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-000171
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-Jul-2008

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0155

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component: EP-017B and EP-05B

Procedural [ Procedural [ Descripton: OBG Edge Panels

Reference Description:  Unapproved base metal repair EP-17B, 5B

Description of Non-Conformance:

The Contractor performed critical weld repair on SPCM material without Engineer approval. The Contractor
corrected the length of edge panels by building up with weld metal to an approximate length of 20mm without
prior Engineer approval. The maximum allowable thickness of weld to be deposited is 4.5mm for edge plates
with nominal thickness of 18mm. This occurred on edge panels EPO17 and EPOO5.

3 . L5 ZPMC buttered approximately 20 mm of weld
Edgﬁ plEﬂES Subassembl £ 4 metal (4984 mm of length) at the edge of the
EPO17 and ERDOS E - 3 plates on SPCM members without approval of

3 a the Engineer.

1031 08 03 2008|

Applicablereference:

AWSDL1.5, Sec. 12.17.2.(7): "Deposition of weld metal up to 10 mm deep, or 1/4 the base-metal thickness,
whichever islessto correct for length of joint geometry."

Who discovered the problem:  Quality Assurance (QA), Alfredo Acuna

Name of individual from Contractor notified: ABF representative, Li Man Kit.

Time and method of notification: August 03, 2008 / verbal notification at 1500 Hours

Name of Caltrans Engineer notified: Ching Chao

TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: Verbal notification on 08-05-2008
QC Ingpector's Name: ZPMC QC Zhang Jiadi Ken

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: 13-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: 05.03.06-000145
Subj ect: NCR No. ZPMC-0155

Reference Description:  Unapproved base metal repair EP-17B, 5B

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:  N/A
Remarks:
The Contractor performed critical weld repair on SPCM materia without Engineer approval. The Contractor
corrected the length of edge panels by building up with weld metal to an approximate length of 20mm without
prior Engineer approval. The maximum allowabl e thickness of weld to be deposited is 4.5mm for edge plates
with nominal thickness of 18mm. This occurred on edge panels EP017 and EPOO5.
See attached NCR #ZPMC-0155 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-0155

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

Y/ 05.03.06-000145,NCT

Pagelof 1



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 -5A% Superstructire Datet  25-Aug-2005

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

Oakland CA 94607 04-SF80-132 7139
Bttention: Pursell, Gary Job Hame: SA% Supersrudure

R esident Engineer Document Ho: ABF-HPRO00MOD Rev: 00
Ref: 05.03.06-000145

Subject: NCR Mo, ZPRMC-0155

Contractor's Proposed Resolution:

Refaence Resolutione IPMC haz been naified that the fabrication procedure shall be Bllowed or the procedure shall be revised prior to
=)

ZPMC has been ndtified that the fabication procedure shall be fallowved or the procedure shall be revisad prior o use.

Submitted by:  Mackey, Kim
Attachment(g): ABF-MPR-000100R00

Caltrans" comiments: Status: RE.
Dates 03-Oct-2008

Thizs propozed rezolution regarding ZPMC following fabrication procedures does not addreszthe issuein the referenced Mon-Conformance
ZPMC 155, which was izsued for welding of & critical sweld repair prior to E ngineer approval.

Pleass provide documentation of the weld repairs that swere perform ed and that the repairs were acceptable. The Depatment will resieswthe
Contractor's proposal to dose Mon-Conformance ZPMC-0155 at that time.

Submitted byr  Wright, Doug Date:  030ct-2008
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

T CALTRANS - SAS Superstrcture Datet  05-Oct- 2008

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-HPRO0MMOD Rev: 01
Ref: 05,03 06-0001 45

Subject  NCR Mo, ZPMC0155

Contractor's Proposed Resolution:

Reference Resolution: ARF bz provided instrudionz to ZPMC that when bulding up sweld preparations on =P Ch material, todo zoin
accordance with Sedion 12 paragraph 12.17.2 (7).

IPMC performed weld build up on SPCK materal without Engineers approval wshich is in sialation of cortrad requirements. Dizcussions with
PMC revealed they misdrterpreted the code using s=dion 3 when ZPMC should have used section 12, ABF has provided ingrudionsto
IPMC that when building up weld preparstions on SPCh matetial, to do 20 in actordance with Sedion 12 paragraph 1217 2 (7).

Subrritted by
Atachment(s):  ABF NPR-000100R01

Caltrans’ comments: Status: ALP
Dates 10002008

The rezponze iz accepable, but the Mon-Conformance iz not dosed.

Pleass provide docun entation ofthe weld repairs that were performed and thet the repairs were acceptable. The Department will reviewthe
Contracdtar's proposal to dose Mon<Conformance ZPMC 0155 &t that time.

Submitted by 'Wirioht, Doug Date:  11Row-2003
Attachment(s):

g

Fape lafi



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 Datect 03-Dec-2008

333 Burma Rosd Contract Ho: 04-0120F 4

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

Resident Engineser Docunent Ho.: ABF-HPRO00MO0 Rev: 02
Ref: 05.03 05-000145

Subject  NCR Mo, ZPMC0155

Contractor's Proposed Resolution:
Reference Resolution: IPMC requedts dosure of thiz NCR bazed on atached documentation.

Pleaszs zee sttached.

Submitted by
Mtachment(s):  ABF-NPR-000100R0Z; docta close this MCR

Caltrans" comments: Status: CLO
Dates 25Dec-2003

The proposed resolution is acceptable. The walding repair report for the repair iz induded, and the welds in quedion have been accepted by
T, MT, and UT as shown in the sttached documerts. The Depadm ert concurs that Mon-C onformance ZPMC 0155 is dosed.

Submitted by \Wright, Dowg Date: 50D ec-2005
Attachment(s):

e
h’ Popelaf i



TL-001900

(ZPMC ] TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE: 12/01/2008

TO: RUBY/ ABFJV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT: CALTRANS NCR FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-322 FOR CLOSURE.

(2) COPY OF NCR WITH NUMBER NCR-000171(ZPMC-0155).
(3) COPY OF WELD REPAIR REPORTS
(4) COPY OF VT/UT/MT REPORTS

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:

(?Qeéw”iﬁﬁ/ %C /9&, ool
PLAN HOLDER DATE
CO]\/IPANY PHONE NO.

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



@ | | . No. B-322
LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2008-12-1
REGARDING: NCR-000171(ZPMC-0155)

With this letter of response, ZPMC requests closure for Caltrans NCR-000171
(ZPMC-0155). As the comments from caltrans: please provide documentation that the
weld repairs were performed and that the repairs were acceptable. So we submit
the documentation as follow.

So ZPMC considers NCR-000171(ZPMC-0155) can be closed.

Please check the attached documentation for acceptance and close the
NCR-000171(ZPMC-0155).
ATTACHMENT:
NCR-000171(ZPMC-0155)

Weld repair reports
VT/UT/MT reports

Zhaos an/ﬁ%w@

wers 1R |,



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 TRANSMITTATL

Ta: AMERICAN BRIDGE/FLUOR, A JV Date: 13-Aug-2008
375 BURMA ROAD
OAKLAND CA 95607 o Contract No: 04-0120F4
- 04-SF-80-13.2/13.9
Dear: M. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Dave Willizms Consultant Document No: 05.03.06-000145
Subject: NCR No. ZPMC-01535

Reference Description:  Unapproved base metal repair EP-178, 5B

The a#tached Non-Conformance Report describes en accurrence where the contractor did not comply with a requirement of the contract document as

indicated below: _
Material or Worlemenship not in conformance with contract documents. )

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

O Reéu:ring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.

Material Location: OBG ) © Lift: WA

Remarks: '
The Contractor performed eritical weld repair on SPCM material without Engineer approval. The Contractor
corrected the length of edge panels by building up with weld metal to an approximate length of 20mm without
prior Engineer approval The maximum allowable thickness of weld to be deposited is 4.5mm for edge platés
with nominal thiclmess of 18mm. This occurred on edge panels EP017 and EP00S.
See attached NCR #ZPMC-0155 for details.

Action Required and/or Action Talen:

Propase & resolution for the identified non-conformance with revised procedures to prevent future occurrences, -

Transmitted by: Ching Chao
Attachments; ZPMC-0155

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

B2, o0s.03.00000145.00T Pagelof 1



STATE OF CALIFORNIA—BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Armold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Siructural Materials

Quality Assurance and Source Inspection

- Contract # 04-0120F4
Bay Area Branch . _—
690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94582-1133 s -
(707) 648-5453 File#  69.25B
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC ' Report No: lNCR-000171
‘Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 03-Jul-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0155

Type of problem: ;

Welding Concrete [J Other O .

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

Joint fitup [] Coating [] Other [0  Component: EP-017B znd EP-05B

Procedural [] Procedural [] Descripton: OBG Edge Panels

Reference Description: Unapproved base metal repair EP-17B, 5B

Description of Non-Conformance: ‘

The Contractor performed critical weld repair on SPCM material withont Engineer approval. The Contractor

corrected the length of edge panels by building up with weld metal to an approximate length of 20mm without
prior Engineer approval. The maximum allowable thickness of weld to be deposited is 4.5mm for edge plates
with nominal thickness of 18mm. This occurred on edge panels EP017 and EPOOS.

1031 089032008

Applicable reference: ;

AWS D1.5, Sec. 12.17.2.(7): "Deposition of weld metal up to 10 mm deep, or 1/4 the base-metal thickness,
whichever is less to correct for length of joint geometry."

Who discovered the problem:  Quality Assurance (QA), Alfredo Acima

Name of individual from Contractor notified: ABF representative, Li Man Kit.

Time and method of notification: August 03,.2008 / verbal notification at 1500 Hours

Name of Caltrans Engineer notified: Ching Chao

5 'EZ. TL-15,Quality Assurance — Non-Conformance Report Pogelaof 2



QUALITY ASSURANCE -- NON-CON?OR.WLANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: Verbal notification on 08-05-2008
QC Inspector's Name: ZPMC QC Zhang Jiadi Ken

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

Inspected By:  Velasco,Abifhiram SMR

Reviewed By: ~ Velasco,Abifhiram SMR

ﬁ): . TL-15,Quality Assurance -- Non-Conformance Repaort Poge2of 2 )
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We!dmg Repair Report
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Z Rev. No,

0

IMEER e b . ! 51'.'9\'&'4;1:7 :

. =K ;—;,1&"{':?357( ¥ H _“*3}":- & ] . RepDﬁ Na E :I

g ! : ;i 5 I i

Project Name SFOBB | DrawingNo | EP5 | | B-WRS41 :

i E | :

RS i

, 04-0120F4 : ; ‘
Coniract No.: . ! o : - :
AR LAk | HREPSB | NDT#4 445
P’:;'ec‘i!ﬁ}N‘;' Items Name | Edge Plate | i Repori No.of NDT i

I . ZP0B-787 ; :

' ! | ! I

i H : ' :

| yR s ;
Description of welding dlscontmmty :
| IR ELIAEWEBA - EA B A EPSB—iA A B S5 16mm, AR THE: :
The EPSB of 3A-E corner section was cut mere 18mm by Work Team: Hu Guoxing; the mllog

wing shows the detail position.

.- | M-ﬂg
; IR (Inspector) : Luan Zhaoc-?arﬁvﬂ —7(Date) 2008.07.79
| BBESEE TR |
' Draft of welding discontinuity:
f ::
PEEA32mm
5003 ; §
! " ! P
y‘ EPSB
A 9547 6mm
i
|




FEREH:
Caused: ' .
B FACLEEMER “‘I'Ta’bif—:‘_ SHURMENLESULENHSEEE16mm.
i There is some errar du

ng fixing an ACL causing the cumng line offset 16mm.

L P w? 70897

- % P A FrA(Foremany:Li Dongliang g £(Date):2008-7-29
ﬁzﬁh—— "

: Dlspo.sition §

1. WHFEEHNREHATVTSMTREN;

2. ERE-FRMHSFE,

3. WREEEWEEREIEHARE (WPS) #THAREE, JEFRT;IIE;J:IJ_R +R5-6mm;
4. ERGHE, HENELTEESAREH TR,

5. FHREREMNDT (VT MT UT) UETFEEEANEE,

6. ERASEREFHTUH.

. IEER

i AEEA/surfacing area

E#/metel ZRRY/Thresry Dimension S—fimm

AN “11

i e

T 3

drawing 1 fitd/steel\packing

il . Verify with VT and MT repair area is free of all defects.
2. Add ceramic backing according to the atiached drawing 1;

3. Preheat and weld according to the relevant WPS and dimension of lineament is more than 5-
Bmm necessary actual dimens?on; ’

4. Remove the ceramic backing and grind the weld flush with around metat:

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

6. Prepare cutting again acéording io the shop drawings

e

R

 # i 5. Hu&w‘ﬂj a '
Technical engineer /\'//’4: W Approved by ; Date 2nd .a7 . 3U

#R787-QCP-900
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J:__E:

Weidmg Repair Report

o

=R B R &

1 Check cutiing line accordlng tc the drawing by inspector bemre &

LiDer

EZE K %A(Foreman). Li Dong_lavz :

utting.

b e EBEEAT . | geg , et
Project Name SFOBE Drawmg No ! EP5  ER : i| -WRE41
R 04-0120F4 ! Cigli s ; |
:  Contract No.; | L | HIREPSB NDTH#E45 " |
e ] hem= Name f Edge Plate Report No.of ND T
. Project No.: ZPOG-7E7 f ! !
| A2 o
Correctwe action to prevent re occurrence;

] 1 REBIRRLE, MNEBENETERAERE, Fhn J\EE RERHTEE B,

#(Date): ZOOBZJZ

=B wWpPsE e

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

—_-— i =

=

wm%%j%

oettriaflomeny n deane pia,

f- Remark :

|
[ Repair WPS No. | WPS-345-FCAW-1 | technologist y :
: i G(1F)-FCM-Repair = L ;
T, ! ) { 2
PRE (RA) umaEE ! BESEE _ ! i
i Preheat temperature , | Descripnon ! A/ i
bemre gouging 6 of discontinuity i ‘!
. J i
?E:r&hﬁ i kY BENMALEE
i Inspection ' Preheat temperature g
{ before welding A@é before welding /”)C :
z ‘
DB R A BB K !
3 Max depth of gouging /J/ Total length of gouging i /}/ '5’
= i -
i 1
" e ’ 5
E ol [K5% WP e REfE N j
i we!der [ welding type '7,@//]71/ - position /Cf i
P |rzsg BeumE | H
IR EER EHE \/ EEE i ?
Current }gﬂ 4 § Voltage 3)0 Speed ’5 %’Ml”}/ﬂm
EEERE ‘
Inspection After repairing: . )
' o I 5 g # i
AR E !]nspector M Cﬁeﬂl Date >c0f. 59132. {] '
EVT result A—CC/ ! |
I o3((°71] a
i NDT result N Seh | NDT person . d‘j'a‘ ate . .
r : BALT ot i p \U/[ i q l v N Q 49
| BiE - (ﬁ )(m Vo017
i Winess/Review:
!\
11 o
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; e ' Welding Repair Report 0 -
| 47 L e T =;
= _ ! . o i TR R i
: i RAEIAH 0 =4ES ' Report No. !
; Project Name SFOBB | Drawing No | EP20 3 B-WReB42 E
. &FAS ; |
. 04-0120F4 | | :
i Contract No.: i ] . i o s e o
— = TS | EMrE4k | BIWEP20A I NDTRESLFT |
| P:;_;C:E’N’; , ltems Name | Edge Plaste | Report No.of NDT -
HpRERaR zZPoe-787 | | i ;
| | |
: :
| RAERE
Descrlptlcn of welding discontinuity: ‘ b
;: A E KA TINEAT S4B - Ef £ 754 EP20A— 4 45 5} 2l #18mm, EAALTH: B
xThe EP20A of 4B-E corner section was cut more 18mm by Work Team: Hu Guoxing; the fo |
IrHow;ng shows the detail posntlon
! | |
,, ooy st 93|
1 28R (Inspector) : Luan Zhaocana B #(Date) : _2008.07.29
| RS L EREE - , ‘
i Draft of welding drsccntmutty ;
' | fiEA30mm '
f ’ “
y - 5003 . o
/ i
g :
n
d- F
‘ EP20A
b .
v |
' < r!
?: A o s
‘ , iE476mm
b




r"’ﬁﬁ
'Caused
i HTACLEZmE

! There is some err

lp‘Lm—#ﬂar:/J# ESHEwss&EEE18mm.
ing on ACL causing the cutiing line offset 18mm.

"i]l
%
o o
o il
i
i

c
=L
=
w
=
><

I )M[\mﬂ }“’“D’ZZT

. | ' % 1 f F A(Foreman): I Li Dongliang H #(Date):2008-7-29

AHEEL
. Disposition :

1. AREEIMREHITVTSMTAN,

2. HEEA—-FRmS s, ,

3. REFBEENEEEETEMNE (WPS) HETMARBE, BER~ Eiugﬁﬁ"fiﬁﬁmm;
|4 EREHD, BEIMESTEESHEER T,

5. FHEEREENDT (VT MT UT LRI SRR A B

6. EEEKERESH Fﬁ]sl'

HEER.

BEEZ/surfocing crec

: 3
: . FH/metal E;‘:%R_"f'/':'hr-eor—y Dimension : S=&mm
] \

§

| =3

3 i
f s crawing 1 GiE/SteeN\backing

1. Verily with VT and MT repair area is free of all defects.
2. Add ceramic backing according to the aﬂached drawing 1:

3. Preheat and weld according te the relevant WPS and dimension cn lineament is more than 5-
Bmm necessary actual dimension:

4. Remove the ceramic backing and grind the weld flush with around metal:

S. Perform pest NDT (VT MT UT) of repaired area to insure sound weld metal has been deposited.

6. Preparefcutting again according to the shop drawings

T oz EH Huqlamj ZF
Technical engineer A/l 77"7&9‘3 Approved by - Date uf .

s A

#R787-QCP-900
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Z@ J:-r' = ,LB ’f_(%: X B R Rev. No.
; - LR .
| S a o Welding Repair Report 0
TE BT ' s e | s BEHT
ARET REEEAT | Hems ' ) e
i Project Name ! EP20 Report No. B-WR642
E J SFORRB Drawing No. : '
1 3
| 2ES e
Contract No.: Oa-a0Fs L FR HEREP20A NDTHE %5
e g & __. _ [tems Name Edge Plate REPDI’t No.of NDT
Project No.. ZPOeribl i
H EEk: .
N REBESYLE, MEENETIESAERE, REFHATER FEHiT&EES,
1. Check cutiing line according to the drawing by inspecior before cutting.
LD ""jzfn 2087 -.»L7

£ &) f 'ﬁv,‘/\(FDreman) Li Dongliafg

#5(Date):2008-7-29

TR N

ZRHWPSES
Repair WPS No.

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

G{1F)-Repair-1

ITZR
technologist

i :
5 .57. v

fEE (mal)

{ Preheat temperature -

before gouging

W

EEMKE
Description
of discontinuity

[

G

Inspection . i
before welding =:

Ace

Preheat temperature
before welding

%fo 7

T BRBUWEE

Bl B K .
Max. depth of gouging % Total length of gouging /%
ET T o BREED BERE “
i le?@ ?&/ welding type ?dl -v\/k position rﬁr
1Epsan o | BEaE : BEEE y
i Current )%”4 Voltage )/?5 )/ Speed Qb-/?é}%‘%‘?’l
REFRE
Inspection After repairing:
KB wmE Inspector C-M 6[9@@ Date }apy,ﬁc?, ['/
VT result *
(ot 0310917 %
NDTH & B & YIS
. NDT result AUL’ NDT person X\A’ ?JV Date Y " h - 5
i : Q AL 7
< T v sV
RE /«M /o roartn 20~
Witness/Review:
£E
. Remark :
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REPORT OF ULTRASONIC EXAMINATION

i Jﬁ?,fj.c—?-ﬁ;t.
UTsR1G T 5
REPORT NOFE&EE B787-UT-1767 DATE  2008.08.12 PAGE 1. OF 1 Revision No: 0
PROJECT NO. : TE4S ZP0s-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL | DRAWING NO.:EP5B CALTRANS CONTRACT NO.: 04-0120F4
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FCaw NA Dec. 2857, 2008
. i ; o SERIAL NO. fEs|5E
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[TEMS NAME: OBG PLATE PANEL DRAWING NO.:EP20A - CALTRANS CONTRACT NO.: 04-0120F4
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REPORT OF MAGNETIC PARTICLE EXAMINATION
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REPORT OF MAGNETIC PARTICLE E-XAMINATION
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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-000109
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  11-Nov-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0155

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:  03-Jul-2008

Description of Non-Conformance:

The Contractor performed critical weld repair on SPCM material without Engineer approval. The Contractor
corrected the length of edge panels by building up with weld metal to an approximate length of 20mm without
prior Engineer approval. The maximum allowable thickness of weld to be deposited is 4.5mm for edge plates
with nominal thickness of 18mm. This occurred on edge panels EPO17 and EPOO5.

Contractor's proposal to correct the problem:

The Contractor acknowledges the violation of contract and will follow AWS D1.5 Section 12.17.2 (7) when
building up SPCM material in future (thisis non-critical repair buttering up to 10mm or 1/4T).

Corrective action taken:

Closed by Construction.

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

If so, name of Engineer providing approval: Stanley Ku and Doug Wright Date: 11-Nov-2008
|s Engineer's approval attached? Yes[ ] No Email onfile.

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



	reqdengapprovaly: Off
	reqdengapprovaln: Off
	engapprovaly: Off
	engapprovaln: Off
	typeprob1: Off
	typeprob2: Off
	typeprob3: Off
	welding1: Off
	concrete1: Off
	other1: Off
	welding2: Off
	concrete2: Off
	other2: Off
	welding3: Off
	concrete3: Off
	awareproblemY: Off
	awareproblemN: Off
	nctype1: Off
	nctype2: Off
	nctype3: Off
	norespreqd: Off


