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-000134
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 14-May-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0128

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other [  Component: SEG-013A, SEG-013B

Procedural Procedural [ Descripton: OBG Segment Assembly

Reference Description: Repair of SPMC material

Description of Non-Conformance:

The Contractor performed repair of SPMC material without prior Engineer approval. Depth of weld
excavation for the repairs exceeded 65% of the weld size. Thiswas observed in SPMC weld joint#
SEG-013A-007 (joint between side panels SP-33A and SP-45A) and in SPMC weld joint# SEG-013B-014.
Applicablereference:

AWSDL1.5, Section 12.17.3 Critical Weld Repairs: "Except as provided in 12.17.2, all welded repairs shall be
considered critical. They include, but are not limited to the following: ...

(5) Corrections requiring weld removal and rewelding except as provided in 12.17.2(4)...."

AWS DL1.5, Section 12.17.2(4): "The depth of groove weld excavation shall not exceed 65 percent of the weld
size shown on the drawings.”

AWSDL1.5, Section 12.17.4 Approval: "All critical repairsto base metal and welds shall be approved by the
Engineer prior to beginning the repair and shall be documented giving details of the type of discontinuity and
extent of repair.”

Who discovered the problem: QA Inspector Steve Hall

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

Time and method of notification: 5/14/08 1900hrs

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 5/19/08 1300hrs Verbal

QC Inspector's Name: ZPMC QC Inspector Mr. Chen Chih-Ming

Was QC Inspector awar e of the problem: Yes[ ] 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
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

of Structural Materials for your project.

Inspected 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: 30-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: 05.03.06-000109
Subj ect: NCR No. ZPMC-0128

Reference Description:  Repair of SPMC material

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 repair of SPMC material without prior Engineer approval. Depth of weld

excavation for the repairs exceeded 65% of the weld size. Thiswas observed in SPMC weld joint#

SEG-013A-007 (joint between side panels SP-33A and SP-45A) and in SPMC weld joint# SEG-013B-014.
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-0128

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

ogral " 05.03.06-000109,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge .f/’F L U O R P.O. BOX 23223 Oakland, Co 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datett  18-Aug-2008

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

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

Resident Engineser Docunent Ho.: ABF-HPRO00071 Rev: DO
Ref: 05.03 05-000104

Subject  NCR Mo, ZPmMC0125

Contractor's Proposed Resolution:

Reference Resolution: IPMC hasz educated the workers and QC ingpedor howtao deal with the SPCh welding repair. |f Qouging degpth is
over B2% the repair requires the approval ofthe Engineer priarto performing the repsr.

Pleaze zee sttached.

Submitted by Kanapicki, Charles
Atachment(s): AEF NPR-000071ROC;

Caltrans’ comments: Status: REJ
Date: 14-Sep-2005

The rezponze iz not accaptable. Pleaze provide documentation of the repair perfarmed, and documentation that the repaired area iz
acceptahle.

Submitted by  Wright, D oug Date: 14-Sep-2003
Attachment(s):

e
h’ Popelaf i



;ﬂ\merlcan
Bridge

FLU O R
3740 Pudong Nanlu
Shanghal, China 200120
LETTER OF TRANSMITTAL
To: California Dept. of Transportation [Transmittal No: TL-08-1712
666 Feng Bin Road, Rm, 708 Date: 8/13/2008
Changxing Island, Shanghai
Attention: Mr. Pete Siegenthuler
Project: S.F.0.B.B. '
Job # 04-0120F4
Enclosed:
Qty. Item Qty. Item
Serial Letter
1 ABF-SL-08-0164
Reponse to NCR# ZPMC-0128
Sender: QJ)T L—/ Date: /l)’ 3 b Recipient: ?{,‘,’)’Q Sa

Please rnd.'c!aie receipt of the above mentioned items by signing and returning this transmittal to sender. /{ 2/?

v




e FLUOR,

A JOINT VENTURE 13 August 2008

Reply to: SL-ABF-08-0164
Attention:  Gary Pursell

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

Subject:  NCR# ZPMC-000128 L
Mr. Pursell:

This letter is issued to provide formal response addressing the proposed resolution to the following

nonconformance reports:

NCR # ZPMC-000128

The Contractor performed repair of SPCM material without prior Engineer approval. Depth of weld
excavation for the repairs exceeded 65% of the weld size. This was observed in SPCM weld joint# SEG-
013A-007 (joint between side panels SP-33A and SP-45A) and in SPCM weld joint# SEG-013B-014.

ZPMC agrees with the nonconformance report about SEG013A-007, but would like to point out
SEG013B-014 is not welded yet.

ZPMC has educated the workers and QC inspector how to deal with the SPCM welding repair. If gouging
depth is over 65% the repair requires the approval of the Engineer prior {o performing the repair.

Please reference the attached WRR, NCR and NDE records for final closure of this NCR.

If further clarifications are needed, please contact me.

NS
Nate S. Lindell

Quality Assurance Manager
American Bridge Fluor Joint Venture




American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Briclge .f/’F L U O R P.O. BOX 23223 Oakland, Co 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

T CALTRANS - SAS Superstrcture Datedt  05-Sep-200&

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

Okland G Begll 04-5F 80-13.2 /139
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineer Document Ho.: ABF-HPRO000T1 Rew: 01
Ref: 05,03 06-000109

Subject  NCR Mo, ZPmMC0125

Contractor's Proposed Resolution:

Reference Resolution: IPMC haszidentified thiz nonconfomance of citical repair of SPCM welds without Engineet's approvd and have
generated an intemal MCR

PMC has identified thiz nonconfomance of crtical repair of SPCM welds without Engineer's approva and have gererated an intemal NCR to
document awareressto QARRC persornel andto prevent futher occurrences of this nonconformance. Please see attached.

Subrritted by
Atachment(s): AEF NPR-O00071RO1;

Caltrans’ comments: Status: REJ
Date: 14-Sep-2005

The rezponze iz not accaptable. Pleaze provide documentation of the repair perfarmed, and documentation that the repaired area iz
acceptahle.

Submitted by  Wright, D oug Date: 14-Sep-2003
Attachment(s):

g

Fape lafi



TL-001480

|
@: . TRANSMITTAL LETTER

I
i

- PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE .

DATE: 08/11/2008
TO: RUBY/ ABFIV QA DEPARTMENT
FROM: ZPMC QA DEPARTMENT

SUBJECT: NCR-000134(ZPMC-0128)FOR CLOSURE
SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-288FOR CLOSURE.
(2) COPY OF NCR WITH NUMBER NCR-000134(ZPMC-0128).

(3) COPY OF INTERNAL NCR NCR-B-068

(4) COPY OF WELDING REPAIR REPORT

(5) COPY OF NDT AND VT REPORTS

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

- ACKNOWLEGEMENT: -

@//% L2 RECEIVED 11 AUG 28

PLAN HOLDER =~ DATE

E §or

COMPANY PHONE NO.

PLAN NUMBER: N/A
HR787-QCP-102



ZPMC

No. B-289

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2008-8-9

REGARDING: NCR-000134 (ZPMC-0128)

With this letter of response. ZPMC requests closure for Caltrans NCR-000134
(ZPMC-0128). ZPMC agrees what describe in the nonconformance report about
SEG013A-007. but we must point out there is a false for SEG13B-014, it is not
welded yet now.

We have educated the workers and QC guy how to deal with the SPCM welding
repair. If gouging depth over the 65% penetration, the welding repair can’t be
performed until the approval of the engineer.

That point in the nonconformance report have been checked by VT and NDT,

right now we provide the reference report to prove that the weld attain the regular
quality.

So ZPMC considers NCR-000134 can be closed.

Please reference attached documentation for acceptance and closure the
NCR-000134.

ATTACHMENT:

NCR-000134 (ZPVIC-0128)
The welding repair report
The final NDT and VT reports

: ‘[,Z!fwf/lf agmjgcw" o o &
Qo8 2] | | QGS\@@D
s
K Q¥
s g



Nonconformance Report

\ R TUR

Project Name: S5.F.0.B.B NCR Number: NCR-000134 (ZPMC-0128)
TR | 4 S5 [0 0 1 7 NCR %i's NCR-B-068

Item: |ep'm SPCM plate w1th0ui7911g1ne-e1--:—1.|;;pi;:;1_ —il_{é;li\lur%b;_ '1 Drawing Nun_lbel

G SPCM iRIMIR S JE TR i ik | B | E5: SEG013A,SEGO13B
Location: OBG Assembly Shop Date:

(AT ¥ I 45 26 4 ] 1343 2008-6-10

Description of Nonconformance:

A TR A A

The Contractor performed repair of SPCM material without prior Engineer approval. Depth of weld excavation for the

repairs exceeded 65% of the weld size. This was observed in SPCM weld joint# SEGO13A-007 (joint between side panels
SP33A and SP45A) and in SPCM weld joint# SEG013B-014.

ZPMC TERHR TR LRIHEAESR B S T SPCM b, S8 OIMIEES TR R 65%. At SPCM 4E
SEGOI3A-007T (AT SPI3A FI SPASA 2 BAYELE) F SPCM 185 SEGOI3B-014 .
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666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China
Tel: 021-56856666 ext 207061 Fax:

DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date:

375 BURMA ROAD

OAITAND CA 95607 Contract No:
Dear: Mr. Charles Kanapicki Job Name:
Attenfion: Mr. Dave Williams Consultant Document No:
Subject: NCR No. ZPMC-0128

Reference Description:  Repair of SPMC material

30-May-2008

04-0120F4
04-SF-80-13.2/13.9

- SAS Superstructure

05.03.06-000109

The attached Non-Cozformance Report describes an occurrence where the contractor did ot comply with 2 requirement of the contract document as

indicated below:
Material or Workmanship not in conformance with contract documents.

L] Quality Control (QC) not performed in conformance with contract documents.

0J }-'{ecurdng QC issue that constitutes a systematic problem in quality control.

[L] Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:

The Contractor performed repair of SPMC material without prior Engineer approval. Depth of weld

excavation for the repairs exceeded 65% of the weld size. This was observed in SPMC weld joint#

SEG-013A-007 (joint between side panels SP-33A and SP-45A) and in SPMC weld jointt SEG-013B-014.

Action Required and/or Action Taken:

Propose a resolution for the identified non-conformance to prevent future occurrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0128

ce: Rick Mormw, Gary Pursell, Bﬁan-Boal, Jason Tom, Ching Chao -

File: 05.03.06

B 05.05.06-000100vCT

Page I of 1



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials

Quality Assurance and Source Inspection

Armold Schwarzeneagger, Governor

Contract #: 04-0120F4 —
Bay Area Branch —_—_—
690 Walnut Ave.SL. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 rEA RS
T satane File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PRC
Prime Contractor: American Bridge/Fluor Enterprises, a JV
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island

Report No: NCR-000134
Date: 14-May-2008

NCR #: ZPMC-0128
Type of problem:
Welding Conerete [ 1 Other [l
Welding [ Curing [ 1 Procedural [1  Bridge No: 34-0006
Joint fitup [1 Coating [J Other i

Component: SEG-013A, SEG-013B
Procedural Procedural [] Descripton: OBG Segment Assembly

Reference Description: Repair of SPMC material
Description of Non-Conformance:

The Coniractor performed repair of SPMC material without prior Engineer approval. Depth of weld
excavation for the repairs exceeded 65% of the weld size. This was observed in SPMC weld Jjoint#
SEG-013A-007 (joint between side panels SP-33A and SP-45A) and in SPMC weld joint# SEG-013B-014.
Applicable reference:

AWS D1.5, Section 12.17.3 Critical Weld Repairs: "Except as provided in 12.17.2, all welded repairs shall be
considered critical. They include, but are not limited to the following: ...

(5) Corrections requiring weld removal and rewelding except as provided in 12.17.2(4)..."

AWS DL.5, Section 12.17.2(4): "The depth of groove weld excavation shall-not exceed 65 percent of the weld
" size shown on the drawings." i

AWS D1.5, Section 12.17.4 Approval: "All critical repairs to base metal and welds shall Ee approved by the

Engineer prior to beginning the repair and shall be documented giving details of the type of discontinuity and
extent of repawr." . '

Who discovered the problem: QA Imspector Steve Hall ) ’ ' ‘
Name of individual from Contractor notified: ABFIV QC Inspector Mr. Steve Lawton
Time and method of notification: 5/14/08 1900hrs
Name of Caltrans Engineer notified: Stanley Kn -

Time and method of notification: 5/19/08 1300hrs Verbal

QC Inspector's Name: ZPMC QC Inspector Mr. Chen Chih-Ming
Was QC Inspector aware of the problem: 4 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

‘E__ TL-15,Quality Assurance -- Non-Conjformance Report

Page 1of 2



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

of Structural Materials for your project.

Inspected By: Lowry,Patrick SMR:

Reviewed By: Lowry,Patrick SMR.

}?2“ TL-15.Qualiry Assurance — Non-Conformance Repor:
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-
e | REPORT OF ULTRASONIC EXAMINATION
{ LEM(: | | :
UTERGER |
=
REPORT NOE &8-S BT87-UT-560 DATE  2008.04.20 PAGE 1 OF 2 Revision Na: 0
PROJECT NO. :T2$£% ZP05-787 CONTRACTOR: CALTRANS
ITEMS NAME: SP45A AND SP57A DRAWING NO.:SEG13A CALTRANS CONTRACT NO.: 04-0120F4
i
AR He MAHTERS
REFERENCING CODE  £2538% ACCEPTANCE STANDARD £y PROCEDURE NO. BE#E
AWS D1.5-2002 AWS D11.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSBEFE JOINT TYPERR3em CALIBRATION DUE DATE (X2 &ty
SAW BUTT Dec. 28, 2008
. : * _ ' e . SERIAL NO. BFlSS
EQUIPMENT &% MANUFACTURER #H|3#Ts MODEL NO. BEx&%E S
a 071585311,061488510, -
UT SCOPE PANAMETRICS EPOCH-4B 1 1
; 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT 3&&30 MATERIAL/THICKNESS #8/Zes
AWS ITW BLOCK TYPE I c.M.C ATOSM-345F2-X/ AT09M-345T2-%/ 18mm
_ TRANSDUCER sk .
MANUFACTURER# | ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENGY SIZE
BE Al Zi= R T R o= Rt
Changchao 70 ° 2.5 MHz 18x18'min
Changchao. - 25 MH= 20 mm Reference Level =537 20dB -
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UTOK
DECIBELS#-T DISCONTINUITY  Agskefs =
Q l.:'i.l g [} [=} . E' J‘ﬂ_
= i =| ~ | = 3 B 1 = e
T z 282 Bl = |55|2s| 55|60 LOCATION OF DISCONTINUITY S . | &
oWz = =l = |88|88| 52 |88 W
. = & i1} T‘;‘ = & =B [g_] 1= Eﬂi B e T ap— = E =
IDENTIFicATION | § | @ ¥ [L%_ & b LI (mm) Bal =
— v - i < R z T D
JBasim e % E : w 2 b d Lengih | Sound Path | Depth from Surface Fram™ From" E o
= HE = FEEERE i g g Q
SEG013A-007 1 | 883 | & | 203salas| 2 | 5] 10 79 5 6 B e
2 | 883 | A [2 ]3035} 40| 5 74 6 +4 976 REL
) _— 3 1883 | A Valsr|as| 4 |2] 10 79+ 5 43| 1oss BE]
4 [/883 | a 2 125135 4 [14| 5° 78 C3 | 1140 | peg
- | s |e83| a [2}ls{as]| s |s B 84. EERRS O B =" Sk ]
6 | 6831 A |2 |34{3a5) 4 | 5| 4 76 4 +3 1970 | peg
e 7 {883 | A |2 |3e|35| 4 |5 4.} 6 .4 43 1 | neg
EXAMINED BY 3% REVIEWED BY =i
% N
AT S|
Zchutfin Qlrehg Yoy, I 22
f o D‘f; Ve ; U -
LEVEL-1l SIGN | patE  1eo§of LEVEL- || sIGN I DATE
BiES5E / gem HPCUSTOMER
Vudroad 8. 5b
T SIGN/ H3 DATE £S5 SIGN/ HIE DATE

(FORMi ZPQC-UTO1)



Attachrﬁent-'l .

CONTINUED

ZPMC

REPORT OF ULTRASONIC EXAMINATION

REPORT NOJR&4S BT87-UT-560 DATE  2006.04.20 PAGE 2 OF 2 Revision Na: g
DECIBELS4H T DISCONTINUITY gyt | s
= = | O s 12 |§ 1= = geal
WELD o Bl = |5-18_|s8.15 il
- |Bw|Z E|E 5| B |52|52|58|3E| LocaTion oF pscoNTINUITY  RespE G|
: Elel s Bl = #)| S [22)83]58 |58 >
IDENTIFICATION m|lB®EIlQ™T| e |& [ |E = =
g = SR - g & b
, _ | (@) = =
|EEE e T o i % = s
RERHRS % o = Length | Sound Peth | Depth from Face's | FromX | Fromy = =
= a |b|lc}|a . @
e = EEIE mx | my | O
- SEGO13A-007 g | 68837 A 2 {35354 4l| 25 80 3 0 | 1890| ggy
g | 683 | A 2| 44135} 4 |45 6 77 4 2| 2045| oy
w | 883 A 2 |46135| 4 |48 7 73 5 + | 2340 gey
11 -68.3 A 2 ’-‘:6‘ 35 L 4 | +8 6 73 3 0 2410 RE..
12 68.3 A 2 46 35 4 | +8 [ 78 i 4] - 2440 REJ
12 | 883 | A | 2 ]46|35| 4 |+8| s 78 3 0§ 2500| gej
14 68.3 A 2 311 35| 4 -3 6 81, 2 3 2680 RE..
15 | 683 A 2 13213505 |3 7 8z 2 a 3105 -pgy
16 68.3 A 2 42°1 3531 5 +2 8 83 2 1] 4110 ‘ f_aEJ_
17 68.3 A 2 36135 4 =3 5 i 5 4] 4225 REJ.
1% 68.3 A 2 371357 3 -3 T 85 1 ) 0 4280 REL
19 [ 683 | A |2 40|35|s5|0]| 5 84 1 43 | 46200 e
20 | B33 A 2 {3335 5 |7 T 26 0 0 4740 | peg
7 | 883 | A |2 |48|35]| 4|29 5 73. 5 0 | 4785| mg,y
= 9y | 683 A |2 43. IS4 49 5 75 4 4 | 5765 pey
SP045-01-001 68.3 = ACG.
et 2w - BLANK - -
EXAMINED BY 5 REVIEWED BY &#:.
.
kh%wlﬂ £ L \A%L S99 > G o
i
LEVEL-H SIGN / DATE ),aog ‘fw LEVEL-1I SIGN - iV oate
II IEE / QCM FHFFCUSTOMER -
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BRERERSE
Welding Repair Report

| BEE Rev. No.

Iﬁa%%ﬁ‘ %‘EJ‘JI“)’CW F:';F’f$@_??_ SEGIBA E\'E:ﬂ%—i-' BWP
: -WR261
Project Name SFOBB Drawing No Report No..
=RE '
: 04-0120F4 NDTHE 4 255
Contract No.: L AR SPASA AND SP57A bk
mE == lLems Name Report No.of NDT Br87-UT-569
A H ZP06-787
Project No.:
eSS Jr-E ot _
Description of welding discontinuity:
Rejected indication found by ulirasonic inspection is less than the rna}'.\imurn

allowance aggregate length.
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WELD NUMBER:SEG013A-007 .

' Please see the detail data from UT Teport!




FHEEHE:
- Caused:

1. BERERGEFE.

1. Did not clear the weld pass completely in tim

AET N

1] fi r A(Foreman): Ly 6“%5“ B

#(Date): '}ﬂc b 8 >/l

Nis posmon :

1. JBER TR BT E T SRIREEEE, szﬂ'l'Zﬁu‘l/\ Li:rl'iji;z& BERNKRTF6E5T:
EEERNELRN, SfeBEgEETSnE (WPS),

RFAMT B S TR S T M e T 1
MAREEERsEOMEnRERETS
h{%ﬂ‘E%ﬁ%%ﬂ%ﬁ?ﬁﬂ”—‘[’ﬁﬁﬁ%zﬁ;

TEIE TR 2= (F] L [Eﬁ’*’*)ﬂf*’

HIE (WPS) 47,

@ o ke W N

1. Gouge or grind to remove all the defects from the Face B. Preheat prior o gouging o a min
imurm ternperature of B85°C;

2. Prepare excavation according to the approved repair WF’S; ~

3. Perform MT or dther NI;JT methods of the area to insure the remaval of the defecis; i -
4, _F’reheai: and weld according to the relevarﬁ repéir WPS;

5. Grind the’ repa[reci area-flush w1th base metal or the adjacent weld

6. 7

Check the welds accordmg to Lhe workmg drawings. . - .

T w5 huied Uy odvFp. 2
Technical engineer Approved by Date

#R787-QCP-900




ZPMCT

RERERS
Welding Repair Report

A7 Rev. No.

R, S EFE S segiasa | REHT RS
Project Name SFOBB ~Drawing No. Report No.
A= .
’ 04-0120F4 gk ‘ NDT-" iz B
Contract No.: o ¥r 4k SP45A AND SPS7A ‘jE‘ N ’F] T B787-UT-569
BB [ltems Name Report No.of NDT
b ZPOG-787 '
Project No.:
e B P

‘Correction action to prevent re occurrence:

1. InsREE N EE [ EE,

1. Improve monitoring of welding and interpass cleaning.

e J\_(Foreman) Ly Gm)qb\\

Z B AWPSEH S
Repair WPS No.

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

&R

technolagist

H #(Date): 2mR.04. 24

Lo 4

B (RA) amaEE
Preheat temperature
before gouging

T

I SE 5 B i 13
{Uh i Description

of discontinuity

Inspection

BRI MR E

/.\{',L ) Preheat temperature e
before welding before welding i}j— v
k m%ﬁ 3 1t IF‘}("@‘!!)EX\ 'Lﬁ . - ' .
Max. depth of gouging LT’. h Total length of gouging - l ff/@ﬂ'-ﬂ"’?ﬂ“ .
glqg ) |t FCAW  |mmior |
2 8 iR oA - | BEGE reEr - ]
= o 8 - = 3 = ; ¢ 5 :

- Current 7/_0{2 mn Voltage - %b\/ Speed - ;\TO}’M bl /ﬂ'l?/\

EERiE '

lnspection After repairing: = £ B T =
1o 3% R ' ; R

)f{‘ R,L {’u b | )
nspectaor Date

VT result A ™~ P 5 11 APV V3G

NDTZE & YE DI o

NDT result 2}//f NDT person X‘*?(’C' y‘olﬂ% Date \Lé’"'}%))_—:

RAE -

' Withess/Review:

ik

Remark :

HR787-QCP-900
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i RErORT OF ULTRASONIC ﬂ?&AlViIf\AiIO\J
&PMC
o S— £
UTEHR T &
REPORT NO.i&5S B737-UT-569 R1 DATE 2008.04.30 PAGE 1 OF 1 Revision No: 0
PROJECT NO.:TE%S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: SP45A AND SPS7A DRAWING NO.:SEG13A CALTRANS CONTRACT NO.: D04-0120F4
= el M TESS
’Eﬁ??:gﬁ BE mH I=5E7T
REFERENCING CODE #:%3#3 ACCEPTANCE STANDARD &E&i5E PROCEDURE NO. Bfras
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSEEH JOINT TYPEF #2i85¢ CALIBRATION DUE DATE L8 4
FCAW BUTT Dec. 28, 2008
_ e g SERIAL NO. s
EQUIPMENT &4 MANUFACTURER #1575 MODEL NO. #=&9 FAURS
0715653 i
UT SCOPE PANAMETRICS EPOCH-4EB 1565371,051388540,
: 061495811, 070152011,
: CALIBRATION BLOCK ik "COUPLANT 354351 MATERIALITHICKNESS i
¥ "WBLOCKTYPE T cM.C AT09M-345F2-X/ AT09M-345T2-X ! 16mm
TRANSDUCER #£L
MANUFACTURERiH |  ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY .SIZE
EH BE e i I3RS - FREE Bz Rt
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Changchao [ 2.5MHz 20 mm Reference Level Z25RHEF 20dRB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT oK
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: s
S 3B o U |
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REPORT NO.
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WE kS ETBT-UT-SGQ

PROJECT NO. LERE ZP06-787

AWS D1.5-2002

WELDING PROCESS#E & #i
Focaw

EQUIPMENT Bie

CALIBRATION BLOGK Tk
AWS I BLOCK TypE I

=Re-E AN U ELJ

CALTRANS
ITEMS NAME: spysn AND SP574 DRAWING NO.:SEG134 CALTRANS CONTRACT NO.:
At ms i

REFERENCING copg s §3/

LTRASONIC EXAMINATION
UTER 4R 4=

2008.05.02

R2 DATE

]

CDNTRACTOR =

ACCEPTANCE STANDARD EZign PROCEDURE ng. Bras
AWS D1.5-2002(Tapfe 6.3) ZPQC-UT-g1

JOINT TYPE}2 5525 10

Fid] CALIBRATION DUE DATE
BUTT

2T
Dec, 28, 2008

— _ SERIAL NO. frpjme

MANUFACTURER i MODEL NO, #s5se Friss

071565311,06148354 A
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PROJECT NO. s . CONTRACTOR: iR
TRHS: 06-78 B P NS
DRAWING NO. SEG13A CALTRANS CONTRACT NO.:
af= R E7 PLATE PANEL SPLICE MMTESS 04-0120F4
REFERENGING CODE ACCEPTANGE STANDARD | PROCEDURE NO. CALIBRATION DUE DATE
SIENBERE BRIRNE BFHRS ﬂﬁ@ﬁﬁ}%
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Jan. 1% ,2009
EQUIPMENT ## MANUFACTURER #IiEH MODEL NO. Ex4% SERIAL NO. E&45T
MT YOKE - PARKER B310S 5620 5305 5617
MAGNETIZING Contmuous magnetic yoke CURRENT 'C
METHODREAL 7 3 BTRES B i
PARTICLE TYPE Dry magnet powder "YOKE SPACING
R i TR RIS FIEE 70~150mm
~ WELDING BEH
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV¥

Briclge .f/’F L U O R PO, BOX 23223 Oakland, CA 04623

Phone (G100 419-0120 F Fax (5100 229-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

T CALTRANS - SAS SuperstructLre Datect  01-Oct-2008

333 Burma R oad Contract Ho.: 04-0120F 4

Orakland CA 34607 04-SF 801327139
Bttention: Pursell, Gary Job Hame: SA% Supersrudure

R esident Engineer Documnent Ho: ABF HPRO00071 Rev: 02
Ref 05,03 05-000109

Subject: NCR Mo, ZPRMC-0125

Contractor's Proposed Resolution:

Refaence Resolutione APPROVED, ACTION PEMDIMNG should be an ogtion for thoze NCRE = where Caltrans agrees with our proposed
resolution but swhere the actual corrective action andior suppoting documentaion is fothcoming.

ABFJY respediully requests that the status of this NCR be changed to APPROVED, ACTION PEMDIMNG

It sppears from the responze that the Departm ent agrees with .EEFJ"'.-".EJI!.E-.D.E\DS propozed resalution and wil doze the MCR when the
acceptable docum entation iz submitted. Therefore, 28FJY respedfully requests thd the status of this MCR be changed to APPROVED,
ACTION PEMDIMG.

Submitted by Kanapicki, Chares
Attachment(g): ABF-MNPR-000071RO2

Caltrans" comiments: Status: A0F
Dates 02-Oct-2008

The rezponze iz acceptable, but the Mon-Confarmance iz not clozed.

Pleass provide documerntation of the weld repsirs that were perfonm ed and that the repairs were acceptable. The Depatment will resiewthe
Contractar's proposal to dose Non-Confarmance ZPMC-0125 &t tha time.

Subrritted by:  VWtight, Doug Date: 02-Oct-2005
Attachment(sy: MPR CT Comments

g

Fope Iafi



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Briclge .f/’F L U O R P.O. BOX 23223 Oakland, Co 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datect 03-Dec-2008

335 Burma R oad Contract Ho: 04-0120F 4

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

Resident Engineser Docunent Ho.: ABF-HPRO0007T1 Rev: 03
Ref: 05.03 05-000104

Subject  NCR Mo, ZPmMC0125

Contractor's Proposed Resolution:
Reference Resolution: IPMC requests dosure of this NCR.
ZPMC has attached the requested documents and nov requests dosure of NCR ZPMC 01285,

Submitted by
Atachment(sy; ABF-RPRO0007ARDS, documents to dose this NCR

Caltrans" comments: Status: CLO
Dates 16Lec-2003

The proposed resolution is acceptable. &Anirterral ZPMC NCR was witten, and the sweiding repar repart for the repair iz included. Alsa, the
welds in guestion have been accepted by YT, MT, and UT as shown in the asttached documents. The Department concurs that Mon-
Conformance ZP MC-0125 iz closed.

Submitted by \Wright, Dowg Date: 16D ec-2003
Attachment(s):

g

Fape lafi



TL-001480

(ZPMC] TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE .
DATE: 08/11/2008

TO: RUBY/ ABFJV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT: NCR-000134(ZPMC-0128)FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NQ.B-288FOR CLOSURE.

(2) COPY OF NCR WITH NUMBER NCR-000134(ZPMC-0128).
(3) COPY OF INTERNAL NCR NCR-B-068

(4) COPY OF WELDING REPAIR REPORT

(5) COPY OF NDT AND VT REPORTS

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:

Q//(’\ L— RECEJXSED 11 AUG 2008

PLAN HOLDER " DATE

5)

(OB) 1™ FLUOF

\(

COMPANY PHONE NO.

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



(ZPMC] i o

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2008-8-9
REGARDING: NCR-000134 (ZPMC-0128)

With this letter of response, ZPMC requests closure for Caltrans NCR-000134
(ZPMC-0128). ZPMC agrees what describe in the nonconformance report about
SEGOI3A-007, but we must point out there is a false for SEG13B-014, it is not
welded yet now.

We have educated the workers and QC guy how to deal with the SPCM welding
1ep111 If gouging depth over the 65% penetration, the welding repair can’t be
performed until the approval of the engineer.

That point in the nonconformance report have been checked by VT and NDT,
right now we provide the reference report to prove that the weld attain the regular
quality. )

e

So ZPMC considers NCR-000134 can be closed.

Please reference attached documentation for acceptance and closure the
NCR-000134.

ATTACHMENT:
NCR-000134 (ZPMC-0128)

The welding repair report
The final NDT and VT reports

Z/P’ au f/f Z_(,[m/; LZM

Lo %5



| Nonconformance Report
| 2
| ARETHRE

(ZPMC™

Prnject Name: S.F.O.B.B NCR Number:  NCR-000134 (ZPMC-0128)
15 1 4 FEMMBEE I | NCR 4% NCR-B-068

[tem: |ep air SPCM plate without engmeer approval ] Item Number: { memg Number

Hik:  SPCM IR 5 75 T Bt vk =  B5: SEG013A,SEG013B
Location: OBG Assembly Shop Date:
WA E I3 2 4 ) H 3. 2008-6-10

Description of Nonconformance:
ANTF A TR A ik -

The Contractor performed repair of SPCM material without prior Engineer approval. Depth of weld excavation for the
repairs exceeded 65% of the weld size. This was observed in SPCM weld joint# SEG013A-007 (joint between side panels
SP33A and SP45A) and in SPCM weld joint# SEG013B-014.

ZPMC TERATIEE) T RHEAERGE R T SPCM AHA, IR SRR AP S i T R85 R~ 65%. ERATE SPCM 174
SEGO13A-007 G SP33A I SP4SA Z [BIAGI4E) F icm 4% SEG013B-014 L.

Work By: JHUQ u'am@ Prepared by: Rewewed by QCE: Z]’%Qfé‘[ﬂﬂ /L-’uu
T A 3. bg, ¥ E%-: 2s-bte BT R M—géle
U  Drawing Error [0 Material Defect Fabrication Error [ Other
_ B AGHY R A B i TIERRIR FLAth 5 PR
Disposition: 0O Useasis O Repair 1 Reject
Ab B Bl B 1t il

Rccommend.ltlon
i) ﬁ.w ,dﬁ;!..q%-‘%,éj@_ ()fgnﬁ,bz ac‘wrr/ry ﬂflyw /omceplw
% i?%,%é}}UZp OCRBL. (ommunieare ik e .

Prepared by: J_\f Gmmm, fw\ Approved by QCA: Hubk oN\%  0b 4. f}
HER / S THEHE

Reason for Nonconformance:
A B 7'?{% 7)1 ffﬁw)’?m 8 % él_(i\ﬁfl?\ i
Pta!ﬁmma/ mlow SPeM material M Y hont /Drﬂ’“ biymﬂﬁ) roved ond 9‘-'70%/“ l’/ firt

BT i T 25 I0IR ,
o e U
Ll Approved byAttAE: Ly (Vﬂﬂ@/ R*/ﬂ o EPA J
Technical Justification for Use-As-Is/Repair: O Attachment EI Non-athchment ¢
T sl A 1 R A

BRI UTEE T B b o
mﬁ%%ﬁﬁw %% jﬁ?’ s %é 22

‘7_
edurd_Fohone f‘mp.wfﬂfn on srvt f’“"‘r . eVlewe(y}ﬁWl X Mm/f?ﬁ[ﬁ'ﬂ %5 rl/f;

\’e: ification: o’ Acceptable O Unacceptable
fiffitA - [ NI 5
Verified by QCI/E R HfiiA - Reviewed by QCA/F L F8 ;.

#R787-QCP-1300




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island

Shanghai 201913 PR China

Tel: 021-56856666 ext 207061 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 30-May-2008
375 BURMA ROAD
OAKLAND CA 935607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: - SAS Superstructure
Attention: Mzr. Dave Williams Consultant Document No: 05.03.06-000109
Subject: NCR No. ZPMC-0128 '

Reference Description: ~ Repair of SPMC material

The attached Non-

indicated below:

Conformance Report describes an occurrence where the contractor did not comply with 2 requirement of the contract document as

Material or Workmanship not in conformance with Ct;ntract_documeuts_
O Quality Control (QC) not performed in conformance with contract documents,
] Recum'ng QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: 0BG Lift:
Remarks:
The Contractor performed repair of SPMC material without prior Engineer approval. Depth of weld
excavation for the repairs exceeded 65% of the weld size. This was observed io SPMC weld joint#
SEG-013A-007 (joint between side panels SP-33A and SP-45A) and in SPMC weld joint# SEG-013B-014.
Action Required and/or Action Taken:

Propose a resolution for the identified non-conformance to prevent future occurrences.

Transmitted by: Stanley Ku Srt. Bridge Engineer
Attachments: ZPMC-0128 '

ce:  Rick Morrow, Gary Pursell, Bﬁm:rBoal, Jason Torn, Ching Chao
File: 05.03.06 ' '

N7 o0s5.03.06.000100nCT Page l of 1



STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Arnold Schwarzenegger, Governor

Contract #: 04-0120F4
Bay Area Branch - =
690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 e

(707) 6495453 _ File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000134
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 14-May-2008

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0128

Type of problem:

Welding Concrete [ 1 Other L] :

Welding L1 Curing [1 Procedural [1  Bridge No: 34-0006

Joint fit-up [] Coating [ Other [0 Component: SEG-013A, SEG-013B

Procedural Procedural [ 1 Descripton: OBG Segment Assembly

Reference Description: Repair of SPMC material

Deécription of Non-Conformance:

The Contractor performed repair of SPMC material without prior Engineer approval. Depth of weld

excavation for the repairs exceeded 65% of the weld size. This was observed in SPMC weld joint#

SEG-013A-007 (joint between side panels SP-33A and SP-45A) and in SPMC weld joint# SEG-013B-014.

Applicable reference:

AWS D1.5, Section 12.17.3 Critical Weld Repairs: "Except as provided in 12.17.2, all welded repairs shall be

considered critical. They i'nclude, but are not limited to the following: ...

(5) Corrections requiring weld removal and rewelding except as provided in 12.17 2(4)..."

AWS D15, Section 12.17.2(4): "The depth of groove weld excavation shall-not exceed 65 percent of the weld
" size shown on the drawings." i

AWS DL.5, Section 12.17.4 Approval: "All critical repairs to base metal and welds shall be approved by the

Engineer prior to beginning the repair and shall be documented giving details of the type of discontinuity and
extent of repair.". ’ - o

Who discovered the problem: QA TInspector Steve Hall )

Name of individual from Contractor notified: ABFJV QC Inspector Mr. Steve Lawton
Time and method of notification: 5/14/08 1900hrs :
Name of Calirans Engineer notified: Stanley Ku -

Time and method of notification: 5/ 19/08 1300hrs Verbal

QC Inspector's Name: ZPMC QC Inspector Mr. Chen Chih-Ming
Was QC Inspector aware of the problem: 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

ﬁfv_‘_’ TL-15,Quality Assurance - Non- Conformance Report Page ] of 2



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

of Structural Materials for your project.

Inspected By: Lowry,Patrick

SMR
Reviewed By: Lowry,Patrick

SMR

ﬁ..- TL-135,Quality Assurance — Non-Conformance Report
Page 2 of 2
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ZPMC

———

UTHRG3R 4%

REPORT OF ULTRASONIC EXAMINATION

REPORT NOJ24&4% B787-UT-569 DATE  2008.04.20 PAGE 1 OF 2 Revision No: 0
PROJECTNO. :TE%% 2zP0s-787 CONTRACTOR: CALTRANS
ITEMS NAME: sp4sa AND SPs7A DRAWING NO.:SEG13A CALTRANS CONTRACT NO.: 04-D120F4
AR BS WAL
REFERENCING CODE  £%3155 ACCEPTANCE STANDARD &2y PROCEDURE NO. BfFig=
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSEE i JOINT TYPESZ2m CALIBRATION DUE DATE {228 215
SAW BUTT Dec. 28, 2008
X - e ' ., . SERIAL NO. BE7ii5s
EQUIPMENT 4 MANUFACTURER %% | MODEL NO. s s
071565311,061488510, -
UT SCoPE PANAMETRICS EPOCH4B s 488510
_ : : : 061495811, 070152011,
CALIBRATION BLOCK 3 COUPLANT 243 MATERIAL/THICKNESS #5lERE
AWS IIW BLOCK TYPE T cM.C AT09M-345F2-X/ ATOOM-345T2-X / 16mm
| TRANSDUCER #3L
MANUFACTURER® | ANGLE | FREQUENGY SIZE MANUFACTURER| ANGLE | FREQUENGY SIZE
iS:'fEﬂ?_ RE = R+ R RE = e
Changchao 70°° 2.5 MH=z 18x18'min
Changchao. De 2.5 MH=z 20 mm Reference Level S=2R4pr 20dB -
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
| bECIRELS -] DISCONTINUITY s <
C5 ik} Lt “":-? 1s
= =1 (& [ v o) s a 2. | 2 i —cl__
WELD z 0l 2 i% = El 2|58 58- sg LOCATION OF DISCONTINUITY s .| %
(SR - 2| ¥ |85|58| 38 |53 : Wi
: Flhm@E@uE“‘“g—’==Em s o & =
IDENTIFICATION | § | @ & 2 . il TELER T (mm) 25| E
= ] N ) - =
B % E H alble d Length | Sound Path | Depth from Surface FromX From'y é EE
£ ] FEmE =X g | D
SEGO13A007 | | |683| A |2 [34]3s| 4 | 5| 10 79 5. +6 815 | gel
2 [883 ] A |2 (39|35 4| ¢ 5 74 6 o 976 | Rel
) 3 [683| A |2 |357|35] 4 |2 1o 79 5 +3 1035 | 'gey
4 |83 A |2 (25035 a |qa] 5- 78 3 3 | 1| gy
3 B Fa B e gy e T R T e B 0 1 1500 | gey
6 |683 | & |2 |3|3s| 4 |5 4 76 4 3 | 1w | i
7 |83 A f 23] 4 |s| 4 | 76 o4 +3 1800 | pey
EXAMINED BY &2 REVIEWED BY &,
4 j \ N
Ang st VI
Zchuifin Ly ""‘-"’"‘7% Sl § G 2P
" =3 Jﬁ[ VR ; U -
LEVEL-1l SIGN  J DATE  1»o8ok LEVEL-I  &IGN /  DATE
BiESE / qem B FCUSTOMER
Hubond 308,84
¥ SIGN/ Hi DATE 45 SIGN/ HH#F DATE
(FORM# ZPQC-UTO1)




Attachment-1. CONTINUED
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO.#&£&45 B787-UT-569 DATE  2008.04.20 PAGE 2 OF 2 Revision No: 0
DECIBELS4 [T DISCONTINUITY 7ig: =
g = &} e, o |5 ; E :
WELD'r _ Sf‘f %% E% ﬁ EE’ ;ﬁg ?:%g éé’ LOCATION OF DISCONTINUITY ~ Tesiefr i ﬁi «é %
IDENTIFICATION Eg %Eﬁ g~ :; BT g2 |Ex 25| ¢
REEIHRS g I N a b || g |tenath| SoundPath | DepthfomFacen | Fromx | Fromy E &
B FE EEMRE Bx | my | B
SEG013A-007 g |83 A |2 |35(35] 4|l o5 80 3 n 1890 | Rey
9 683 A |2 |4ala5)alss] g 77 4 2 | 45| gey
10 | 683 A |2 |46)35| 4 |s2] 7 73 5 | 2340 | ey
1 [683] A |2 |sslas| 4] 6 78 3 0 | 2420| gy
1 |683| A | 2 |s|as|a|+g]| & 78 7 0 |-240| ge
13 (83 A |2 046354 as] g 78 3 0 | 2500| gey
1a | 883 | A | 2031|35|4|3]| g 81, 2 +3 | 269 gey
5 |83 a |2 |s2f3s|s]|s5]| 7 82 2 0 | 3105 e J_.
16 | 683 | A2 a|ss|s|al s 83 z 0 | #110| gy
17 | 883 | A |z |36|35|4a|s5]| 5 80 3 0 | 35| gey
1‘8 683 | A |2 |37]s5|s5 |3 7 85 1 0 | azmo| gy
; o (883 | A |2 |slss|s]|o]| g 84 1 43 | 4620] g,
2 | 883 | A 2 (333|597 7 36 o 0 | 4740 Rge;
2 | 683 ] Ao |2 |4s|as| 4] 73. 5 0 | 4785| ggy
» [883| A |2 |4s|as|4|an| 5 15 4 4 | 5765| Ry
- b = :
SP045-01-001 kg3 35 ACG.
25y ; BLANK S
EXAMINED BYfs REVIEWED BY % . _
Zchuifly S Clumvd oer,5¢ 20 |
LEVEL-O SIGN / DATE Yo 9‘&'1;0 LEVEL-Il  SIGN- Y bare
iz écm AR CUSTOMER -
_ PeEa| el Sib 8
| %= siens B paTE &S SIGN/ Hi DATE

(FORM# ZPQC-UT01-2)




(ZPMC | 1 Rev. No.
- Welding Repair Report 0
LB &5 = EiEE ICh HEEF SEG13A e I
Project Name SFOBB Drawing No Report No.
EEE
¢ 04-0120F4 S bl b P
Coniract No.: _ Y EFR SP4SA AND SPS7A NDTIR= %75
I H &S . lterns Name Report No.of NDT B787-UT-569
-Project No.: ZP06-787 _
B fa R

Description of welding discontinuity:

Rejected indication found by ultrasoni
allowance aggregate length.
UH%&E%M%%E&E&?%kﬁ#%EQ)sammmm7

¢ inspection is less than the maximum

ou R

. ;a;%,d-q'l}/u
AEE R (Inspector) : __E

Shuigin B #fi(Date): _08.04 .20

-

PSS F T -

Draftt of welding discontinuity:

Friom Y(#-20#)

'Zaam

_ FroleW#~88#)

LAY

O

St

16_
>

_16.

ot [ o
]

/) )

i
e

“Depf?

Lengthi(l4

K
[
n
o
2+
h g

WELD NUMBER:SEGO13A-007 .

' PleaSe see the detail data from UT report!




FERE:

- Caused: 5

(B § 53 0% £ b .

1. Did not clear the weld pass completely in time.

= 18] & 3 A(Foreman): Ly ﬁm}ﬁbﬂ’:\ B & (Date): »=i&- 04, 2|

AEFER ' _

~.|-Disposition :

1, Mﬁﬁ%ﬁﬁMﬁﬁgmﬁ&f@ﬁ%@%,ﬁ@zﬁﬁﬁﬁﬁﬁa,ﬁ5$ﬁ¥%tr_*

2. EEEWHRELR, ASREREEET = (WPS);

3. '%Fﬁmﬁﬁﬁﬁﬁﬁﬂﬂﬁﬁ%ﬁﬁ%ﬁﬁﬁéﬁﬁﬁ; _

4. MARBEERSROMENEBRETEHE (WPS) 77,

5. #%L%%bgﬁﬂ%ﬂ%&ﬁﬁ@ﬂﬁﬁ%ﬂzﬁz

8. ﬁﬁ‘ﬁ?&%Elﬁé&ﬁﬁ_Eﬁ. )

1. Gouge or grind to'remove_ all the defects from the Face B. Preheat prior to gouging to a min
imum temperature of 65T:

2.

Frepare excavation according to the approved repair WPS; -
3. Perform MT or ‘other NDT methods of tﬁe area fo insure the removal of
Preheat and weld according to the relevaﬁt rep-air WPS;

Grind the'reps_lifed area flush wi_th‘ base _metal or the. acijacent weld; -

8. Check the weldsiaccording to the working drawings. . .

: A
T ; e Heked
Technical engineer Approved by

the defects;

|14y 8P Y
Date

#R787-QCP-900




(ZPMce"

2R B W &

‘Welding Repair Report

fE# Rev. No.

9

DB £ = EERE T TEm = BEEE
j Drawin r\jo =G Report No_' B-WR261
Project Name SFOBB awing No.
SRS 04-0120F4 N % e
- i 2 7 DTRE%F :
Contract No.: AL AR S KD e N 2 -
RE &S ltems Name N A Report No.of NDT |  B787-UT-569
ekl s ZP06-787 ' -
Project No.: i )
# ERse:

‘Correction action to prevent re occurrence:

1. BRI AR,

1. Improve monitoring of welding and interpass cleaning.

£ fi 5 /\.(Foreman) Ly Gue.gqbﬂ«

H #H(Date): 2098 .04, 24

£ B WPSH 2
Repair WPS No.

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

I~am
technaologist

EiE (B4 iiviswiE
Preheat temperature
before gouging

a

1ot

B AE By BB
Description
of discontinuity

RET4ERE
Inspection
before welding

hiv

Freheat temperature
before welding

BRBOUSEE el & C o o T
Max. depth of gouging Q_mm. . | Total length of gouging .. I’[{,@{’;’J}?q, r
P Gopeu L.M«;} REXE -~ - " EERE | -
Id ing t ' iti i
welder @L%7fka’ welding type z'&A\/\/ - posmon ( G—
B Gn-A - | BEWRE BREEE T T
Current 75vA Voltage - 40 \/ Speed —g\‘ﬂj’jmm/m}ﬂ
EERERE
Inspection After repairing: o T B
3 [ ' i (5 1]
L Ins " '
pector 5 Date
VT result A L, L_ﬁ_ A}D{(‘ )3,%9.
NDTE & B FETi [
NDT result 2,} [ NDT-persan )(QQHQ( VDM Date “CS’_‘ > ?().:-
RAE :
" Witness/Review:
&1
Remark :

#R787.QCP-900
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E:E REPORT OF ULTRASONIC EXAMINATION
— UTER{GR &

REPORT NO.#t%5 %% B787-UT-569 R1 DATE  2008.04.30 PAGE 1 OF 1 Revision No: 0
PROJECT NO.:T24S ZP05-787 CONTRACTOR : CALTRANS
ITEMS NAME: SP45A AND SP57A DRAWING NO.:SEG13A CALTRANS CONTRACT NO.: 04-0120F4
g #=
AT R4 : nHIE%S
REFERENCING CODE  #:2%43 ACCEPTANCE STANDARD &£35% PROCEDURE NO. BfFis
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS# &4 | JOINT TYPEZ&:2E7 CALIBRATION DUE DATE SR
FCAW BUTT Dec. 28, 2008 '
‘ e —— . SERIAL NO. Fi4se
EQUIPMENT %% MANUFACTURER 7 MODEL NO. #=%2 : A
: - 071565311,061488510,
UT SCOPE PANAMETRICS EPOCH-4B SN 10B1AaRs1Y
. . | 061495811, 070152011,
| CALIBRATION BLOCK i "COUPLANT #5431 MATERIALITHICKNESS ## s
_ WS IIW BLOCK TYPE Ii c.M.C ~ | AT09M-345F2-X/ AT09M-345T2-X/ 16mm
TRANSDUCER #L ;
MANUFACTURER# | ANGLE | FREQUENGCY SIZE MANUFACTURER| ANGLE | FREQUENCY _SIZE
B RE Fi= Rt T BB S R+
Changchao 70 @ 2.5 MHz 18x18 mm i
Changchao D-° 2.5 MHz 20 mm Reference Level 2% R 57 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UTOK.
DECIBELS4H T DISCONTINUITY  REEfE =
a w w0 - T —_;;:3
WELD Z |2 HlgElg|8s|8s| 22 |22 LOCATION OF DISCONTINUITY 3 .| %
qu<-=,“‘5‘a..g$ Sa|ga| 28 |Bs W .y
; Ell 5 B8 |28 2 |8 A 25
IDENTIFICATION | S | = %/ 2 L TR (mm) 2x| &
e T a i
B e % BE E,-l " % 5 d Length | Sound Path | Depth from Surface |  From From'Y § 2
= o
& B BRI X =Y £
SEGO13A007 | 45, [ 683 | & |2 3| 5 [+#2] 10| . m 2 0 4110 | pgy
BLANK
EXAMINED BY 5% REVIEWED BY & #.
LA wf@\ P- W [LA
JQ/ H )uag ‘Q(P_S‘D _’0’(’0‘_ 30
LEVEL -1l SIGN LEVEL-1I SIGN DATE
FRIRSHE / QoM _ R FCUSTOMER
D R
T SIGN/ Bl DATE %5 SIGN/ B DATE

{F-'ORM ZPQC-UT01)



REPORT NOR&Ewme B787-UT-569 R2 DATE

PROJECT NQ. TEgE ZP06-787 CONTRACTOR * CALTRANS

lTEMS NAME: SP454a AND SP57A
B 3 '
REFERENCING CODE %%EE?E

DRAWING NO.:SEG13A
s

ACCEPTANCE STANDARD E2 i

CALTRANS CONTRACT NO .. 04-0120Fq
mMrege

PROCEDURE NO. BrEga
ZPQC-UT-0q

Aws D1.5-2002 AWS DT.S-ZUGZ(TablE 6.3)

WELDING PROCESS:@E?E& JOINT TYPEi‘?ﬁéféiéiﬂf

CALIBRATION DUE baTE &%&E%‘%}{Jw
Fcaw BUTT Dec. 2g, 2008
” _ SERIAL No_ Frge
EQUIPMENT .4 MANUFACTURER sz MODEL NO. #5145 i
6148
UT Scopk PANAMETRICS EPOCH-B 071565311,061488351,
061495811, 070152011,
CALIBRATION BLocK e COUPLANT 4 MATERIAL/THICKNESS HEL R
AWS W BLOCK TypE i C.M.c AT09M-345F 2./ AT09M-345T7.x 18mm
TRANSDUCER #55.
MANUFACTURER] ANGLE FREQUENGY I SIZE MANUFACTURER ANGLE FREQUENCY SIZE
&R bjifs JsE R~r R bjifii #E R
Changchag 70 © 2.5 MHz 18x18 mm -
T » _
Changchag 0-° 20 mm Reference Leve) BER Sy 20dB
Base metg] Inspected Per AWS D1.5-2002 Section 6.19 5 0 ° uTok.

DECIBELsﬁ-EI

DISConTinurTy s

=
B
] E] w N = 2
— @ (= 3 e
WELD z s 2 =} S £5) 55 [Ea LocaTion of DisconTINuITY [
oM ZEIL = °s |55 23 |5E o =
= Igls B T 53| Bd Sa >
TmlwgE ZEEE £ | &= (T T B (i -
IDENTIFICATION G o R D =R Ex 2
o ra =
e - o o7 = [T}
Retmume 2 |a 8 B
-

SEGD13A—DU?

Bl F?JFCUSTOMER

—

¥ signy Hi# baTe

e SIGN / B3 bate

(FORM;z ZPQC-UTQ 1)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. %S B787-MT-1015 DATEH] 2008.05.02 PAGE OFmEE 11 Revision No: 0

ECT NO. CONTRACTOR:
?ERE—?%%Z ZP06-787 I ;i: CALTRANS
DRAWING NO. SEG13A CALTRANS CONTRACT NO.: :
g E7 PLATE PANEL SPLICE mMTESE O-Dideea
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
HHEMTERT Being HIF RS (= ER A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-04 Jan. 17,2008
EQUIPMENT #+# MANUFACTURER #HliEW MODEL NO. #3455 SERIAL NO. HEHRS
MT YOKE - PARKER B310S 5620 5395 5617
MAGNETIZING Continuous magnetic yoke CURRENT A'C
METHODE LA SRR :b '
PARTICLE TYPE Dry magnet powder YOKE SPACING
BEHRD TR REA AR 70~150mm

' WELDING BE{#
MATERIAL TO BE j?i—-}%_ Material & thickness ATDOM-345T2-X
O CASTING %1
JEXAMINED O FORGING iR 4, HE 16mm
BEHE i
WELDING PROCESS FCAW TYPE OF JOINT
Rk s BUTT
WELIG DISCONTINUITY R 844 ACCEPT | REJECT REMARKS
eyryvey INDICATION TYPE LENGTH IN wE $Eil 2y
i s %R mm
: HEEE
SEG013A-007 ACC.
BLANK

EXAMINED BY £

R DKL

LEVEL - 1l SIGN %58

/

DATEEJ2U0% . 5 A

REVIEWED BY i

Waw Wer

LEVEL-V SIGN

__oateRl ) LF o8 0) |

ﬁij’éﬁ_*/ QcM
~
uban 2% L [

EF SlGNﬂ Fif DATE

F P CUSTOMER

45 SIGN/ Hill 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-000122
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  12-Dec-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0128

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:  14-May-2008

Description of Non-Conformance:

The Contractor performed repair of SPMC material without prior Engineer approval. Depth of weld
excavation for the repairs exceeded 65% of the weld size. Thiswas observed in SPMC weld joint#
SEG-013A-007 (joint between side panels SP-33A and SP-45A) and in SPMC weld joint# SEG-013B-014.
Contractor's proposal to correct the problem:

The Contractor provided documents that include: welding repair report, acceptable VT, MT, and UT reports.
Corrective action taken:

Closed by Cdltrans Construction. METS closed the NCR based on Construction's direction.

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

If so, name of Engineer providing approval: Stanley Ku and Doug Wright Date: 12-Dec-2008
IsEngineer's approval attached? Yes[ ] No Email of concurrenceto close NCR ison file.

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 Sang Le, who represents the Office of Structural Materials
for your project.

I nspected By: Dautermann,Peter Quality Assurance I nspector

Reviewed By: Dautermann,Peter QA Reviewer

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