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-000166
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 17-Jul-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0153

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other []  Component: SEG 3AW

Procedural Procedural [ Descripton: OBG Segment Assembly Side Panel web splice SP069-0
Reference Description: Incorrect welding of T Stiffeners Splice Backing

Description of Non-Conformance:

The Contractor performed welding that did not conform to approved working drawings and did not conform to
workmanship requirements of the specifications. The Contractor performed welding with steel backing where
it was not called out for in the approved weld detail. The Contractor performed welding that did not terminate
in amanner to ensure sound welds. Thiswas observed in the longitudina T-stiffeners on side panel web splice
SP069-001 of segment SEG 3AW.

Below are two digital photographs illustrating this discrepancy.

“at weld jo

“T"Stiffener
" Flange

@altrans EA: 04-0120F4
Description: Incorrect welding of “T” Stiffeners
Fabricator: ABF / ZPMC 07/17/08 0854

Caltrans EA: 04-0120F4

Applicablereference:

Approved shop drawing Typical Weld Details, Sheet No. WD2, Weld Detail WD20AM

AWS D15, Sec. 3.12.1: "Welds shall be terminated at the end of ajoint in a manner that will ensure sound
welds."

Who discovered the problem: QA Inspector Greg Bertlesman

Name of individual from Contractor notified: ABFJV QC Inspector Peter Shaw

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



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

Time and method of notification: 1100 Verbal notification.

Name of Caltrans Engineer notified: = Ching Chao

Time and method of notification: Verbal notification at 10:00 on 07-18-2008
QC Ingpector's Name: ZPMC QC Inspector C.M. Chen

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 Abifhiram Velasco, who represents the Office of
Structural Materials for your project.

I nspected By: Velasco,Abifhiram SMR

Reviewed By: Velasco,Abifhiram SMR

TL-15,Quality Assurance -- Non-Conformance Report
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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: 12-Aug-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: 05.03.06-000142
Subj ect: NCR No. ZPMC-0153

Reference Description:  Incorrect welding of T Stiffeners Splice Backing

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.
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: 03
Remarks:
The Contractor performed welding that did not conform to approved working drawings and did not conform to
workmanship requirements of the specifications. The Contractor performed welding with steel backing where
it was not called out for in the approved weld detail. The Contractor performed welding that did not terminate
in amanner to ensure sound welds. This was observed in the longitudinal T-stiffeners on side panel web splice
SP069-001 of segment SEG 3AW.
See attached NCR #ZPMC-0153 for details.
Action Required and/or Action Taken:

Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0153

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Doug Coe, Jason Tom, Contract Files, Ching Chao
File 05.03.06

_ 05.03.06-000142,NCT Pagelof 1



American 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 JOIHNT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 11-Sep-2008
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-d3.2/ 1
Attention: Pursell, Gary Job Name: SAS Superstrgctu

Resident Engineer Document No.: e
Ref: 05.03.06-000142

Subject:  NCR No. ZPMC-0153

Contractor's Proposed Resolution:

Reference Resolution:  ABF has instructed ZPMC to revise the Weld Detall if they a 'S occurrence to repeat.

ZPMC used back-up bar to complete this joint due to the root gap being too larg
bar and performed inspections as required for this weld joint. ABF has instru«g
occurrence to repeat.

-up bar weld. ZPMC then removed the backing
{ e Weld Detajl if\gey anticipate this

Submitted by:
Attachment(s): ABF-NPR-000143R00

Status: AAP
Date: 01-Oct-2008

Caltrans' comments:

The response is acceptable, but the Non

Please provide documentation of the w
the as-built weld detail. The Dep ent

nfign that the associated shop drawings have been revised to show
| to close Non-Conformance ZPMC-0153 at that time.

Submitted . Doug Date: 01-Oct-2008

Attachment(s)

'ij 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: 10-Dec-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-000143 Rev: 01
Ref: 05.03.06-000142

Subject:  NCR No. ZPMC-0153

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

Please see attached.

Submitted by:
Attachment(s): ABF-NPR-000143R01; docs to close this NCR

Caltrans' comments: Status: CLO
Date: 21-Dec-2008

The proposed resolution is acceptable. The welding repair report for the repair is included, and the welds in question have been accepted by
VT and UT as shown in the attached documents. The Department concurs that Non-Conformance ZPMC-0153 is closed.

Submitted by:  Wright, Doug Date: 22-Dec-2008
Attachment(s):

rwgral

Page 1 of 1



TL-001742

(ZPMC TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE: 10/29/2008

TO: RUBY/ ABFJV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT:NCR-000166 (ZPMC-153) FOR CLOSURE
SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-313 FOR CLOSURE.
(2) COPY OF NCR WITH NUMBER NCR-000166(ZPMC-0153).

(3) COPY OF WELDING REPAIR REPORT

(4) COPY OF VT AND MT REPORTS FOR FINAL INSPECTION

(5) COPY OF ZPMC INTERNAL NONCONFORMANCE REPORT

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:

Q/H - RECEIVED 79 0CT 108
PLAN HOLDER DATE

pmenean/op 0 G Ro
LI
M) ge < T

COMPANY PHONE NO.

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



(ZPMC
LETTER OF RESPONSE

No. B-313

TO: American Bridge/Flour JV
DATE: 2008-10-29
REGARDING: NCR-000166 (ZPMC-0153)

With this letter of response, ZPMC requests closure for Caltrans NCR-000166
(ZPMC-0153). We have instructed the workers that improve the technique for flame
cutting and prevent this occurrence to repeat. In addition that the workers should
confirm enough spare part of the stiffener for cutting the groove with the allowed
root gap in the drawing.

On the other hand we should train the welder for workmanship to ensure sound
welds. after removing the back-up bar we have performed inspection of VT and MT
with the required of drawing and special prevision. The corresponding reports are
attached with the response letter.

So ZPMC considers NCR-000193 can be closed and submits the application .

Please reference attached documentation for acceptance and closure the
NCR-000166.

ATTACHMENT:

NCR-000166 (ZPMC-0153)
Welding repair report
VT and MT reports for final inspection

ZPMC internal nonconformance report

G (O fo \ v

N
&
v 6 ©
o o
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Noneonformance Report

TREmiRE

Project Name: SFO.BB . | NCR Number:

T E 2 FR:  REmINEE s NCR 475 NCR-B-098
Ttem: incorrect welding of T stiffeners Item Number: Drawing Number:
BRI T Phxt Epefal = 5 EFERRH 5B SP069 | EE: 3AW
Location: assembly shop Date:

PrE: JEEHEER H 3 2008-8-21
Description of Nonconformance:

R TR

The contractor performed weldmg that did not confmm to approved worling d["inl'lg and did not conform to workmanship

requlrements of the specifications. The contractor perfm med welding with steel backing where it was not called out for in the

approved weld detail. The contractor performed welding that did not terminate in a manner to ensure sound welds. This was

observed in the longitudinal T stiffeners on side panel web splice SP069-001 OF segment SEG 3AW,

ZPMIC TE JE 5 B 5 Bt A o R A 50 I P 4 P O R AT e S Bk T Jhxt 8,7 B WD20AM BoRpeh KT
PR SIR T R AR fm*.&'[ﬁmn%?%ﬂﬁ% IR L ORBRE B KREE A ERSBES B

A BEPRIE S0 B T S . '

Work By: il _Goll, ﬁﬁj’; _ Prepared by: wa’;jb\/\ Reviewed by QCE: /ZMSZ Mﬂﬁ-gwﬁ

ML - HE&: FRE TR o . s ?//

[l DrawingError [  Material Defect Fabrication Error O Other
‘ Syt MG C hlEEER HAbJR
Disposition: 0O Useasis ] Repair , | Reject .
LOEEE Ryl 15| R T
Recommendation: ‘ '

By ﬁ”@_ﬁ\%.ﬁg)diﬂkq A \p;ﬁsa“i‘% ‘
é'//‘—c"“f Sb7?~&"1/t.>wn - _’ﬁou d/(ﬁ en= CITE ]

Prepared by: -2}151”7 m }ﬁl Approved by QCA: '
W ofg-2F L REBSEME :

Aeason for Nonconformance:

£ ﬁkﬁ/\’fﬂ§ﬁ‘\j’f‘% AR, L b ronis

’LUmk IE"L'H d"';bl-‘— jfﬁ'b“&"t{' C-'Luic(-l' ¢ clyaw 'U’ ansl e ol Sl wesa pkgf'&j: I’-LF..—‘I:Y’.ﬁ‘(:C .

POTIRIE o350 e M e vy a&g PERNE ) RIBEY SR BIRRL

Z/L/LV-"‘-‘Lt 55‘-/)6‘ viston curdf jbw rbj WmSICR L sngl witdn welolers £ averg  EAIL S Ssue
f
happer Approved by/3ltHE: :lhamj ¥qﬂ 2 Og : g zc/t
Technica! Justification for Use-As-Is/Repair: [ Attachment [0 Non-attachment
5 A BRIR A BB A i 9/,,,577,;., »gm%wﬂ () [ T b
A4 M%}!ﬁﬂ’% % 9}%J’I@E’§>lﬁ?’§;n 77$
Lapast waM aeevreliy '«J,LJil e welel e ¢ Fo ve vm"/wle‘r £
o Ak ! m/mﬁ'f e
shillgy ersuit g ,_dﬁis ‘Reviewed /iL7: PM fisran / 4. }3’/@*5
Verification: O Acceptablé [0 Unacceptable
fifiA ) S AES :
Veriiied by QCUJEHHIIA - Reviewed by QCA/Jf & /T8

#R787-QCP-1300



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

&lrans Tel: 021-56B56666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUCR, A TV Date: 12-Aug-2008
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: MTr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Dave Williams Consultant Document No: 05.03.06-000142
Subject: NCR No. ZPMC-0153

Reference Deseription:  Incorrect welding of T Stiffeners Splice Backing

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

indicated below:
Material or Worlanansﬁip not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract docurhents.
O Recurring QC issue that constitutes a systematic problem in quality control.
D Non-_CUnfnnnance Resolved. )
Material Location: ~ 0BG : Lift:

03
Remarls: !

The Contractor performed welding that did not conform 1o approved working drawings and did not conform to
workmanship requirements of the specifications. The Contractar performed welding with steel backing where
it was not called out for in the approved weld detail. The Contractor performed welding that did not terminate
in a manner Lo ensure sound welds. This was observed in the longitudinal T-stiffeners on side panel web splice
SP069-001 of segrment SEG 3AW.
See zttached NCR #ZPMC-0153 for details.

Action Required and/or Action Taken:

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

Transmitted by: - Ching Chao
Attachments: ZPMC-0153

ce: Rick Morrow, Gary Pursel] Peter Slegenthaler Stanley Ku, Brian Boal, Doug Coe, Jason Tom Ceontract Files, Ching Chao
File: 05.03:06 - S : : : :

®7  05.03.06-000142.NCT Page 1 of 1



STATE OF CALIFORNIA—BUSINESS,TRANSPORTACTIDN AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Amold Schwarzenegger, Goverpor

Contract #: 04-0120F4
Bay Area Branch

630 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 e -

o o File#: 69258

(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-000166
Date: 17-Tul-2008
NCR #: ZPMC-0153

Type of problem:

Welding Comncrete [ Other L

Welding LI Curing 0 Procedural [J Bridge No: 34-0006
Joint fit-up [] Coating [J Other [1  Component:SEG 3AW

Procedural Procedural [J Descripton: OBG Segment Assembly Side Pane] web splice SP069-0
Reference Deseription: Incorrect welding of T Stiffeners Splice Backing '

Description of Non-Conformance: \

The Contractor performed welding that did not conform to approved working drawings and did not confo

T to
workmanship requirements of the specifications. The Contractar performed welding with stee] backing where
it was not called out for in the approved weld detail. The

Confractor performed welding that did not terminate
1n a manner to ensure sound welds. This was observed in the longitudinal T-stiffeners on side panel web splice
SP069-001 of segment SEG 3AW.

Below are two digital photographs illustrating this discrepancy.

L]

Weldjoiﬁf #i
area  AF

| Galtrans EA: 04-0120F4 el
Dew ion:dncorrect welding of "T" Stiffeners

T

: -‘\.-'_"T’Ts-téner
N Cal 2 EAT 04-0120F4 = = Fange. . 3
Description: Incorrect welding of “T* Stiffaners — A

SREABEZZRNC o EEE05105 07-16-2006 SR o Lricator: ABE / ZPNiC 07/17/08 0854

Applicable reference:

Approved shop drawing Typical Weld Details, Sheet No. WD2, Weld Detail WD20AM
AWS D1.5, Sec. 3.12.1: "Welds shall be terminated at the end
welds."

Who discovered the problem: QA Inspector Greg Bertlesman

Name of individual from Contractor notified: ABFIV QC Inspector Peter Shaw

of a joint in a manner that will ensure sound

i’gz_ TL-15,0uality Assurance — Non-Conformance Reporr Page 1 of 2



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

Time and method of notification: 1100 Verbal notification.

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: Verbal notification at 10:00 on 07-1 8-2008
QC Inspector's Name: ZPMC QC Inspector C.M. Chen

Was QC Inspector aware of the problem: L] Yes[Z] 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 Abifhiram Velasco, who represents the Qffice of
Structural Materials for your project.

Inspected By:  Velasco,Abifhiram ' SMR

Reviewed By: Velasco,Abifhiram SMR.

i‘;f_ TL-15,Quality dssurance — Non-Canformance Report
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zc _ ﬁ%‘ % j}g {% ?& tl:[ZI: . ’ A Rev. No.

S Welding Repair Report 0
0 B &5 REEER HHFES SEG14A BEET o

Project Name ; SFORB Drawing-No Report Ne. _ -WRE35

kil 04 O'iéOFd " By .

Contract No.: i ' B4 AR PLATE PANEL | NDTHR2 %5

5 B2 I ltems Name SPLICE Report No.of NDT

Project No.:

IRAEER T A ¢

Description of welding discontinuity:
ﬁgﬁﬂ&%%%&ﬁiﬁéﬁ%%& SP57B. SPEOB_E T& 81 3 £ 4 7 [

ﬁ:‘-:‘au%JSP045-UQ_1-051\052\053\054\055\056\057,SP057-001_-054,39069-00
The buti gap of T

H10—12mm. Egige
1-058.
rib of the 3AW segment bottom SP45B,°SP57B and SPBIB is 10~12

mm. The weld no. is §P045-001-051/052/053/054/055/056/057, SP057-001-064, SP069:001-05
6. . " ' '

L

~

7%‘/"‘"“ | s8.7, o

#¥ R (Inspector) : Shen Fivou HJ¥(Date): _0B.07.05

RS EER -
Draft -of welding discontinuity:

— P g 10-12mm

100




FEEH: i
Caused: . =
%-J'f:"’;#unﬁf? %FIREF‘?EJ&F'JJ‘{%W "f_ﬁ.hn:_lizr\

The  operzgiocr performed mistakenly when cuiting the ioclerance, leading io the buit gap

betwsen T-ribs over the requirement. w3
= j'rr"A(Foreman) !_l Donfg Liang B #(Date):2008-7-5
HEBEL
 Disposition : - ; ‘ - .
1 AR R E T EAEWPSEA R O ' A e ot
2. I00%VTEMT Rl e =, -t
3. EHEORMMAHES, AESLANS D1.5313; .
4 RREEREET SMRWPSETIAREE,
5. ?‘—a—-l""fl-’éﬁ?*'”“ﬂ"- HEITES SRR, - -
6. REESEREHTRN. : ' )
1. Prepare excavaiion with relevani WPS.
2. VT and MT to veriy repair erea is free of all delec;ts
3. Add sizzl backing =t the back of groove acc;ordmn 110 AWS D1.5.3.13;
4._ Preheat and weld accurd:ng io tne relevant WPS. . .
5. Gouge off the steel backing and grind the weld flush erh base metal after welding;
8. Perform NDT inspection of the weld according to the working . drawings.
O(J [.-é "/ . =E: Hﬂgm‘j HE wwof - f
chmc:al engineer 4

Approved by ) Date .
/pﬂ’, 2 € . ' .

#R787-QCP-900 /
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ZPMC BRERERE iR e, Ko,
= Welding Repair Report 0
R REEEIR | wHEs T ]
. Project Name SFOBB . Drawing No. Report No. -WR535
HAE :
04-0120F4 et N s
Contract No.: J 3 'ﬁﬂ“ﬁ‘ﬁ?ﬁ PLATE PANEL EDthﬁ."":L‘iﬁ ; .
g &= . 1ems Name SPLICE eport No.of NDT
R ZP06-787 ,
Project No.:
B E .

Correciion action fo prevent re occurrence;

1. NEIM#ITES

2. FEZRMH E—EETX&%.A RAEEHTES

13, i EITE

1, Criticize and supemse the rabncatxon team.

3, Enhance the monitoring on srfe

LD

EE AR A{Foreman) Ll Do

ng .I.:ang

-2, Perform curtmg afier-the tolerance line is connrmed by the inspector,

8 3(Date) 2008-7-€

WPS-B-P-2213-B-

=EPHWPSEE U2a-1 ITER ‘ e ([
Repair WPS No. WPS-B-T-2233-B- |technologist /MVHE/"Q‘ }
‘U2a-F-1 )

EfE (RE) GRAEE
Preheal temperature
before gouging

v

EEHEE
Descripiion _
of discnriiir;uity ;

befora welding

A*

BE4ERE ’ BUAAEE
.| Inspection Preh‘eat iempersature

before welding

87

“'71%'? 7 5

NDTE 4 - A
NDT-result W

NDT persond h

RIE : l

Wiiness/Review:

EXRRUEE /1/ BB ' /f/
Max. depth of gouging }ﬂ Total length of gougmg 71,\
mT L BRERA REME )
'Mﬂ :
welder ! é 2 welding type V"/ position. 3
B a i ‘.*%E okl B é
Tl gk i REEE . - g L -
‘| Current /7_5 . Vo[ta‘ge )/47 Speed /ﬂzmﬂ/é;}ﬁ
VEERFRE ; ' : .
Inspeciion After repairing: -
. ' : %?m .| B
AR E : %A -
o s /Q(i/l ) ]nspecmr/E w"/) Daie
b "B #

Wf
0

==
Remark :

#R7B87-QCP-800
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UTERGHR S

REPORT OF ULTRASONIC EXAMINATION

REPORT NOf#4&4-8 B787-UT-2577 DATE  2008.10.11 PAGE 1 OF 2 Revision No: ¢
PROJECT NO.:THE#HE ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL DRAWING NO.:SP45B+SP578 CALTRANS CONTRACT NO.: 04-0120F4
) W TEES
WHEF - SPLICE He +SP69B mHTEES
REFERENCING CODE £33 ACCEPTANCE STANDARD 2 PROCEDURE NO. 452
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSIE## % JOINT TYPES &t CALIBRATION DUE DATE {1 S Ea 3
FCAW BUTT Dec. 28%7, 2008
s SERIAL NO. Faigs
EQUIPMENT 14 MANUFACTURER &7 | MODEL NO. ftme IAL NO. FFRUsRS
' 6 88
UT SCOPE PANAMETRICS EPOCH-4B OFihRe11,081888510,
: 061485811, 070152011,
.LIBRATION BLOCK ik . COUPLANT 3845 MATERIALITHICKNESS #5 EEs
AWS IW.BLOCK TYPE T c.M.C GR50 8mm
TRANSDUCER 3L
MANUFACTURER: [  ANGLE FREQUENCY SIZE MANUFACTURER]| ANGLE FREQUENCY SIZE
EWH - BE BIE R S BE P R
Changchao 70 ° 2.5 MH=z 18x18 mm
Changchao ‘0 2.5 MHz 20 mm Reference Level =554 20dB
Base metal ispected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
DECIBELS4+ I DISCONTINUITY gt £
Ci w [41] % "
= = =0 ~|5 |8 25 |5 2 Es
WELD z 2 g < I%’% § 25 |85 | 28 |fg LDC:L\TION OF DlscoNTmurr_Y ug:[ :.:’; 2
1 .| € = = LD | ga 5P | 2. i \re
ERlyEIZ€ D2 |5 & ET T 2 @ =
IDENTIFICATION | & | @ &l o o B = FEELf T (mm) R 5
: 18 x £
ﬁﬁ’éﬂ#ﬁ% % & N ﬂ b d Length | Sound Path | Depth from Surfzce From'X { From"Y ‘8: E
+ = | a ; o
B oty TR BX | my o
-~045-001-051 70 33 ACC. B-WR535
SP045-001-052 70 33 ACC. B-WRS35
SP045-001-053 10, 33 ACC. B-WR535
SP045-001-054 70 33 ACC. B-WR535
SP045-001-055 70 33 ACC. B-WR535
SP045-001-056 70 33 ' ACC. | B-WRs3s
‘SP045-001<057 70 33 ACC. B-WR535
EXAMINED BY Z:=if REVIEWED BY &#.
m 2 ’ l 47}{/ ‘ f
MW 9/568 L / ‘-‘ yv/"ﬂ-?]/bﬂéj ?/"‘" ./OLII[
LEVEL \HJ SIGN ; DATE LEVEL-1I IGN ! DATE
it QCM FFCUSTOMER
_l—’hd/r-«__j
=
BT SIGN/ E¥E DATE 2 . 1o ¢ 45 SIGN/ B DATE




Attachment-1. CONTINUED

e N
ZPRC REPORT OF ULTRASONIC EXAMINATION
REPORT NOR%& 45 B787-UT-2577 | DATE  2008.10.11 PAGE 2 -OF 2 Revision No: 0
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IDENTIFICATION | & o | 4 & ST TIE & |8 52 £
o 0 = =
R T o= n w Q b= g
ST % E -LIJ.J b d Length | Sound Path | Depth from Face'A’ | From'X From'Y ‘E =
- a [+ n
$E EE EEmRE X EY B
SP057-001-064 70 13 ACC | B-WRS5
3
s
SP0GS-001-0586 70 3 ACC | B-WRS
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s
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5 No.

P JBiETEaeE 0 g | WPS-B-T-2233-B-U22-F-1
E__;_T—_E WELDING PROCEDURE SPECIFICATION | 3 2091 Period of validity

FCM :2007.1~2010.1
NON-FCM :2007.1~2012.1

B HEAKMH (Material specification)  ASTM A.709M Gr.345F2

JRETTE (Welding process) _ZHi5IE#2 CO2 SAEEIEFECAW)

| F MM (Manual or machine or semi-awto) 2 B EH(Semi-muto)

JEEALE (Position of welding) — IZLJE(3G)

WA EE AL (Filler metal specification) AWS A5.20

WFEERAS] (Filler metal classification)  E71T-1

HEFELERS (Filler metal brand) - Supercored 71H (®1.4)

JB5 (Flx) N/A

R34 (Shielding gas)  100%C0O2 Y& (Flowrate)  18~25L/min
FRIENLIZE (Single or multiple pass)  ZEMultiple Pass) .

EIREEZ I (Single or multiple arc)  ELHI( Single arc)

FRERHAL (Welding corrent)  ELYR(DC) #iE (Polarity) R HE(EP

BRI KE (Electrode extension)  20mm :

}%%ﬁﬁl (Welding progression) - Al ESTJE (Vertical-up direction)

TREPLEE (Root treatment) 403 H(Steel Backing)

B{RTHHFIEIRE (Preheat and interpass temperature Min)

JEBTR B R NON-FCM) 10T [T<20mm] 20C [20m<T<40mn] 65C [40mn<T<60mm] 110°C [60m<T]
W51, (FCVD 40C [T=20mm] 65°C [20m<T<40mm] 100C [40m<T<60mm] 140°C [60mn<T]
BETAFEMEEE (Preheat and interpass temperature Max) 230°C

| BB E (Postheat temperature)  N/A.

REA (BEE) (Heatimput) H/MMin) 1.94K)/mm Moo 305K
This document is: mb_

: g alifornia
ﬁ:%a: 5% I _T-Z;_l DEFARWSE;S;BDC‘;FT;LNSFDRTATloﬂ

Pursuant Section 5-1.0? of tho
Standard Specifications

(Welding procedure) migal Sle D 1 (of8]
BB ;
BERFS | 8440 Welding Current BERE BLirE
}Pass'Nn. Electrode Size | sz Amp(s) | & i Travel Speed Joint  Detail
(mm) Volts (mm/min)
A T=3"comn
1~n 1.4 182.6-223.2 23.9-2735 101.6~124.2 R=5(+6,-2) a=30" (+10° ,-5" )
E=10(+6, -2) a=30" (+10° ,-5° )-
R=6(+5,-2) a=45" (+10° ,-5° )

EEEANRH. BEEE WPS RESHERRTENREREE.

input limit.

a
J= -
Refer to WPS parameters table to determine operating parameter to stay within the heat % \ / % ol

BLERLEGETRE, SR, 258 R Emast, BE7E AASHTO/AWS D1.5 £ 5 EHENNERREZ A,
(This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation of vanjphle) giys fspction 5.)
BT B ®evisionNo) 0 HEHE(Authorized by), %E:
L ZEVFEIE TSRS (PQR No.) HP2006118 Hfioue) _ slom oy
# ZEWPS ff& AASHTO/AWS D1.52002, FAFE@e:H. e
(This WPS is conformable with the current edition of AASHTO/AWS D1.5 2002, used for BRIDGE structure.)

R787-QCP-1601 . 425



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-000159
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  03-Jan-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0153

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-Confor mance Report waswritten: 17-Jul-2008

Description of Non-Conformance:

The Contractor performed welding that did not conform to approved working drawings and did not conform to
workmanship requirements of the specifications. The Contractor performed welding with steel backing where
it was not called out for in the approved weld detail. The Contractor performed welding that did not terminate
in amanner to ensure sound welds. Thiswas observed in the longitudinal T-stiffeners on side panel web splice
SP069-001 of segment SEG 3AW.

Below are two digital photographs illustrating this discrepancy.

Contractor's proposal to correct the problem:

Ref: NCR-000166 (ZPM C-0153)

Corrective action taken:

Weld has been repaired per WWR B-WR535. Repair is acceptable as indicated by NDT resullts.

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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