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-000130
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-May-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0124

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: SEG-015A, BP-009-01

Procedural Procedural [ Descripton: OBG Segment Assembly, OBG Bottom Panel
Reference Description: Repairsto Base Metal

Description of Non-Conformance:

The Contractor performed base metal repair without prior Engineer approval. The Contractor was observed
depositing additional weld metal to (buttering) the edge of plate BPOA in order to correct insufficient plate
width. It was observed that approximately 30mm of built-up weld metal extends from the plate edge along the
full length of the plate. This occurred on bottom panel BP-009-01 of segment assembly SEG-015A.

Yeiur = : / =
k\ o Ty e & Prime an Bridge, or e
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F

41336 05-14-2008

Applicablereference:

AWSDL1.5, Section 3.7.4: "Prior approval of the Engineer shall be obtained for repairsto base meta...."
Who discovered the problem: QA Inspector Mahlon Lindenmuth

Name of individual from Contractor notified: ABFJV QC Inspector Mr. Steve Lawton

Time and method of notification: 1025 Verbal notification

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 5/16/08, 0900 hours, viatelephone

QC Ingpector's Name: ZPMC QC Inspector Mr. Chen Chih Meng

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

Was QC Inspector awar e of the problem: [ 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: Lowry,Patrick SMR

Reviewed By: Lowry,Patrick SMR

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

Page 2 of 2



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
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, A JV Date: 19-May-2008

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. Dave Williams Consultant Document No: 05.03.06-000105
Subj ect: NCR No. ZPMC-0124

Reference Description:  Repairsto Base Metal

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.
Il 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.
Material Location: OBG Lift:
Remarks:
The Contractor performed base metal repair without prior Engineer approval. The Contractor was observed depositing additional weld
metal to (buttering) the edge of plate BPOA in order to correct insufficient plate width. It was observed that approximately 30mm of
built-up weld metal extends from the plate edge along the full length of the plate. This occurred on bottom panel BP-009-01 of segment
assembly SEG-015A.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance to prevent future occurrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0124

cc: Rick Morrow, Gary Pursell, Brian Boal, Jason Tom, Ching Chao
File 05.03.06

ogral " 05.03.06-000105,NCT

Pagelof 1



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 05-Aug-2008

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000065 Rev: 00
Ref: 05.03.06-000105

Subject:  NCR No. ZPMC-0124

Contractor's Proposed Resolution:
Reference Resolution: NCR was not buttering but allowable weld prep.

Please see attached.

Submitted by:  Kanapicki, Charles
Attachment(s): ABF-NPR-000065R00;

Caltrans' comments: Status: REJ
Date: 15-Sep-2008

The response is not acceptable. Step 7 of the attached Welding Repair Report states that the Contractor will "perform post NDT (VT MT UT)
of repaired area to ensure sound weld metal has been deposited”. Please provide the report of NDT performed after repair.

Submitted by:  Wright, Doug Date: 15-Sep-2008
Attachment(s):

‘Eg( Page 1 of 1
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REVIEW OF CONTRACTOR’S TRANSMITTAL

To: Dave Williams, American Bridge — Fluor, a Joint Venture : )

Gary Pursell, Resident Engineer Review Date: 07-23-2008
From: Ady Velasco. Structural Materials Representative Contract No.: 04-0120F4
Date/Time Submittal Received: 07-18-2008/ 12:31 fg;’::f;:‘;‘;?“‘ Time

Contractor's Transmittal #:TL-08-1519 Rev.#0

_H substantially complies with contract requirements and is approved
substantially complies with contract requirements and is approved as noted.

Lacks sufficient information and/or contains unacceptable items that must be corrected or prior to
resubmital

Verbal Notification [ INo E Yes Date: 7/28/2008  Time: 09:00

Name of individual from Contractor Notified: Nate Lindell

This submittal is a: Welding Report Critical Weld Repair
Request for Information Heat Straightening Request
3 Other: NCR Close Out
El Fabrication Procedures E Docume—n ts

Submitting Contractor: ABF

ITEMS REVIEWED | COMPLIES COMMENTS

| | Response to NCR # [ves &No The Department acknoweldges the Contractor’s position. Please

ZPMC-0124 provide report of NDT performed after repair.
Remarks:
Reviewer: Ady Velasco Oy~ Date: 07-29-2008
E/Cunsrrur:liun Concurrence: _{/—Initial ?f! éﬂz of  Date
Received by (ABFIV): 7. Dute; | Time:_ =

T Review of Conteacior’s Suhmital (040708 Paee | af )



@B) tr " FLUOR

AJOIRT Y MTUAT

3740 Pudong Nanlu
Shanghal, China 200120

LETTER OF TRANSMITTAL !
To: California Dept. of Transportation |Transmittal No: TL-08-1519

666 Feng Bin Road, Rm. 708
Changgxing Island, Shanghai
|Attention: Mr. Pete Siegenthuler
Project: 5.F.0.B.B.

Job # 04-0120F4

Date: 7/18/2008

Enclosed:
Qty. ltem Qty. Item
For Closure
1 ZPMC Transmittal TL-001320

Response to NCR # ZPMC-0124
Serial letter ABF-SL-08-0130

I.1 TP e ———
O APPHm'Eu AS NOTED
TURNED FOR cunnscnu"

*l the Sta

Stl of California
. e

Sanda% e Date: ?'hgl 0 Recipient: qjﬂ?'ﬂ-\& Date: |3-'Jwﬂ.'§- o3

Flease .rn'd:'cafa receipt of the above mentioned ltems by signing and refurning this fransmittal lo sender, 127 3 _g




B ELUOR.

A JOINT VENTURE

17 July 2008

Reply to: SL-ABF-08-0130
Attention: Gary Pursell

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

Subject: NCR# ZPMC-0124

Mr. Pursell:

This letter is issued to provide formal response addressing the proposed resolution to NCR #
ZPMC-0124.

The Contractor performed base metal repair without prior Engineer approval. The Contractor
was observed depositing additional weld metal to (buttering) the edge of plate BP9A in order to
correct insufficient plate width. It was observed that approximately 30mm of built-up wild metal
extends from the plate edge along the full length of the plate. This occurred on the bottom panel
BP-009-01 of segment assembly SEG-015A.

Contrary fo the reported weld buttering of 30mm, the inspector did not take into consideration
that this edge was a weld prep and not a square butt weld. As shown in the skeiches provided,
the fabricator complied with the requirements of AWS D1.5-02 paragraph 3.3.4.1, the root
opening did not exceed twice the thickness of the base metal or 20mm which ever is less nor did
the thickness of weld buttering exceed this amount.

If further clarifications are needed, please contact me.

0, ITED
e~ p/ o { 1| CORRECTION
; '\-.\) P i1 Bection 5-1.02
of the L .. .uard Specilications
Slate of Calfernia
Stev:e LEW!IGI'.I DEPARTMENT OF TRANSPORTATION
Foreign Quality Assurance Manager Division of Engineering Service
American Bridge Fluor Joint Venture U?? of Structure Gunsirﬂﬂllg%g b
ppresentative




TL-001320

(ZPMC) ‘ TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE: 06/16/2008

TO: RUBY/ ABFJV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBIECT: NCR-000130FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-274FOR CLOSURE.

(2) COPY OF NCR WITH NUMBER NCR-000130 (ZPMC-0124) .
(3) COPY OF ZPMC INTERNAL NCR NCR-B-055
(4) COPY OF RETRACTILE CWR

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:

Q\,JA( - RECEIVED 16 JUN 200

PLAN HOLDER DATE
O APPROV:
1 -APPROVZD AS NOTED
7 g FFR ST Pursuant to Section 5-1.02
1 ofihe Standard Specifications

COMPANY

PLAN NUMBER: N/A

PH of California
m:}r TRANSPORTATION

Divislon of Englneering Service

Structure Gnnulruall% E f

HRTRT-QCP-102



(ZBMC)

No. B-274

LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2008-6-16

REGARDING: NCR000130 (ZPMC-0124)

With this letter of response and the attached NCR, ZPMC requests closure for
NCRO0O0130(ZPMC-0124). There is one question in the nonconformance report that the
width of grooving actually is 9mm (attachment: retractile CWR), and we have
submitted that CWR for caltrans approval. But after ABF internal discussion that
made a response to change a new WRR instead, and reference in the AWS D1.5,

section 3.3.4.1 is make clearly for this repair case,

So ZPMC considers NCRODD130 (ZPMC-0124) can be closed.

Please reference attached documentation for acceptance and closure of

NCRO0O0130 (ZPMC-0124) .

ATTACHMENT:
NCRO00130 (ZPMC-0124)
ZPMC INTERNAL WRR
THE RETRACTILE CWR

ZAtijW}m
2o 616

O APPRHOV.
O APPROVED ..5 NOTED
RETUR''Z0 FOR CORRECTION
Pursuant 1o Section 5-1.02
of the Slandard Specifications
State of Californla
DEPARTMENT OF TRANSPORTATION
Division of Engineering Service
Offles of Structure Constru

L) ragentalive

e




@ Nonconformance Report
FARETRE

. "

Project Name: 5.F.O.B.B NCR Number: NCR-000130 (ZPMC-0124)

WHEER:  REENEERICE NCR %5 NCR-B-055

Item: base metal repair without engineer | Item Number: Drawing Number:
approval #+&: BP009-01 H5: SEG-015A

ik 70 TR AE i B4 38 e

Location: 0BG assembly shop Date:

{7 i : HF T 47 25 % ] Fl #3: 2008-5-13

Description of Nonconformance:

AT TR A ik

The Centractor performed hase metal repalr without prior Engincer approval. The Contracior was observed depositing additional weld metal to
(butiering) the edge of plate BP9A in order to correet insulficlent plate width, [t was observed that approximately 30mm of bailt-up weld metal evtends
fromm the plate cdge along the full length of the plate. This sccurved on battom pancl BPO09-01 of scgment nssembly SEG-D15A.

ZPMC B35 A3 TR MEAEBEREAT B4R 6. ZPMC X1 BP9A MIAGHHTHER, 2 TRIMRREMA R,
RENRNVARLESARBE LT 30 %K. IXRR AV B SEG-015A /KR BP009-01 L,

Work By: i Prepared by: # ¢ Reviewed by QCE: Mﬂg‘g

WTH: 008 6/ % Svd 709 i fit TRRITHEAE: 1o £ 13
0 Drawing Error [ Material Defect Q/Fnhrinntim: Error [ Other
B 4 4 B R JAb R AR
Disposition: 00 Useasis [0 Repair B Reject
Ak 25 T - b1 A B fE 5l
Recommendation:
" A
/
Prepared by: Z-lf Guand RBin .  Approved by QCA:
A d s RRAT
Reason for Nonconformance:
AR ELA:
NA 5
5 4 T
Approved by/tt#E: l’f Gwﬁ_" E'l"n- o !oﬁ'{r_
Technical Justification for Use-As-Is/Repair: [0 Attachment [0 Non-attachment S

] PR SR 45 (1) A e«

5w 57l A HOHAE, A Ak e A n™ s AT S A 4 o

TStk e aa1d s bon, AHERTHIRT in
Reviewed /it A

Verification: [l Aceeptable 0 Unacceptable !
fifi ks [E: 34 TS
Verified by QCI/ i &z A : Reviewed by QCA/i#: 4T H7#4:

#RT87-QCP-1300




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge |
665 Feng Bin Road Room 708, Changxing lsland
Shanghal 201813 PR China

&fbans Tal: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 15-Mey-2008

375 BURMA ROAD ;

CAKIAND CA 95607 Contract No: 04-0120F4

04-5F-80-132/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstrucmure
Attention: Mr. Dave Williams Consultant Document No: 05.03.06-000105
Subject: NCR Mo. ZPMC-0124

Reference Description:  Repairs to Base Metal

The etizched Nog-Conformence Report deseribes an occurrence whers the contractor did not comply with & requirement of the contract doenment as
indicated below:

Material or Workmanship not in conformance with contract documents. !
[ Quatity Control (QC) not performed in conformance with contract documents.
(] Recurring QU issue thet constinites a systematic problem in quality control.
[J Non-Conformance Resolved,
Material Location: OBG P 5.
Remarks:

The Contractor performed bese menal repair without prior Engineer approvel. The Contractar wes observed depositing additional weld
metal to (buttzring) the edge of plate BPPA in order to conect insuificient plate width. Tt was observed that spproximatety 30mm of

built-up weld meta] extends from the plate edge along the full length of the plate. This occurred on bottom panel BP-009-01 of segment
zssembly SEG-015A.

Action Required and/or Action Taken:
Fropose a resolution for the identified non-conformance to prevent fimure ocourrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attnchments: ZPMC-D124

cc: Rick Morrow, Gery Pursell, Brian Boal, Jason Tom, Ching Chao
File: 05.03.06

B2 05010600005 NnCT Pogelof |



STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwamzenegger, Govemeor

DEPARTMENT OF TRANSPORTATION .
DIVISION OF ENGINEERING SERVICES :

Office of Struclurel Materiats

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch om0
890 Walnut Ava.SL 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Wallgjo, CA B4502-71433 . -
(707) B48-5453 . File#: 69.25B
(707) 645-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000130
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 13-May-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-012

Type of problem:

Welding Concrete [ Other L]

Welding [J Curing [0 Procedural []  Bridge No: 34-0006

Joint fitup [ Coating [ Other [0  Component: SEG-015A, BP-009-01
Procedural Procedural [1 Descripton: OBG Segment Assembly, OBG Bottom Panel
Reference Description: Repairs to Base Metal

Deseription of Non-Conformance:

The Contractor performed base metal repair without prior Engineer approval. The Contractor was observed
depositing additional weld metal to (buttering) the edge of plate BP9A in order to correct insufficient plate
width. It was observed that approximately 30mm of built-up weld metal extends from the plate edge along the
full length of the plate. This occurred on bottom panel BP-009-01 of segment assembly SEG-015A.

ar=.

Wichl skl |

£31336 05-14-2008

Applicable reference:

AWS D1.5, Section 3.7.4: "Prior approval of the Engineer shall be obtained for repairs to base metal...."
Who discovered the problem: QA Inspector Mahlon Lindenmuth

Name of individual from Contractor notified: ABFIV QC Inspector Mr. Steve Lawton

Time and method of notification: 1025 Verbal notification

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 5/16/08, 0900 hours, via telephone

QC Inspector's Name: ZPMC QC Inspector Mr. Chen Chih Meng

B2 72-15.0uality Assurance — Non-Conformance Reporr Pageldf :



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

Was QC Inspector aware of the problem: O 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.

e, e —— — —_— _ - —

Inspected By:  Lowry,Patrick SMR
Reviewed By: Lowry,Patrick SMR

ﬁz TL-15,Quality Assirance — Non-Conformance Repart Page 2 af 2



~ TL-001200

(ZPMC ] ’ TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE

DATE: 05/08/2008

TO: RUBY LI/ ABFIV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT: B-CWROB6

REQUEST FOR REVIEW & SUBMITTAL TO CALTRANS.

ENCLOSED WITH THIS TRANSMITTAL IS
(1) ONE COPY OF B-CWRO086

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:
RECEIVED (08 MAY 2008

Q———ﬁ"l b tht >

PLAN HOLDER | DATE

COMPANY PHONE NO.

PLAN NUMBER: N/A
4¥R787-QCP-102



EE._E %ﬁﬁ%ﬁ%ﬁ% 4 Rev, No.
Critical Welding Repair Report(CWR) 0
Project Name SFOBB Drawing No Repert No. B-CWR086
friAl i
Contract No.: GH-EIR0RS k2 NDTIE.4 45 i
3 _ﬂ !ﬁ‘g‘t ltems Name BPOA Report No.of NDT

i Project No.: 2P0S.78T
| ' |
y ARAEEREIR ; ;
‘ Description of welding discontinuity:

 EENETUHEHGNAEIBY HD6E X EBPOA, WiV B R AR ACLEY W e B 4 It 4 W &8 5 4250mm. 426 :

2mm. EFANERGHL U HOmMm, L5 BB H4241mm, 4253mm. |
_; When fabrication West 3B segment type D6 bottom BP9A, per error cutting, it should be 4250mm an /
‘) "rl 4260mm from Assembly Control Line (ACL) to Cut Line (CUL), but it is only 4241mm and 425%mm.
T

:

i % Fﬂr L1 & Ry

: }...r-"‘ i
@i J| (Inspector) : _ShenFuvou S #(Date) : 2008.05 03

e —— 14

| BT TER
. Draft of welding discontinuity:

Chmr e

—
Fe R R s e N E—— b

j ! _ﬁ: '-L‘l
= - Py o ]
<. 93 Re2 : i
1
i i
N\ {
N,
b
*
I06A ROOA il
b Gl & i :\J
_.--"".H.F
£ k-
iy — = .
“edl 142000
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FEEE:
8T8 Taw R Eod) .
Due to cutting operator careless causing the residue cutting error.

£ 8 i 'ﬁ'/\{Fﬂl‘emEn:IZZi &'{}[fﬂ"ﬂ B #8(Date): v -bf.ér
AW :
Disposition :

EHE—-FRORsRE S T Lm0,

EE—TERDELERS, AikEREARGIWPS,

T EFERETVTMT R,

ERB-FTImEN S, AGERSMAWS D15.3.13;

REE MRS T EME (WPS) #TH#M B RE, A& Ror B S iR R A5-6mm;
EHAHE, BRI RS 5 REHTR,

FHEEFEMEHNDT (MT UT) LIERAES B2 phi i,

. ERBEEREFFEED.

T B e

NGO U e N

FURES cutting port

UL Eurtting line

s BB repalr crea
Sa

L) 2 15 G
/ |12 ‘EEII g/ Steel backing |

drawing 1 drawing 2

1. Trim the bellow part of the metal along cuttin g line (for drawing 1)according to the attache
d drawing and grind the cutling line smoothly;

2. Prepare excavation according to the relevant WPS:
3. Verify with VT/MT repair area is free of all defects.
4. Add steel backing according to the attached drawing 2(refer to AWS D1 5.3.13);

5. Preheat and weld according to the relevant WPS and dimension of lineament is maore than
S5-Bmm necessary actual dimension;

B. Remaove the stesl backing and grind the weld flush with around metal;
7. Perform post NDT (VT MT UT) of repaired area to insure sound weld metal has been deposited.

8. Prepare an groove again according to the shop drawings

I & Nﬂww W E:::E V&\&_G)

Technical engineer: Approved by

#R787-QCP-900




KEFRERERE

E_E_ZZ_ZB &% Rev. No.
. Critical Welding Repair Report(CWR) 0

RRAN L ER erE 5 SEG15A | REHRS

Project Name SFOBB Drawing No. Report No. B-CWROB6

e 4-0120F4

Contract No.: . L AR BPOA NDTH &5

S ltems Name Report No.of NDT

Project No.: ZPOB-787

T

Correction action to prevent re occurrence;
AR BERIET AR EL, ERAWEHEL =R a i #TI0.
Improve the operator responsibility and perform cutting according to the residue controlling line.

% @ i ‘A‘A(Fureman){; p.w,[:h:]Ef #(Date)L A5 1 0]

S EHWPSHE S
Repair WPS No.

WPS-B-P-2212-B
-U2a-1
WPS-345-5SMAW-1
G(1F)-Repair
WPS-345-FCAW-1
G(1F)-Repair-1

TR
technologist

NW%

EfE (REY) BWABE
Preheat temperature
before gouging

EfEmsiE
Deascription
of discontinuity

189 ab EE b E
Inspection
before welding

120 E
Preheat temperature
before welding

RARazE i a B
Max. depth of gouging Total length of gouging
|mT HExn EENR
walder welding type pasition
BmEafi REsE s
Currant Voltage Spead
EEEHE
Inspection After repairing:

iR B A
AUBE Inspector Date
VT result
NDTH & 5 R B o
NDT rasult NDT person Date
JLAE
Witness/Review:
1E
Remark :

#R787-QCP-800




—— - ﬁ%ﬁ@ﬁ% ; i% Rev. No.

ZPMC

i Welding Repair Report 0

WE £H RESAKE | GHET SEG1sA | RERE
Project Name SFOBB Drawing No Report No. B-WR337

TRE
Contract No.: Dytars i P

. 2% NDT
P?;Efi ’ ltems Name BPOA Report No.of NOT
: g ZP0B-787
M dNiE

Description of welding discontinuity:

AENETINFEATELIBTROEHN EHBPIA, WTEFFACLEG SE 4R EHD H4250mm. 426
2mm, STUHHERSHLDHImm, THEMNHE H4241mm. 4253mm.

When fabrication West 3B segment type DB bottom BPDA, per error cutting, it should be 4250mm an
d 4260mm from Assembly Control Line (ACL) to Cut Line (CUL), but it is only 4241mm and 4253mm.

Shenfn ffou 3u.d.05, 0

#E R (Inspector) : ShenFuVYou H#i(Date) : 2008.05.05

WREHAEFER:
Draft of welding discontinuity;

ACL CuL

4253 (4262

BPSA ~ BP9A

4241 (4250)




FERA: E .
aTFodl ek EFsaTniahR. ' g
Due to cutting operator careless causing the residue cutting error.

. %  $i I A(Foreman): | Dot Llgaf) 2 $i(Date).jurtl 5. 1
H2ER g '
Disposition :

U E—F NS B T L E AR,

BE—AERMELER, AeSRENHWPS;

XS ERBEATVTMTER,

ERE-FRmE S, AEERSLANS D1.53.13;

HEEEMRESEET AR (WPS) BFTARSEE, ﬂﬁhﬁawxﬁﬂﬁxsﬂmm

ZRARS, HEHEETEE SR ERHTER,

FHEERFENDT (MT U ELRE & o200 3R

ERBEEREETFHED.

,HEEﬂ

[ R - T - R

b7 :,w. 4BEW/ repair orea

drawing 1 ' drawing 2

1. Trim the bellow part of the metal along t:utt!n g line (for dmwlng 1)according to the attache
d drawfng and grind the cutting line smoothly;

2. Prepare excavation according to the relevant WPS;
3. Verify with VT/MT repair area is free of all defects.
4. Add steel backing according to the attached drawing 2(refer to AWS D153.13);

5. Preheat and weld according to the relevant WPS and dimension of lineament Is more than
5-6mm necessary actual dimension;

6. Remove the steel backing and ﬁrind the weld flush with around metal;

7. Perform post NDT (VT MT UT) of repaired area to insure sound weld metal has been deposited,

8. Prepare an groove again according to the shop drawings

T % gt wa Hubod B o -0 el

Technical engineer: Approved by . Date:

#R787-QCP-900
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fiA& Rev. No.

TZPMC

| Py Welding Repair Report 0
WEEH o Wi AR : RERT :

Project Name SFOEB ; -Dﬁrﬁ -:n. SR Repart No. BAWR337

S 04-0120F4

Contract No.: -ﬁ-;:‘pf]: £k BBai NDTH L 42

“HEBE ; ltems Name . Raport No.of NDT

Project No.: ZP06-787

#

Correction action to prevent re occurrence; L
FEHEARBETOREDL, Eﬁ.ﬁfﬁf"ﬁl?‘*ﬁﬁﬂﬂﬁﬁﬁﬁ]ﬂ.
Im;'vrmre the operator responsibility and perform cutting according to the residue controlling line.

£ 7 fi ikﬁoman}i%ﬂ H(Date): s, 531 |

WPS-B-P-2212-B
-U2a-1
£MBWPSES WPS-345-SMAW-1 | T ¥R
Repalr WPS Nao. G(1F)-Repair technologist MMLLM
WPS-345-FCAW-1
G{1F}-Repair-1
Ef (RI) WHHEE 5E fi By &k P2
Preheat temperature Description o
_hufnre gouging NP\ of discontinuity - FJ&'
A 89 T 4 38 B |
Inspection Preheat temperature s ' ( 4
before welding _ 4&'{.“ before welding 7?{; ) )
BMATUJE - W E i
Max. depth nf gouging NA TntﬂE length of gouging A
T ;ﬁmﬁ BmEXRT C [AEER
welder W'j ij welding type & b\.} . position -1
o5 o ---F A '{_-fel
BESHN BREaR | REEE *
Current - %j—é Voltage )-’? K/ * | Speed - Mg i /m A
EEnRE . 1
Inspection After-repairing: . - ,
&ﬁﬁ _I ] = T E m
il-Tﬂ &Eﬁ &f}ﬁ Inspector c. ‘,-‘«f'_ﬁr?.ée.ﬁ:" Date - b
result . . }W‘%‘
. O30/ Rl
NDTH & BHR L pfaeme 5 W Ay 2)
ND —
T resu }'j_, NDT peréon fﬂhﬁmf te gﬁ‘;‘j‘mqf
WAE ¢ )
Witness/Review:
£E:
Remark :

#R787-QCP-900



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 01-Oct-2008
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000065 Rev: 01
Ref: 05.03.06-000105

Subject: NCR No. ZPMC-0124

Contractor's Proposed Resolution:

Reference Resolution: APPROVED, ACTION PENDING should be an option for those NCRs where Caltrans agrees with our proposed
resolution but where the actual corrective action and/or supporting documentation is forthcoming.

ABFJV respectfully requests that the status of this NCR be changed to APPROVED, ACTION PENDING

It appears from the response that the Department agrees with ABFJVa s proposed resolution and will close the NCR when the acceptable
documentation is submitted. Therefore, ABFJV respectfully requests that the status of this NCR be changed to APPROVED, ACTION
PENDING.

Submitted by:  Kanapicki, Charles
Attachment(s): ABF-NPR-000065R01

Caltrans' comments: Status: AAP

Date: 02-Oct-2008

The response is acceptable, but the Non-Conformance is not closed.

Please provide documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0124 at that time.

Submitted by:  Wright, Doug Date: 02-Oct-2008
Attachment(s): NPR CT Comments

‘ﬁ? Page 1 of 1



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 18-Nov-2008
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000065 Rev: 02
Ref: 05.03.06-000105

Subject:  NCR No. ZPMC-0124

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC requests closure of this NCR based on the attached documentation.

ZPMC requests closure of this NCR based on the attached documentation.

Submitted by:
Attachment(s): close-out document; ABF-NPR-000065R02

Caltrans' comments: Status: CLO
Date: 20-Nov-2008

The proposed resolution is acceptable. The weld in question has been accepted as shown in the attached MT and UT reports. The
Department concurs that Non-Conformance ZPMC-0124 is closed.

Submitted by:  Wright, Doug Date: 20-Nov-2008
Attachment(s):

rwgral

Page 1 of 1
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(ZPMC ] TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE

DATE: 11/15/2008
TO: RUBY/ ABFIV QA DEPARTMENT
FROM: ZPMC QA DEPARTMENT

SUBJECT: CALTRANS NCR FOR CLOSURE
SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-284R1 FOR CLOSURE.
(2) COPY OF NCR WITH NUMBER NCR-000130(ZPMC-0124).

(3) COPY OF WELDING REPAIR REPORT

(4) COPY OF THE UT AND MT REPORT FOR THE REPAIR AREA

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:

s AJ% /75O
PLAN HOLDER DATE

Vil N |
COMPANY PHONE NO.

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



(ZPMC] No. B-284R1
LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2008-11-15
REGARDING: NCR-000130 (ZPMC-0124)

With this letter of response, ZPMC requests closure for Caltrans NCR-000130
(ZPMC-0124). We agree what describe in the non-conformance repoﬁ:, As the
comments from caltrans, we provide the documentation of the weld repairs that were
performed and that the repairs were acceptable.

50 ZPMC considers NCR-000130 (ZPMC-0124) can be closed.

_ Please check the attached documentation for acceptance and close the
NCR-000130 (ZPMC-0124).

ATTACHMENT:
NCR-000130 (ZPMC-0124)

The weld repair report
The UT and MT report for the repair area

thrseSTipcohoo

JeeerZ - (L7

F’Lz
g
g



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge |,
866 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Geltrans Tel: 021-56B56666 ext 207061 Fax:
- NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BR};DGE!H.UOR, ATV Date: 19-Mzy-2008
375 BURMA ROAD )
OAKI AND CA 95607 ' Contract No: 04-0120F4
‘ 04-SF-80-13.2/13.9
Dear: M. Charles Kanapicki Job Name: SAS Superstrocture
Attention: Mr. Dave Williams Consnltant Dociament No: 05.03.06-000105
Subject: NCR No. ZPMC-0124

Reference Descﬁpﬁon: Repairs to Base Metal

The attached Non-Conformance Report describes &n occurrence where the contractor did not comply with a requirement of the contract docume;
indicated below:
B Material or Workmanship not in cozformance with contract GOCUIments. !
[l Quality Conwol (QC) not performed in conformance with contract documents.
O Recurring QC issue thet constitutes a systematic problem in quality control.
[J Won-Conformance Resolved. ' '
Material T.ocation: OBG T Lift:
Remarks:
Thcij ontractor performed base metal repair without pricr Engimeer approval. The Coniractor was observed depositing additional weld
metal 10 (buttering) the edge of plate BP9A in order to correct insufficient plate width. It was observed that epproximately 3 0mm of

buili-up weld metal exzends from the plate edge along the full lengih of the plate. This.occurred on bottom pinel BP-009-01 of ségment
assembly SEG-015A-

Action Required and/or Action Taken:

Propose a resolution for the identified non-conformance 1o prevent funure occurrences.

N Transmitted by: Stanley Ku Sr. Bridge Engineer
) Attachments:  ZPMC-0124

ce: Rick Morrow, Gery Pursell, _Bn'an Boal, Tason Tom, Ching Chao L
File: 05.03.06 B ' )

WP 0s.03.05.000005NCT Poge i



STATE OF CAL]FORNIALBUS!NESS,TRANSPDRTACT]DN AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION A .
DIVISION OF ENGINEERING SERVICES i ] £ i
Ofiice of Structural Materials

Quality Assurance and Source Inspection

Amald Schwarzensgger, Govem

Contract #: 04-0120F4 =
Bay Area Branch ) —_—
690 Wainut Ave.St. 150 ‘ Cty: SE/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94552-1133 R o
(707) 645-5453 ' File#:  69.25B
(707) 649-5493 ‘ ‘

QUALITY ASSURANCE - N ON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PRC Report No: NCR-000130
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 13-Ma
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR. #: ZPNM

Type of problem:

Welding Concrete [ Other 1

Welding [1 Cuoring [1 Procedural [J  BrideeNo: 34-0006

Jointfit-up [] Coating [J Other [  Component: SEG-015A, BP-009-01

Procednral ‘Procedural [ | Descripton: OBG Segment Assembly, OBG RBottom Panel

Reference Description: Repairs to Base Metal

Description of Non-Conformance: . :
The Contractor performed base metal repair without prior Engineer approval. ‘The Contractor was observed
depositing additional weld metal to (butiering) the edge of plate BPOA in order to comect insufficient plate
width. Tt-was observed that approximately 30mm of built-up weld metal extends from the plate edge along the
full length of the plate. This pccurred on bottorn panel BP-009-01 of segment assembly SEG-015A.

cir=zt Fluur 5’;—”{’:—- - T
Fen 12

thisfeaelt Shme

7 ; e .
£31336 D5-14-2008

Apph’cable—refe}*epae: - = - T
AWS D1.5, Section 3.7.4: "Prior approval of the Engineer shall be obteined for repairs to base metal...."
Who discovered the problem: QA Inspector Mahlon Lindenmuth -
Name of individual from Contractor notified: ABFIV QC Inspector Mr. Steve Lawion

Time and-method of notification: 1025 Verbal notification -
Name of Caltrans Engineer notified: Stanley Kun

Time and method of notification: 35/1 6/08, 0900 hours, via telephone

QC Inspector's Name: ZPMC QC Tnspector Mr. Chen Chih Meng

ﬁ}f_ TL-15,Ouality Assuranee — Non-Conformance Report Pa



QUALITY ASSURANCE - N ON—CC}NFGRN[ANCE REPORT
{ Car’qﬁnuedPage 20f2)

Was QC Inspector aware of the probleni: [ YesF Ne
Contractor's proposal to correct the problem:

Commenis:

. This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or £t for purpose recommendations, Should you require recommendations

concerning repairs or remedial efforis please contact Patrick Lowry, 916-227-5719, who represents the Office
of Structural Materials for your project.

Tspected By: Lowry,Patrick SMR.

Reviewed By: Lowry Patrick ) SMZ_R

m T1-15,0ualiry Assurance — Non-Conjormance Report



-—-—' * ﬁ '%é jgr {% ?ﬁ ‘:I I. ﬁﬁz:: Revw.
Seag = Welding Repair Report 0
TEET LEEMIE | GBS SEG15A - | REHT | )
Project Name SFOBB Drawing No RepotNg: BARag;
TSRS
| 4-012
Contract No.: et ) ‘f%‘- "’ﬁ' NDT284 22 =
— é‘_:z_ :;F g’;‘" : —'ET_;;%-:"_
;,n_ﬁ f’ENU . ltems Name BPSA Report No.of NDT
roject No.: 7P0B.787 ,
P o

Description of welding discontinuity:

Zmm, HTWE£EE

When fabrication West 3B segment. type DG bottom BP9A, per- error
d £260mn from Assembly Control Line (ACL) to Cut Line (CUL), but

i BT T W {EM T £ 3B 2 DR & BPOA, ?H”FEW?T?ACLB'%%H%Eﬂ%ﬁ@%ﬂ%?ﬁ4250mm,

HZEOmm, ZFEWEH 4241 mm. 4253mm.

}

B R (Inspector) :

'Q@Aﬁt

cutting, it should be 4250m

it is only 4241mm and 495%

}uu&-as‘ ag_

ShgnFu

253
'Zou B (Date) : 2008.05.05

FEEGLEFEE -

Draft of welding discontinuity:

ACL t CuL
P 4253 (4262 N
N\ R 7

- BPSA . BP9A
- N
N - —
4241 (4250)




FERE: ' oy o S s . T
B8 TEe A ESF L EEaE,. : TR :
{ Due to cutting cperator careless causing the residue cutting error.

S

HEEL
Disposition :

1. BEE— PSS TR s,

ZEfi® A(Foreman):: LT ZD%E é;’;ﬁéj g %(Daie):w_af-'/ 1

2. EE—MERNELER, RESRAENAWPS;

3 R RREFVIMTR, |

4. BRE—FTIANE: SEERSIANS D15313; ; |
5. TREENAEEETEAR WPS) BFTAREE, R R B R R K5-6mm; <
6. EBANE, SEELTEESEEERT, - |
7. SHEEEEENDT (MT UT) LUHESBE AR,

B. ERESEREFIHED.

B Epi

“BHRR/ theory posttion

ggﬁé/w’bﬁng port - ‘ﬁrﬂ.:':'./cm:i:ing_ B!’l!'f

S\ 3 ﬁ.ﬁﬁg/repnir oren
full velding

HHES certting tne
—1=)5-6mn

drawing 1 ' T drowing 2

By

1. Trim the bellow part of the metal zlong cutijn: g'line (for drawing 1)according to the attache
d drawing and grind the cuiting fine - 'srnoothly; ' '

2 Preparé.excaﬁaﬁon according fo the relevant WeS; : - : ' =

3. Verlfy with VT/MT repair area is fee of 2ll defects, &

4. Add sieel backing ‘according to the atiachéd dra\ﬂing 2(refer o AWS D1.5.3-'13);‘
5: Preheat and weld according to the relévant WPS and dimension of liﬁeam'ent is more than

- 5-6mm necessary aciual dimension;
B. .Ramgve the s-ieel backing and gjn’né the weld flush with. around nﬁetél; ’ . s
.T. Perform post ND;T (Vi MT UT) .of repaired al;ea Ato ‘in’su.r'e- sound weld meial has been deposited. .
8. Preparé an groove again acc:c:rcfing io the sﬁop drawings o K | |

I % A/fm’ﬁmg[éj i Huétan] B8 -0 Ll
Ap .

Technical engineer:

prq\fégi by - ; . Date:

#R787-QCP-900



= .
* = 2 :f\ N . 3 i .
ZBPMC "R B R R
= = s ’ —
T : Weldihg Repair Report - 0 -
BT =EEEIS | mems SEG15A | REHT .
Project Name SFOBB | ‘Drawing No. - ‘Report No. B-WR337
'% il 04-0120F4" - ;
Contract No.: e L R boga - | NDTIE& %5
“HEES . liems Name . ‘ Report No.of NDT
Project No.: + ZP0B-787 '
-.r}.l .l-E%I'Jg}

| Correction action {o prevent re occurrence;

—J—-—J_B

| TERERFETHREDL, Ex

TERELEEE R -fﬁﬁffz‘ﬁf gl

; Imprm"e the oneratc-:u resunnsﬂnh‘ry and perform cuhng accordmg io tha rebldue conirolling line,

A

-iﬁ'

£ BHWPSE S
Repair WPS No.

WPS B-P-2212-B
—U2a-1
WPS5-345_SMAW-1
G(1F)-Repair
WPS-345-FCAW-1
G(1F)-Repair-1

EZR
technologist

| i A (Foreman)/: gmg lugf B(Date): 20f, o |

=7

Miﬂﬁw}ﬁﬂj |

EE (BY) WEREE
Preheat temperaiure
before gouging

E Y GRS
Description
of discontinuity

VA

BRWAERE
Inspection
before welding

fo

before welding

' Preheat temperature

BABRAFE Bk j'
Max dep‘ih of gouglng e [\/A : Tmal length of guugmg : l\‘ /~\ -
BT e h@ EE e BEERE . -
welder —‘Tfl’mﬁ T 7{ ﬁ we;iiing“type : 7—[’;/—\)&(\) ' position - - e, 21 ﬁ
= 5%2’% . _ i '(:.' ight s B _ Lo [ }
BEER - - BESE g | eEEE e
I Current - )/gé-é\ - | Voltage }g(/ - | Speed ;;"L,?g m o /’
I EERRE _ '
Inspectmn Arter‘repamng .- L '
S BEE Cé/ .InSpecJ:t_or E }L/f CAEWJ—I Date . .
NDTKﬁ % EXE W%?Z/ =] _,?’;ﬁ ‘}/g N L) )
NDT resué NDI per ‘F’)f\)fjﬂﬂl/ Daie &‘%L’?\Q !7.
| g -
Witness/Revisw:
ZE
Remark :

#R787-QCP-800



LZPMC

UGS

REPORT OF ULTRASONIC EXAMINATION

REPORT NO.3# 442 B787-UT-897 DATE  2008.05.18 PAGE 1 OF 1 Revision No: o
PROJECT NO. :IT#Z%%S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL SPLICE ~ DRAWING NO.:SEG15A ' CALTRANS CONTRACT NO.: D4-0120F4

BHFER

B

MmN IEES

REFERENCING CODE £33
AWS D1.5-2002 '

ACCEPTANCE STANDARD EFiF7E
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. /&S

WELDING PROCESSE#7 ¥

JOINT TYPEE4E3 R

CALIBRATION DUE DATE {82 EriF 2

FCAW NIA Dec. 28, 2008
‘ . ; SERIAL NO. F3I%%
EQUIPMENT &% MANUFACTURER ##T MODEL NO, &3 4:5 : =
071565311,061488510, 06148581
UT SCOPE PANAMETRICS EPOCH-4B ‘
070152011,
CALIBRATION BLOCK it COUPLANT #E&3 MATERIAL/THICKNESS 7 EEE
AWS lIW BLOCK TYPE @I ‘ CM.C ATDIM-345T2-X /20mm
TRANSDUCER #f3k ;
MANUFACTURER#I |  ANGLE E FREQUENCY SIZE MANUFACTURER ;| ANGLE FREQUENCY SIZE
17 | m¢ : = & Ry gl | aE g | +
| | | ? |
: ; ‘ i |
5o ! G
Changchzo I o-e : 2.5 MHz | 20 mm Reference Level 3 R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 D ° UTOK.
DECIBELS4r I DISCONTINUITY  E&Eft: s !
g |4 e ¥ | @ E 5
- —~ = S c — e
WELD z . g = E = & %E J::’E w2 %E’ LOCATION OF DISCONTINUITY 'Ig - 2E
O o= ¥ < |28 |88 | 5 |fF W
ERlyE2 S |27 2 B S T = & =
IDENTIFICATION | § 5|2 =| 8 o L N = IR TE (mm) 2 5
= o - £ 2,
B TEEE % E 5 d Length | Sound Path | Depthfrom Surface | From'X From § i §
SRR Z a c -
RE BE EREER X gy . 0O ‘
BPIA § Base metz
0 15 | ABC., |
i per B-WR3:
BLANK
i
EXAMINED BY %% REVIEWED BY ##:
' g - VST 5008 Y
X\,L,Z/H on K 2 8 2T b L\ \m«/\_\_ 2 5sR ST 19
|
LEVEL -1l SIGN / DATE LEVEL- 11 SIGN / \_/DATE
Biit&E / Qem FFCUSTOMER
%% SIGN/ A DATE £ SIGN/ Hi§ DATE

(FORM# ZPQC-UT01)



REPORT OF MAGNETIC PARTICLE EXAMINATION

ZPMC
e T———— ¥ " . r LA .
' R R AR 45 ;

REPORT NO. %5425 B787-MT-1340 DATEH#i 2008.05.20 PAGE OFEME 1M Revision No: g
PROJECT NO. CONTRACTOR:
TEmE. ZPOG-787 == CALTRANS
DRAWING NO., SEG15A CALTRANS CONTRACT NO.:
. PLATE PANEL SPLICE mATESE 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD . PROCEDURE NO. T CALIBRATION DUE DATE
BEMBED Y ERAE | SRR
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008

EQUIPMENT #%

MANUFACTURER &%

MODEL NO. #R4%S

SERIAL NO. EiEE
5620 5395 5617

MT YOKE PARKER ‘ B3103
MAGNETIZING Continuous magnetic yoke CURRENT AC
METHODTRE4k 512 B A =80
PARTICLE TYPE Dry magnet powder YOKE SPACING
R FRA BRI 70~150mm
VWELDING 2Z{F
MATERIAL TO BE O o Material & thickness AT09M-345T2-X
EXAMINED CASTING %44 H 20mm
rr L} 4" Yl
BaH s O FORGING i
WELDING PROCESS TYPE OF JOINT
A SN e . NIk
WELD LD DISCONTINUITY /4 ACCEPT REJECT REMARKS
e INDICATION TYPE LENGTH IN wa 3y P
REERS S A
BN i) mm
AL
BPYA ACC. Base metal per B-WR337
BLANK

EXAMINED BYZ#H

Bo Tw v >008 of wo

LEVEL - || SIGN &

! DATER i3

REVIEWED BY HiZ

e CVW el DI

LEVEL-I SIGN

./ DATER

FiiEE / QCm

Mr e
22T

SIGN/ B3 DATE

AFCUSTOMER

%5 SIGN/ H#i DATE

(FORM# ZPQC-MTO1)




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-000162
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  31-Dec-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0124

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:  13-May-2008

Description of Non-Conformance:

The Contractor performed base metal repair without prior Engineer approval. The Contractor was observed
depositing additional weld metal to (buttering) the edge of plate BP9A in order to correct insufficient plate
width. It was observed that approximately 30mm of built-up weld metal extends from the plate edge along the
full length of the plate. This occurred on bottom panel BP-009-01 of segment assembly SEG-015A.
Contractor's proposal to correct the problem:

Repair according to CWR B-WR337R0

Corrective action taken:

The weld has been repaired and accepted as verified by NDT results.

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 Eric Tsang, +(86) 150.0042.2372, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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