), Section 6; "Testing Procedures", Table 6.2, "Testing Angle"
Who discovered the problem:  Alfredo Acuna, Quality Assurance Inspector
Name of individual from Contractor nouﬁed
Time and method of notification:
Name of Caltrans Engineer notified: ~ Ching Chao, Structures Construction Semor
~ Time and method of notification: 01-30-2008, Verbal ,* 5 5y
QC Inspector's Name: Xu Jun, ZPMC Quality Controli T.nsPBG .
Was QC‘ Inspector aware of the problem: L] Yes 4] No E/ ADFF\O VEL AS NOTED
Contractor's propesal to correct the problem: NOT APPRQVED

Unknown at this time. ' . Pursuant to Section 5-1.02
Comments: ) of the Standard Specifications
This report is for the purpose of determining conformance with the contract &iBienehBalifansiaot for the

. puzpose of making repair or £t for purpose recommendations. S}%EF&W%QEM@T‘DN

' concerning repairs or remedial efforts please contact Mezen Wehbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project, Signdd bﬁ ﬁf

ructure Representative

Da;ﬁe . L 5/’ .3/ ‘3{?

’ﬁ'g‘; Ti.-].ﬁ’,QuaHgaA.rs‘umnce-—Nan-CarannmceRepm .Poge I of 2
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Insp‘ec:ted By: ‘Wahbeh Mazen . : e
Reviewed By:  Wahbeh,Mazen i Q: 2 R‘j Assurance Inspector
viewer

- A rmaviED
[0 APPROVED AS NOTED

NOT APPROVED
Pursuant to Section 5-1.02
of the Standard Specifications

State of California .
DEPARTMENT OF THANSPOHTATIDN

‘ 5 v r
Signs Vm-ﬁﬁﬁ \éf

cture Representztive

vee_23/13/08

N2, 7005 Ouisivgi ssuirnce — Non-Conformance Repor
Pagelaf 2




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, China Report No: NCS-000070
Prime Contractor: American Bridge/Fluor Enterprises, a vV Datee 06-Mar-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0060

Type of problem:

Welding [] Concrete [ 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:  30-Jan-2008

Description of Non-Conformance:

ABF/ZPMC performed the incorrect UT scanning procedure on the skin A to skin B corner joint on the 114m
Mockup. Thejoint is detailed as a butt joint on the drawings but ABF/ZPM C used the scanning procedure for
acorner joint. Testing shall be done in accordance with AWS D1.5 (2002), Section 6; "Testing Procedures”,
Subsection 6.19.6.1:

"The Testing angle and scanning procedure shall be in conformance with those shown in Table 6.2" and AWS
D1.5(2002), Section 6; "Testing Procedures’, Table 6.2, "Testing Angle"

Contractor's proposal to correct the problem:

ZPMC has generated an internal NCR regading the incorrect scanning procedure used on the corner joint.
Currently the internal splice plates for the 114m mockup are in place and the corner joint is difficult to access
so ZPMC isrequesting that the NDT results be accepted asis. ZPMC plans to emphasize checking the angle
between the skin plate assembly as well as differentiation between butt and corner joints by their NDT
technicians.

Corrective action taken:

ZPMC has generated an internal NCR regading the incorrect scanning procedure used on the corner joint.

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 Joshua I shibashi, who represents the Office of Structural
Materials for your project.

I nspected By: | shibashi,Josh Quality Assurance I nspector

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Reviewed By: I shibashi,Josh QA Reviewer

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