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-000141
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 28-May-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0134

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Tower South Lift 1, Skin A Stiffener Plate

Procedural [ Procedural [ Descripton: Subassembly SA-15

Reference Description: Longitudina Stiffener Skin A Butt Weld

Description of Non-Conformance:

ZPMC was observed performing Submerged Arc Welding (SAW) at the stiffener complete joint penetration
(CJP) butt joint # SSD1-SA-15-A/F-15A with an interpass temperature that exceeds the maximum interpass
temperature allowed by AWS D1.5 (2002) of 230° C.

v o

Applicablereference:

AWS 1.5 (2002), Section 4.2.2

Who discovered the problem:  Alfredo Acuna, Quality Assurance Inspector

Name of individual from Contractor notified: Chung Keung Chan, ABF Quality Control Inspector
Time and method of notification: 5/28/08, 1045, Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 5/29/08, 1500, Verbal

QC Inspector's Name:

Was QC I nspector awar e of the problem:

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



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

[ Yeslvl No
Contractor's proposal to correct the problem:
None 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.

I nspected By: Wahbeh,Mazen SMR

Reviewed By: Wahbeh,Mazen SMR

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

Page 2 of 2



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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-Jun-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: 05.03.06-000116
Subject: NCR No. ZPMC-0134

Reference Description:  Longitudina Stiffener Skin A Butt Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
ZPMC was observed performing Submerged Arc Welding (SAW) at the stiffener complete joint penetration(CJP) butt joint #
SSD1-SA-15-A/F-15A with an interpass temperature that exceeds the maximum interpass temperature allowed by AWS D1.5 (2002) of
230° C.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance to prevent future occurrences and provide documentation of the corrective
measures taken.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0134

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File 05.03.06

ogral " 05.03.06-000116,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  18-Aug-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-HPRAO0D06G Rev: DO
Ref: 05.03 06-000116

Subject  NCR Mo, ZPmMC0134

Contractor's Proposed Resolution:

Reference Resolution: IPMC adknovdedges that thiz inter-pazs temperature waztoo high and has ingdncted the W performing the weld
manitoiing of this issue.

Pleazs zee attached.

Submitted by Kanapicki, Charles
Atachment(s):  2A5F MPR-O00065ROC;

x|

Caltrans’ comments: Status: CLO
Date: 22-A4g-2005

Guality Control ingpedors have been instructed tom onitor intenpazs temperature more clossly, and the weld in guedtion has since been tested
uging visual, magnetic partide and ultrazonic testing and found to be acceptable. The Depatment concurs tha Mon-Conformance ZPMC-0134
iz closed.

Submitted by 'Wiright, Doug Date:  22-Aug-2008
Attachment(s):

Fape lafi



STATE OF CALIFORNIA—BUSINESS, TRANSPORTATION AND HOUSING AGENCY Arnold Schwarzenegger, Governor
DEPARTMENT OF TRANSPORTATION
CHINA FABRICATION TEAM

508 Shangcheng Rd., Pudong New District
Shanghal 200120, PRC

REVIEW OF CONTRACTOR’S TRANSMITTAL

To: Dave Williams. American Bridge — Fluor. a Joint Venture
Gary Pursell. Resident Engineer :

Review Date: 07/28/2008

From: Joshua Ishibashi. Structural Materials Representative Contract No.: 04-0120F4
Date/Time Submittal Recieved: 07/25/2008/ 1300 Chir Standurd Time

(GMT=+08:00)
Contractor's Transmittal #: TL-08-1567 Rev. #0

substantially eomplies 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 No [ |Yes Date: Time:
Name of individual from Contractor Notified:
This submittal is a: g Welding Report ; Critical Weld Repair

Request for Information || | Heat Straightening Request
Fabrication Procedures Other: NCR Resolution

Submitting Contractor: ZPMC

ITEMS REVIEWED COMPLIES | COMMENTS
1| oot Leter ABESLY ) Bves | [INo | ZPMC NCR Resolution #ZPMC-0134

2. DYes DNO
3. [ ]Yes DNO

Remarks: METS recommends that ABF-TRN-TL-08-1567 be accepted. Testing of the weld after it

was completed using visual, magnetic particle and ultrasonic testing showed that there were no defects
in the weld.

J0

Reviewer: Joshua Ishibashi Date: 07/28/2008

E Construction Concurrence: Initials DLU‘J Date 2006' 67-7%

.\
™

N

gl -
Received by (ABFIV), /-~ Date_ 744/ Time (357

N

Ry

£

= APPROVED
1 APPROVED AS NOTED
RETURNED FOR CORRECTIOMN
Pursuant to Section 5-1.02
of the Standard Specifications
State of California
DEPARTMENT OF TRANSPORTATION
Divislon of Englneering Service

" 1 - z 1 7 a0
TC-20, Review of Contractor’s Submittal (11/01/07) ];Lgffjea gﬂftrum Construction 7/~ EA 8 Page | of |

{Structure Hopresentative Date




Aimerican -
Bridge FLUOR

BOICUYNT Wi NTLIRT

3740 Pudong Naniu
Shanghai, China 200120
LETTER OF TRANSMITTAL
To: California Dept. of Transportation [Transmittal No: TL-08-1567
666 Feng Bin Road, Rm. 708 Date: 7/25/2008
Changxing Island, Shanghai '
Attention: Mr. Pete Siegenthuler
Project: S.F.0.B.B.
Job # 04-0120F4
Enclosed:
Qty. ltem Qty. ftem
For Closure
1 ZPMC Transmittal TL-001387
NCR # ZPMC-0134
Serjal Letter ABF-SL-08-0133
O] APPROVED
| APPFRUVED AS WOTED™
=
Pursuant to Section 5-1.02
1 caiions
DEIARTMENT OF TRANSPORTATION
lmum OfEﬁln_ee_ﬂ'_'mmca
Sender:Q/_/Qr( L/ Date: ?/ M_/D@ Recipient: WI/V\}}' Date: 25— jM /Lf 65

Please md!cate recejpt of the above mentioned items by sfgning and rafummg this transmiital to sender., [ Z -éﬂ/




Americ

rricge " FLUOR.

A JOINT VENTURE

25 July 2008

Reply to: SL-ABF-08-0133
Afttention:  Gary Pursell
Reference:  San Francisco Oakland Bay SAS Bridge Superstructure
Caltrans Contract No, 04-0120F4
ABF Job No. 660110

Subject: NCR# ZPMC-(134
Mr. Pursell:

This letter is issued to provide formal response addressing the proposed resolution to NCR # ZPMC-0134.

ZPMC was observed performing Submerged Arc Welding (SAW) at the stiffener complete joint
penetration (CJP) butt joint #38D1-SA-15-A/F-15A with an interpass temperature that exceeds the
maximum interpass temperature allowed by AWS D1.5 (2002) of 230° C.

ZPMC acknowledges that this inter-pass temperature was too high and has instructed the CW| performing
the weld monitoring of this issue. The weld was subsequently VT, MT and UT inspected with acceptable

results.

If further clarifications are needed, please contact me.

Steve Lawton
Foreign Quality Assurance Manager
American Bridge Fluor Joint Venture

B APPROVED
O gé’?goVED AS NOTED
O RNED FOR CORR
Pursuant to Secilon Eafg‘gn .
of the Standard 8peclileations
State of Californla
DEPARTMENT OF TRANSPORTATION
Lél}l;gon g: Englneering Service
0l structure Construction
B eV SO = 2y
Structure Hepresen 2&3%1%@“




TL-001387

(ZPMCc]) TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE

DATE: 07/09/2008
TO: RUBY/ ABFJV QA DEPARTMENT
FROM: ZPMC QA DEPARTMENT

SUBIJECT: NCR-000141(ZPMC-0134)FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.T-015FOR CLOSURE.

(2) COPY OF NCR WITH NUMBER NCR-000141(ZPMC-0134).
(3) COPY OF UT REPORT T787-UT-170 AND MT REPORT T787-MT-230

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:
QO L, L. RECEIVED 08 JUL 200
: 4>}

PLAN HOLDER ! DATE
thiz/ FLUOR,

COMPANY PHONE NO.

. APPROVED

PLAN NUMBER: N/A O APPROVED AS NOTED

#R7R7-QCP-102 0 RETURNED FOR CORRECTION

Pursuant to Sectlon 5-1.02

f of the Standard Specifications

- State of Califernia

DEPARTMENT OF TRANSPORTATION
Division of Englneering Service

D Offl 8

ice of IEU 1€ 3
D 0L 2\rele Construgtipn, /
Structure Hopregentative Ddte




LETTER OF RESPONSE

No. T-015

TO: American Bridge/Flour JV
DATE: 2008-7-9
REGARDING: NCR-000141 (ZPMC-0134)

ZPMC received Caltran’s NCR-000141 on 8-July-2008, it mentioned ZPMC was
observed performing SAW at the stiffener complete joint penetration butt joint
SSDI1-SA15 A/F-15A with an inter-pass temperature that exceeds the maximum
inter-pass temperature allowed by AWS D1.5(2002) of 230°C.

ZPMC acknowledged this inter-pass temperature issue, and had reminded the site
QC personnel not to ease the mind on the temperature checking during the welding.
As ZPMC got this NCR afier the completion of the part’s NDT, the result showed the
inter-pass temperature issue did not influence the weld quality. Here the UT report and
the MT report for this weld are attached to let CT review.

So ZPMC requests Caltrans can close NCR-000141 basing on the attached
documents.
ATTACHMENT:
NCR-000141 (ZPMC-0134)

T787-UT-170
T787-MT-230

xﬁm

2608 ~ 7~

ki APPROVED
[m) ggggxm AS NOTED
[ ED FOR CORR
Pursuant to Section Mﬁ;gzmm
of the 8tendard Specifications
State of Californla
DEPARTMENT OF TRANSPORTATION
Divislon of Engineering Service

ee oclu

_4 8/08
%me =1

ure Hopresentaiivo
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

Oakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 11-Jun-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: 05.03.06-000116
Subject: NCR No. ZPMC-0134

Reference Description:  Longitudinal Stiffener Skin A Butt Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:

[ Material or Workmanship not in conformance with contract documents.

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

O Recumring QC issue that constitutes a systematic problem in quality control.

O Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:

ZPMC was observed performing Submerged Arc Welding (SAW) at the stiffener complele joint penetration(CJP) butt joint #

SSD1-5SA-15-A/F-15A with an interpass temperature that exceeds the maximum interpass temperature allowed by AWS D1.5 (2002) of
230° C.

Action Required and/or Action Taken:

Propose a resolution for the identified non-conformance to prevent future occurrences and provide documentation of the corrective

measures taken.

Transmitted by: Scoti Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0134

ce: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06

5. APPROVED
APPROVED AS NOTED
RETURNED FOR CORRECTION

Pursuant to Section 5-1.02
of the Standard Specifications
8tate of California
DEPARTMENT OF TRANSPORTATION
B3 sososommtency Dlvlllo g: Englneering Service

Offfee of Structurs Con Pageed ol
Yl hel ) LYY
structure Hepresentallve Date




STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Malterials

Quality Assurance and Source Inspection

Amold Schwarzenegger, Governor

Contract #: 04-0120F4
Bay Area Branch -
690 Walnut Ave.St, 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #: 69.25B
(707) 649-5453 ¢ 69.25]

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000141
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 28-May-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0134

Type of problem:

Welding Concrete [ 1 Other Il

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

Joint fit-up [] Coating [ Other [l  Component: Tower South Lift 1, Skin A Stiffener Plate

Procedural [ Procedural [ Descripton: Subassembly SA-15

Reference Description: Longitudinal Stiffener Skin A Butt Weld

Description of Non-Conformance:

ZPMC was observed performing Submerged Arc Welding (SA'W) at the stiffener complete joint penetration
(CJP) butt joint # SSD1-SA-15-A/F-15A with an interpass temperature that exceeds the maximum interpass
temperature allowed by AWS D1.5 (2002) of 230° C.

5y

Applicable reference:

AWS 1.5 (2002), Section 4.2.2

Who discovered the problem:  Alfredo Acuna, Quality Assurance Inspector
Name of individual from Contractor notified: Chung Keung Chan, ABF Quality Control Inspector
Time and method of notification: 5/28/08, 1045, Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 5/29/08, 1500, Verbal

QC Inspector's Name: E& APPROVED

Was QC Inspector aware of the problem: 0 APPROVED AS NOTED

0 RETURNED FOR CORRECTION
Pureuant to Section 5-1.02
_ of the Standard Specifications
hwz_. TL-15,0uality Assurance — Non-Conformance Report State of Callfornia Puge Jof 2
DEPARTMENT OF TRANSPORTATION .
Division of Engineering Service

Dgﬂﬁ[ye of Sir ciu;g[’:onalruc;%zn 8/0 8
1L - E fa 2
Structure ﬁapresnfaiive g Date




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

[ Yes 4] No
Conftractor's proposal to correct the problem:
None 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
conceming repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Wahbeh,Mazen SMR
Reviewed By: Wahbeh,Mazen SMR
£l APPROVED

O APPROVED AS NOTED
Pursuant to Secilon 5-1.02

State of California

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

RETURNED FOR CORRECTION
of the Standard Specifications

DEPARTMENT OF TRANSPORTATION
Divislon of Englneering Service

D Qfflce of Spructure Canstruc_g?a nr
Structure Representative 7~

Page 2 of 2



—— REPORT OF ULTRASONIC EXAMINATION
E;E | TG E

REPORT NOGR&EHE T787-UT-170 DATE  2008.06.10 PAGE 1 OF 2° Revision No: 0
PROJECT NO. : TE4#S ZP06-787 ' CONTRACTOR: CALTRANS
ITEMS NAME: FIRST LIFTING LONGITUDINAL OF | DRAWINGNO.: SSP1-SA159F/J+ CALTRANS CONTRACT NO.: 04-0120F4
2 i1 b=t
L TR SKINA mne SSD1-SA15AF BHTERS
REFERENCING CODE £3%#% ACCEPTANCE STANDARD #&i5%E PROCEDURE NO. i8S
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSEE i JOINT TYPE#R ge2ls5 CALIBRATION DUE DATE {25853 26305
SAW+FCAW BUTT DEC. 28°7, 2008
. " s SERIAL NO. F3l%e-
EQUIPMENT &% . MANUFACTURER 'ﬁﬂ MODEL NO. 345 IS
07156531
UT SCOPE PANAMETRICS EPOCH-4B SRl e EBBET N,
‘ 061495811, 070152011,
CALIBRATION BLOCK &k COUPLANT $E-&7 MATERIAL/ITHICKNESS % JEEE
AWS IW BLOCK TYPE 1I 1 c.M.C ATOBM-345T2-Z [ 65/75mm
: , TRANSDUCER #k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY SIZE
HEER AE B R T A HE R
Changchao 41 2.5 MHz 18*18 mm Changchao 45 ° . 25MHz © 18*18 mm
Changchao D®° 2.5 MHz 20 mm Reference Level Z5RIEE 20dB
Base metal inspected per AWS 1D1.5-2002 Section 6.15.5 ~ 0° UTOK.
DECIBELS4 DISCONTINUITY ~ FReEgiy: c
(@] 13} 18] =
= D Cwml~|s |2 |lacle : = #
WELD Z g % = 1%% = 32|k |35 |58 LOCATION OF DISCONTINUITY e ¥
AR B ES - z g <
IDENTIFICATION | & | 3 %| 2 o 1 . T ESALE (mm) Ex £
S = =
R % E '-'__,J 4 b d Length { Sound Path | Depthfrom Surface | From® | From'Y 'é ﬁ'é
= )
5 EE EEERE EEX Y =]
7?5D1-SA15A1’F—15N158 69.2 34° ) ACC.
|3
447 32 ACC.
S55D1-SA158F/J-23A/238 ) 68.2 34 ACC.
447 32 ACG.
SS5D1-SA159F/-24A1248 69.2 34 ACC.

447 32 ACC.
5SD1-SA158F/-7A/7E 69.2 . 34 ACC.
EXAMINED BY *if REVIEWED BY &#:

. 0
| Z@Lmbﬁ‘w\ MUT’(/ (m% 20 rgoé [0

|
LEVEL-Il SIGN / DATE 37, (7 LEVEL.Il  ~sieN DATE
JRIEEE / QCM HFCUSTOMER

et pwg.br)-
ZEF SIGN/ HiF DATE &S SIGNT B# DATE

(FORM## ZPQC-UT01-1)



Attachmen

t-1.

CONTINUED

e AR
(ZPMC ]
= e imo——

REPORT OF ULTRASONIC EXAMINATION

REPORT NOJRELS T78T-UT-170 DATE  2008.06.10 | PAGE 2 OF 2 Revision No: @
DECIBELS4 1 DISCONTINUITY 7Rkt =
o 1 ) i B
= A Q| ~] = o 5 |c = =
WELD o= 5 §_ |e_|2. |5 . e s T = e
x| 25 |E.&| 8| 52 |52|28|58| LocaTioN oF DIscoNTINUITY  Fmgkiw | & & | ©
E|l T8 |s@|S| 3 |28|58 (58 : g
IDENTIFICATION < | B 9 £ |2 |27|= TZ| =
o o (&) = £
4B e 57 M s = 3
pfgﬁi{ﬁ-é;ﬁ% % E 5 b i Length | Sound Path | Depth from Face'A' | From'X | From'Y a2 =
- a c 0
134 BE EREEE B | my | O
SSD?—SA159FIJ—7NT$ 447 32 ACC.
SSD1-SA159F/-10A/108 69.2 34 ACG.
e 42 ACC.
]
S8D1-SA158F/J-22A/228 69.2 34 ACC.
447 32 ACC.
BLANK
T3 APPROVED
i 0 APPROVED AS N(TED
- ORRELTION
: n 5102
T Spepiiications
S Statsei Ga!!f
rice
™. O izt
/g™ -Z' ';i_iég
; =
EXAMINED BYE#E REVIEWED BY aﬁ
‘ \ Ma/r( » IU) % ‘76 }
Z sy v Do
LEVEL-T sicN / | DaTE N [;Lr LEVEL: T sief DATE
REE®E / acm FiACUSTOMER
O Y N
#F SIGN/ H# DATE EF SIGN/ H# DATE

(FORM7# ZPQC-UTO01-2)




S

REPORT OF MAGNETIC PARTICLE EXAMINATION

BRI £
REPORT NO. REES T787-MT-230 DATEH# 2008.06.11 PAGE OFH®E 11 Revision No: 0
PROJECT NO. - CONTRACTOR:
DRAWING NO., SSD1-SA159F1J;SSD1-BA16AF | oAl TRANS CONTRACGT NO.:
FIRSTLIFTING LONGITUDINAL SKIN ™
E5: A ImHTEES Leltalee
REFERENCING CODE ACCEPTANCE STANDARD | PROCEDURE NO. CALIBRATION DUE DATE
SEFTED ERIRE BRFES 2 B EERE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28 ,2008
EQUIPMENT &% MANUFACTURER #3&7 MODEL NO. B4 E SERIAL NO. E&ES
MT YOKE PARKER | B3108 5620 5395 5617
MAGNETIZING Continuous magnetic yoke CURRENT
METHODEL i B B AG
PARTICLE TYPE Dry magnet powder YOKE SPACING
iz o] TR BRI 0= 15gmm
Y WELDING B '
MATﬁméia TO BE O CASTING %{f Material & thickness AT09M-345T2-Z
EXA s B, LR 75/65mm
RS O FORGING &3 J
WELDING PROCESS SEW TYPE OF JOINT
B R agem BUTT
WELD LD DISCONTINUITY- T2t i ACCEPT | | REJECT REMARKS
iyt INDICATION " TYPE LENGTH IN =z AEl £y
= BT . | mm
B
SSD1-SA15A/F-15A ACC.
SSD1-SA15A/F-15B %
SSD1-SA150F/J-22A ACC.
SSD1-SA159F/)-228 ”
F SSD1-SA15A/F-1 BA; SSD1-SA159F]J-22A were MT insper_.tion and ACC, which is the result of required 25% MT.
K SSD1-SATSAF-15A ; SSD1-SA150F/J-22AMREEBMT il 445, B BElbRHc/E D EEa| T WA E R 2% e aHEEE .
BLANK
BI APPHOVEUD
[0 APPROVED AS NOTED
RETURNED-FOR|CORRECTIPN
Pursuant to Secflion 5-1.02
of the Standard Sgeciilcationy
State of California
DEPARTMENT OF TR/ANSPORTATON
Divislon of Engineqring Servicle
| Gifjge %tweiu _lu_.?ns@rucg T
= It ;N FRTL® FUIe! I\Jl:l = '::'

EXAMINED BY# REVIEWED BY ##
Cai Xinxin W (Hfe '
LEVEL-l_ SIGN &% DATEE#youf. pl.1) | LEVELIM  sieN I pateRI) eofth . [
0 7 -
RiESE / QoM FEFCUSTOMER

ks

b 0 “.\

£ SIGN/ HiA DATE

#F SIGN/ Hi#ll DATE

(FORNM# ZPQC-MT01)




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-000057
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0134

Type of problem:

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

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  28-May-2008

Description of Non-Conformance:

ZPMC was observed performing Submerged Arc Welding (SAW) at the stiffener complete joint penetration
(CJP) butt joint # SSD1-SA-15-A/F-15A with an interpass temperature that exceeds the maximum interpass
temperature allowed by AWS D1.5 (2002) of 230 degrees Celsius.

Contractor's proposal to correct the problem:

ZPMC has notified the CWI of this deficiency and will conduct non destructive testing to verify the soundness
of theweld.

Corrective action taken:

ZPMC has reminded their Quality Control inspectors to monitor interpass temperature and the weld in question
has since been tested using visual, magnetic particle and ultrasonic testing and found to be acceptable.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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 (011-86-1376-471-0411), who represents
the Office of Structural Materials for your project.

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

Reviewed By: I shibashi,Josh QA Reviewer
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