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-000259
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 04-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0233

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component: West Tower, Lift 3, Skin A

Procedural Procedural [ Description: West Tower, Lift 3, Skin A; Inadequate preheat

Reference Description: West Tower, Lift 3, Skin A; Inadequate preheat on skin plate to longitudinal stiffener
CJP welds

Description of Non-Conformance:

QA aobserved ZPMC personnel welding West Tower, Skin A, Lift 3 stiffener to skin plate (welds

WSD1-FASA3-2Z/Z-35B, WSD1-FASA3-2Z/Z-60B and WSD1-FASA3-2Z/Z-6B) without the required base

material preheat. The photograph below shows an un-melted 110 degree Celsius temperature indicating crayon

adjacent to weld WSD1-FASA3-2Z/Z-60B.

ZPMCiperformed'welding of WSD1-FASA3-27/Z-60B
which has abase material and weld temperature below
100 degrees Celsius.

ZPMC completed welding of WSD1-FASA3-2Z/Z-60B on base
material and weld material which was below 100 degrees
Celsius. The required preheat is 110 degrees Celsius.

100 degrees Celsips%,
temper. 2

04-0120F4 23:16 05-03-2009

~ 04-0120F4 23:16 05-03-2009

Applicablereference:

Welding procedure WPS B-T-2231-TC-P5-F requires a minimum base material preheat temperature of 110
degrees Celsius.

Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: E-mail; 5-4-2009, 9:00

Name of Caltrans Engineer notified:  Scott Kennedy
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: Verbal; 5-4-2009, 9:00

QC Ingpector's Name: Liv LiaQuan

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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge ASMR

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: 04-May-2009
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. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000225
Subject: NCR No. ZPMC-0233

Reference Description:  Preheat / Inadequate Preheat / West Shaft Lift 3 Skin A / Stiffener to Skin Plate 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.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 03
Remarks:
QA observed ZPMC personnel welding West Tower, Skin A, Lift 3 stiffener to skin plate (welds WSD1-FASA3-2Z/Z-35B,
WSD1-FASA3-2Z/Z-60B and WSD1-FASA3-27/Z-6B) without the required base materia preheat.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance that addresses the failure of Quality Control to identify the lack of preheat of

the base material. Provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

Recent failures by Quality Control to identify Production’s failure to perform the required preheating of the material have resulted in the
issuance of NCR ZPMC-0202 and an additional Incident Report concerning lack of preheating on 03/28/09 (Tower).

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0233

cc: Rick Morrow, Gary Pursell, Mark Woods, Jason Tom
File 05.03.06

ol " 05.03.06-000225,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

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

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datect  20-May 2009

335 Burma R oad Contract Ho: 04-0920F 4

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

Resident Engineser Docunent Ho.: ABF-HPRO00229 Rev: OO
Ref: 05.03 05-000225

Subject  NCR Mo, ZPmMC0233

Contractor's Proposed Resolution:

Reference Resolution: IPMC hasz been infarmed to mairtained the pre-heat and interpazs temperatures in accordance with WP =
requirements. ZPMC will provide all inspedion docun ents for the Weld Jaint st a lster date.

PMC has been informed to mairtained the pre-hest andintenpass temperatures in acoordance with WP S requirements. ZPMC will provide all
inspection documents for the YWeld Joint at a later date.

Subrritted by
Atachment(s): ABF NPR-000229R00

Caltrans’ comments: Status: ALP
Date: 260 ay-2000

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 reviewwthe
Contracdtar's proposal to dose Non<Conformance ZPMC 0233 at that time.

Submitted by 'Wirioht, Doug Date:  26-Way-2008
Attachment(s):

Fape lafi



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

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

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

T CALTRANS - SAS Superstrcture Datet  04-Mar-2010

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-HPRO00229 Revw: 01
Ref: 05,03 05-000225

Subject  NCR Mo, ZPmMC0233

Contractor's Proposed Resolution:

Reference Resolution: The weld joints referencad inthe MCR do not ex g, bazed on the description in the MCR ZPMC iz providing the
MDT documentation of the adual weld joints depided inthe MCE.

The weld joints referenced in the MCR do not exist, based on the descrigion inthe MCR ZPMC iz providing the MDT documn entation of the
adtual weld joints depicted in the MCR. ZPMC and ABF )% have since condud ed intemal training with ZPMC inspectors to ensure that they are
more aware to enzure that proper prefest iz achieved priorto welding. Basad on thiz ZPMC regquests dosure ofthizs NCR.

Submitted byr |shibaszhi, Joshua
Atachment(g): ABF-MNPR-O00223R01,

Caltrans’ comments: Status: CLO
Date: Ddddar-2010
The propozed resolution iz acceptable. The Department concurs that Mon-conform snce ZP MC 0233 s dosad.

Submitted by Les, Ken Date:  05-Mar-2010
Attachment(s):

Fape lafi
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@ No. T-131

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-3-4
REGARDING: NCR-000259(ZPMC-0233)

ZPMC recently received NCR-000259(ZPMC-0233), it mentioned that CT inspector
discovered ZPMC personnel welding west tower skin A , lift 3 stiffener to skin plate (welds
WSD1-FASA3-2Z/Z-35B, WSD1-FASA3-2Z/Z-60B and WSD1-FASA3-2Z/Z-6B) without
the required base material preheat.

After ZPMC checked, these Welds No. do not exist. According to the NCR description,
the west tower skin A stiffener welds No. shall be WSD1-FASA3-2E/E-35B,
WSD1-FASA3-2E/E-60B and WSD1-FASA3-2E/E-6. WSD1-FASA3-2E/E-6 is a PJP weld,
so only the MT report is prepared.

ZPMC hope CT can take a review and close this NCR basing on the attached
documentation and ABF-NPR-000229.

ATTACHMENT:
NCR-000259 (ZPMC-0233)
T787-MT-4154
T787-MT-4153
T787-UT-1705
T787-MT-1721

OV
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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 TV Date: 04-May-2009

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. Thomas Nilsson ~ Project/Fabrication Manager Document No: 05.03.06-000225
Subject: NCR No. ZPMC-0233

Reference Description:  Preheat / Inadequate Preheat / West Shaft Lift 3 Skin A / Stiffener to Skin Plate 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:
L] Material or Workmanship not in conformance with contract documents.
O Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved,
Material Location: Tower Lift: 03
Remarks:
QA observed ZPMC personnel welding West Tower, Skin A, Lift 3 stiffener to skin plate (welds WSD1-FASA3-27/Z-35B,
WSDI-FASA3-2Z/Z-60B and WSD1-FASA3-27/Z-6B) without the required base material preheat.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance that addresses the failure of Quality Control to identify the lack of preheat of

the base material. Provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

Recent failures by Quality Control to identify Production’s failure to perform the required preheating of the material have resulted in the

issuance of NCR ZPMC-0202 and an additional Incident Report concerning lack of preheating on 03/28/09 (Tower).

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0233

cc:  Rick Morrow, Gary Pursell, Mark Woods, Jason Tom
File: 05.03.06

02.02:1 N Received
8220 moras e NCT-000225 04e ‘f;ﬁ;“;%g Page 1 of 1



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: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 File# 69.25B

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000259
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 04-May-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Islind ~ NCR #: ZPMC-0233

Type of problem:

Welding Concrete [1 Other L]

Welding ] Curing [1 Procedural [J  Bridge No: 34-0006

Joint fit-up [] Coating [0 Other 0  Component: West Tower, Lift 3, Skin A

Procedural Procedural [J Description: West Tower, Lift 3, Skin A Inadequate preheat

Reference Description: West Tower, Lift 3, Skin A; Inadequate preheat on skin plate to longitudinal stiffener
CJP welds

Description of Non-Conformance:

QA observed ZPMC personnel welding West Tower, Skin A, Lift 3 stiffener to skin plate (welds

WSDI-FASA3-2Z/Z-35B, WSD1-FASA3-27/Z-60B and WSD1-FASA3-2Z/Z-6B) without the required base

material preheat. The photograph below shows an un-melted 110 degree Celsius temperature indicating crayon

adjacent to weld WSD1-FASA3-27/Z-60B.

E2PVMCperformed/welding of WSD1-FASA3-2Z/Z-60B ZPMC completediwelding of WSD1-FASA3-2Z/Z-60B onibase
 whichhas abase'material and weld temperature below material and weld material'which was below 10

0'degrées CeI%Lgs. Celsius, The required preheat s 110 ci

Celsius=—=

04-0120F4 23:16 05-03-2009

Applicable reference:

Welding procedure WPS B-T-2231-TC-P5-F requires a minimum base material preheat temperature of 110
degrees Celsius.

Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: E-mail; 5-4-2009, 9:00

Name of Caltrans Engineer notified:  Scott Kennedy

‘HZ TL-13,Quality Assurance -- Non-Conformance Report Page I of 2



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

Time and method of notification: Verbal; 5-4-2009, 9:00

QC Inspector's Name: Liv Lia Quan

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 Serge Sinevod, 134-8257-00435, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

JM TL-15,Ouality Assurance - Non-Conformance Report Page 2 of 2
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. &% T787-MT-4154

DATEHE# 2009

.05.21

PAGE OFT#E 1/3

Revision No: 0

PROJECT NO.
TEHRS:

ZP06-787

CONTRACTOR:
Ak

CALTRANS

DRAWING NO.
B

TOWER(W) THIRD LIFTING SKIN A1

WSD1-FASA3-2E/E

CALTRANS CONTRACT NO.:
MM TEHRS

04-0120F4

REFERENCING CODE
BAEMTERT
AWS D1.5-2002

ACCEPTANCE STANDARD

HEARE
AWS D1.5-2002

PROCEDURE NO.
HFHET
ZPQC-MT-01

CALIBRATION DUE DATE
B ER N
Dec. 28°T 2009

EQUIPMENT # %
MT YOKE

MANUFACTURER 3515
PARKER

MODEL NO. B4 5
B310S

SERIAL NO. iE4iRE
5620 5395 5617

MAGNETIZING METHOD
ML

Continuous magnetic yoke

R L

CURRENT
i

AC

PARTICLE TYPE
BB R

Dry magnet powder
THE#

YOKE SPACING
R4 ] R

70~150mm

MATERIAL TO BE
EXAMINED
Bt

Y WELDING ##:{F
O CASTING #44
O FORGING &%

Material & thickness

B, B

AT709M-345T2-2

90/75mm

WELDING PROCESS
R B

FCAW

TYPE OF JOINT
psm

T-JOINT

DISCONTINUITY ASiE 4l

WELD |.D.
Pk 5

INDICATION

Ei:En

TYPE
3]

ACCEPT

JLENGTH IN mm
®mE

e

REJECT
EIEL

REMARKS
#ik

WSD1-FASA3-
2E/E-2

ACC.

100%MT

WSD1-FASA3-
2E/E-3

ACC.

100%MT

WSD1-FASA3-
2E/E-5

ACC.

100%MT

| WSD1-FASA3- |
- 2E/E-6

ACC.

100%MT

WSD1-FASA3-
2E/E-10

ACC,

100%MT

WSD1-FASA3-
2E/E-11

ACC.

100%MT

WSD1-FASA3-
2E/E-14

ACC.

100%MT

WSD1-FASA3-
2E/E-15

ACC.

100%MT

WSD1-FASA3-
2E/E-18

ACC.

100%MT

WSD1-FASA3-
2E/E-19

ACC.

100%MT

WSD1-FASA3-
2E/E-21

ACC.

100%MT

WSD1-FASA3-
2E/E-22

ACC.

100%MT

WSD1-FASA3-
2E/E-26

ACC.

100%MT

EXAMINED BY 34§

Zhou Dongyun

Zhow Dongpuan

REVIEWED BY ##

& !\' )dﬂ\')( :‘h

LEVEL-Il sicN&# 1 DATERS  0f o7, o

LEVEL-I SIGN /

DATEH i

D?t 0f,

FEitEEE / QCM

(A'A DI\C?/\J\; L/\A/Q\_«

A FCUSTOMER

% F SIGN/ Il DATE

|

& SIGN/ Bl DATE

(FORM# ZPQC-MTO1)




CZPMc)

BB R &

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #5455 T787-MT-4154

|DATEEI§DJ 2009.05.21

|PAGE OF TG 2/3

IRevision No: 0

PROJECT NO.
TEHRE:

ZP06-787

CONTRACTOR:
A P

CALTRANS

DRAWING NO.
EE:

WSD1-FASA3-2E/E

TOWER(W) THIRD LIFTING SKIN A1

CALTRANS CONTRACT NO.:
MM TRES

04-0120F4

REFERENCING CODE
S35 MR
AWS D1.5-2002

ACCEPTANCE STANDARD

wRIE
AWS D1.5-2002

PROCEDURE NO.
BIFRY
ZPQC-MT-01

CALIBRATION DUE DATE
(R ER RN
Dec, 2857 2009

EQUIPMENT %
MT YOKE

MANUFACTURER #3575
PARKER

MODEL NO. %8
B310S

SERIAL NO. #4458
5620 5395 5617

MAGNETIZING METHOD
BT

Continuous magnetic yoke

M A

CURRENT
HiHL

AC

PARTICLE TYPE
KT

Dry magnet powder
TR

YOKE SPACING
REYE (=) BE

70~150mm

MATERIAL TO BE
EXAMINED

Rl

Y WELDING 184
O CASTING #if§
O FORGING $&i%

Material & thickness

B, LR

AT709M-345T2-Z

90/75mm

WELDING PROCESS
Vi ki

FCAW

TYPE OF JOINT
FREEIST

T-JOINT

DISCONTINUITY gLt

WELD L.D.

INDICATION
N

TYPE
i)

ACCEPT
&2

LENGTH IN mm|
i3

REJECT
JE1L

REMARKS

WSD1-FASA3-
2E/E-27

ACC.

100%MT

WSD1-FASA3-
2E/E-30

ACC.

100%MT

WSD1-FASA3-
2E/E-31

ACC.

100%MT

WSD1-FASA3-
2E/E-33

ACC.

100%MT

WSD1-FASA3-
2E/E-34

ACC.

100%MT

WSD1-FASA3-
2E/E-36

ACC.

100%MT

WSD1-FASA3-
2E/E-37

ACC.

100%MT

WSD1-FASA3-
2E/E-41

ACC.

100%MT

WSD1-FASA3-
2E/E-42

ACC.

100%MT

WSD1-FASA3-
2E/E-45

ACC.

100%MT

WSD1-FASA3-
2E/E-46

ACC.

100%MT

WSD1-FASA3-
2E/E-49

ACC.

100%MT

WSD1-FASA3-
2E/E-50

ACC.

100%MT

EXAMINED BY 4

Zhou Dongyun

Zj'\au ,DOn.“, Y n

REVIEWED BY #H#

(et xom etn

LEVEL -1l SIGN %4

LEVEL-I SIGN

/ DATEAR

07«_"5&

JRIHESTE / QCM

1 pateRm Y T g 0

FFPCUSTOMER

< SIGN / Al DATE

9?'\'\'--7//

%5 SIGN/ H ] DATE

(FORM# ZPQC-MTO01)




CZPMc)

REPORT OF MAGNETIC PARTICLE EXAMINATION

g IE A=
REPORT NO. 3R{54RE T787-MT-4154 [DATEEUU] 2009.05.21 'PAGE OF 18 313 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TEHS: A P
DRAWING NO. WSD1-FASA3-2E/E CALTRANS CONTRACT NO.:
04-0120F4
EiE=H TOWER(W) THIRD LIFTING SKIN A1 |[INMITE&HE
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BTG EZRNE Bres B ER N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT &% MANUFACTURER 3% MODEL NO. 452 SERIAL NO. #4445 E
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
. AC
BEfbF i Redmst HLHL
70~150mm
byt FrEH R ) BE
MATERIAL TO BE + WELDING ##: 4%
Material & thickness AT709M-345T2-Z
EXAMINED O CASTING #44
(eikg s O FORGING B, L 90/75mm
WELDING PROCESS TYPE OF JOINT
. FCAW T-JOINT
HigFE: Pt t gl
DISCONTINUITY A4tk
WELD 1.D. ACCEPT REJECT REMARKS
prgps INDICATION TYPE LE”G{E’;N el e Tl it
ik E-3iv
WSD1-FASA3-
2E/E.5D ACC. 100%MT
WSD1-FASA3-
SE/E.53 ACC. 100%MT
WSD1-FASA3-
SEIE-57 ACC. 100%MT
WSD1-FASA3-
2E/E-58 ACC. 100%MT
WSD1-FASA3-
2E/E.61 ACC. 100%MT
WSD1-FASA3-
2E/E-62 ACC. 100%MT
AFTER HSR1(T)-8414. 8415
BLANK
EXAMINED BY 45 REVIEWED BY i &
Zhou Donayun Z/LW P\“\jf jun CA} X wha
LEVEL -1l SIGN%4% /| DATERM ¢ ? 88, 1| LEVEL-l  SIGN ! DATERM 03‘ L5 b/
mﬁ%mm FFCUSTOMER ;
han A/lf\ok/ @,9‘- d_‘ )//
&5 SIGN / Hilf DATE % SIGN / Hll DATE

(FORM# ZPQC-MTO1)




(ZBMCc]

REPORT OF MAGNETIC PARTICLE EXAMINATION

TR 4R

REPORT NO. it #5485 T787-MT-4153

DATER# 2009.05.21

PAGE OFI#S 1/4 Revision No: 0

PROJECT NO.
ZP06-787

CONTRACTOR:

CALTRANS

TRHES:

R P

DRAWING NO.
H5:

WSD1-FASA3-2E/E
TOWER(W) THIRD LIFTING
LONGITUDINAL

CALTRANS CONTRACT NO.:
MM TRES

04-0120F4

REFERENCING CODE
B2HATLHET
AWS D1.5-2002

ACCEPTANCE STANDARD

B
AWS D1.5-2002

PROCEDURE NO.

BIFHRS
ZPQC-MT-01

CALIBRATION DUE DATE
{ SRR E A R
Dec. 28°T 2009

EQUIPMENT #%
MT YOKE

MANUFACTURER %17
PARKER

MODEL NO. B4 %5
B310S

SERIAL NO. E4:45
5620 5395 5617

MAGNETIZING METHOD
R

Continuous magnetic yoke

RS R A B

CURRENT
G:h

AC

PARTICLE TYPE
EfRE

Dry magnet powder
Tt

YOKE SPACING
T IR R

70~150mm

MATERIAL TO BE
EXAMINED
BRI R

vV WELDING 14k
O CASTING %4
O FORGING %

Material & thickness

B4 JEIE

A709M-345T2-Z

90/75mm

WELDING PROCESS
BT

FCAW

TYPE OF JOINT
PR

T-JOINT

DISCONTINUITY i 4%

WELD 1.D.
sk

INDICATION

TYPE

it i

ACCEPT

LENGTH IN mm
i3

&5

REJECT
B4k

REMARKS
&k

WSD1-FASA3-
2E/E-1A

ACC.

25%MT

WSD1-FASA3-
2E/E-1B

ACC.

25%MT

WSD1-FASA3-
2E/E-17A

ACC.

25%MT

WSD1-FASA3-
2E/E-17B

ACC.

25%MT

WSD1-FASA3-
2E/E-32A

ACC.

25%MT

WSD1-FASA3-
2E/E-32B

ACC.

25%MT

WSD1-FASA3-
2E/E-48A

ACC.

25%MT

WSD1-FASA3-
2E/E-48B

ACC.

25%MT

WSD1-FASA3-
2E/E-4A

ACC.

25%MT

WSD1-FASA3-
2E/E-4B

ACC.

25%MT

WSD1-FASA3-
2E/E-20A

ACC.

25%MT

WSD1-FASAS-
2E/E-20B

ACC.

25%MT

WSD1-FASA3-
2E/E-35A

ACC.

25%MT
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Zhou Dongyun

oy obaschn
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&< SIGN / B DATE
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REPORT NO. #l&4R5 T787-MT-4153

|DATEEI}¥!] 2009.05.21

|PAGE OF TG 2/4

Revision No: @

PROJECT NO.
TEHRS:

ZP06-787

CONTRACTOR:
R F:

CALTRANS

DRAWING NO.
H5.

WSD1-FASA3-2E/E
TOWER(W) THIRD LIFTING
LONGITUDINAL

CALTRANS CONTRACT NO.:
MM TERES

04-0120F4

REFERENCING CODE
BEMTEHT
AWS D1.5-2002

ACCEPTANCE STANDARD

BRI
AWS D1.5-2002

PROCEDURE NO.
BFHRS
ZPQC-MT-01

CALIBRATION DUE DATE
BB R IE A EN
Dec. 2857 ;2009

EQUIPMENT #%&
MT YOKE

MANUFACTURER %35/
PARKER

MODEL NO. B %
B310S

SERIAL NO. ZE4EHE
5620 5395 5617

MAGNETIZING METHOD
REALTT

Continuous magnetic yoke

ML

CURRENT
2t

AC

PARTICLE TYPE
el

Dry magnet powder
FraH

YOKE SPACING
R (m) B

70~150mm

MATERIAL TO BE
EXAMINED

R R

VY WELDING 4
O CASTING %1
O FORGING #i%

Material & thickness

BEH, FLIE

AT09M-345T2-Z

90/756mm

WELDING PROCESS
BT

FCAW

TYPE OF JOINT

ot ipid)

T-JOINT

DISCONTINUITY A~ i 44

WELD I.D.
HiERS

INDICATION TYPE
th 1

ACCEPT
#

LENGTH IN mm
&

REJECT
LV

REMARKS
ik

r'pwéowsaa
 2E/E-35B

ACC.

25%MT

WSD1-FASA3-
2E/E-44A

ACC.

25%MT

WSD1-FASA3-
2E/E-44B

ACC.

25%MT

WED1-FASA3-
2E/E-B0A

ACC.

25%MT

| WSD1-FASA3-
| 2E/E-60B

ACC.

25%MT

- WSD1-FASA3-
2E/E-16A

ACC.

25%MT

WSD1-FASA3-
2E/E-16B

ACC.

25%MT

WSD1-FASA3-
2E/E-B4A

ACC.

25%MT

WSD1-FASA3-
2E/E-64B

ACC.

25%MT

WSD1-FASA3-
2E/E-47A

ACC.

25%MT

WSD1-FASA3-
2E/E-47B

ACC.

25%MT

WSD1-FASA3-
2E/E-63A

ACC.

25%MT

WSD1-FASA3-
2E/E-63B

ACC.

25%MT

EXAMINED BY &4

Zhou Dongyun

A ou Doy yun

LEVEL -1l SIGN %4

/| DATEBM I% T,
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DATEH i
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REPORT NO. %5 T787-MT-4153

'DATEEJU] 2009.05.21

IPAGE OFTF 3/4

Revision No: 0

PROJECT NO.
THEES:

ZP06-787

CONTRACTOR:
HF:

CALTRANS

DRAWING NO.
H5:

WSD1-FASA3-2E/E

TOWER(W) THIRD LIFTING
LONGITUDINAL

CALTRANS CONTRACT NO.:
MM TREHS

04-0120F4

REFERENCING CODE
BERART
AWS D1.5-2002

ACCEPTANCE STANDARD

i
AWS D1.5-2002

PROCEDURE NO.
EFRE
ZPQC-MT-01

CALIBRATION DUE DATE
R EEHN
Dec. 2857 2009

EQUIPMENT ##%
MT YOKE

MANUFACTURER #3& 1§
PARKER

MODEL NO. #3458
B310S

SERIAL NO. ZE4EEE
5620 5395 5617

MAGNETIZING METHOD
ML

Continuous magnetic yoke

iR L

CURRENT
8

AC

PARTICLE TYPE
(e il

Dry magnet powder
T

YOKE SPACING
R4 ] BE

70~150mm

MATERIAL TO BE
EXAMINED

R R

vV WELDING 54
O CASTING #44:
O FORGING i

Material & thickness

B, A

AT709M-345T2-Z

90/75mm

WELDING PROCESS
BT

FCAW

TYPE OF JOINT

FREEHTY

T-JOINT

DISCONTINUITY A&t 4t

WELD I.D.
Hatsa s

INDICATION

TYPE

1PN Fm

ACCEPT
"%

LENGTH IN mm
&I

REJECT
1B

REMARKS

WSD1-FASA3-
2E/E-51A

ACC.

25%MT

WSD1-FASA3-
2E/E-51B

ACC.

25%MT

WSD1-FASA3-
2E/E-25A

ACC.

25%MT

WSD1-FASA3-
2E/E-25B

ACC.

25%MT

WSD1-FASA3-
2E/E-9A

ACC.

25%MT

WSD1-FASA3-
2E/E-9B

ACC.

25%MT

WSD1-FASA3-
2E/E-56A

ACC.

25%MT

WSD1-FASA3-
2E/E-56B

ACC.

25%MT

WSD1-FASA3-
2E/E-40A

ACC.

25%MT

WSD1-FASA3-
2E/E-40B

ACC.

25%MT

WSD1-FASA3-
2E/E-13A

ACC.

25%MT

WSD1-FASA3-
2E/E-13B

ACC.

25%MT _

WSD1-FASA3-
2E/E-29A

ACC.

25%MT
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PROJECT NO. CONTRACTOR:
p——— ZP06-787 m o CALTRANS
DRAWING NO. WSD1-FASA3.2E/E CALTRANS CONTRACT NO.:
= TOWER(W) THIRD LIFTING mHTESES 04-0120F4
LONGITUDINAL
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BEHNBM B2 BrHS B EARN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ;2009
EQUIPMENT % MANUFACTURER #l3% MODEL NO. 4 ¢ SERIAL NO. #E&Ess 5
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
R R i AC
PARTICLE TYPE Dry magnet powder YOKE SPACING
R TRt R 5 RSSO
MATERIAL TO BE YWELDING #4544
Material & thickness AT09M-345T2-Z
EXAMINED O CASTING #f
B E O FORGING &% BEbE, LR 90/75mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
oYk S ok 2 pil
DISCONTINUITY a4
V;S&i‘g ' INDICATION TYPE LR L AC;;;’DT R.Eiéfim REE?;KS
1T HRY
s ACC. 259%MT
BLANK
EXAMINED BY 3:4f REVIEWED BY ##
Zhou Dongyun Y Jrorg UHF} [\,@‘? Kinse t
LEVEL-Il SIGN%&4% / DATEEN ./ [o? oS, 1/ LEVEL-Il  SIGN ! DATERM 59 5 Sy,
& / Qc ! FA A CUSTOMER ! £
LWM}‘% by 9y9. of ¥
% SIGN 7 Hitl DATE %5 SIGN / B il DATE
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. %S T787-UT-1721 DATE 2009.0512  PAGE 1 OF 3 Revision No: 0
PROJECT NO. : TS ZP06-787 CONTRACTOR: CALTRANS

ITEMS NAME: Tf_’r‘gev'g::(w;'e DRAWING NO.: \WSD1-FASA3. |CALTRANS CONTRACT NO.: 04-0120F4

BFE R STIFFENER __ |H% 2E/E MM TERS

REFERENCING CODE £:#i7

AWS D1.5-2002

ACCEPTANCE STANDARD %% 51

AWS D1.5-2002(Table 6.4)

ZPQC-UT-01

PROCEDURE NO. B/F# 8

WELDING PROCESS B H it

JOINT TYPE 48y

CALIBRATION DUE DATE {28 IF 75 %0001

FCAW T-JOINT Dec. 28%7 2009
EQUIPMENT &% MANUFACTURER f#ili#5 MODEL NO. #3455 SERIAL NO. F54 5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK Xk COUPLANT #4577 MATERIAL/THICKNESS #1 %l [ EF
AWS lIW BLOCK TYPE I C.M.C A709M-345T2-2 80/75mm
TRANSDUCER #£3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
T Fi i Rt kit B e HE Rt
Changchao 70° 2.5MHz 18%77Mm Changchao 45° 2.5MHz 18x77Mm
Changchao 0° 2.5MHz 20mm_
Reference Level #2:% REHF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4} I DISCONTINUITY FiEiEd: H
. T
WELD g By & ~ | g 1§ |e -3 beal
(O O |8 S 2|0 =
=z O |« #H |sslcslE 85 8 LOCATION OF DISCONTINUITY &= ¥
o i <& wiE | |8z|Ez28|8= ki p 5
IDENTIFICATION |E |ug =8| 5|5tz a AEELLIE (mm) - £
‘m = > £ 8 |2 o m
SRIg=|2¥| ol [F I ¥ 2
& - Lt e
REHHRS 2 I -l Sound | Depth from : . 5 i
= Length From'X | From'Y o
a|lblc|d i Path Surface BEX Y @
BR | mamme | ° 3 a
WSDLE?S;@'ZE’E' 1 70 A 1 13132 4|-5( 200 74 25-32 0 0 REJ. | 100%
2 | a5 | c | 1 |32]|32]|8]|-8| 240 | 124 87 +3 0 RE.. FESUM
3 45 c 1 140] 32| 9| 1 30 134 95 -5 440 REJ. FE%M
0 & 32 ACC. | 100%
WSD1-FASA3-2E/E- 0
TAIR 70 32 ACC. | 100%
45 32 ACC. | 100%
EXAMINED BY 4§ REVIEWED BY ##
D& ~ Qe )’Aﬂﬂ‘j 7&'—07 LIy px{ﬂm
LEVEL -1l SIGN / ‘ DATE 0 ? - LEVEL - Ii SIGN / DATE -~
‘Ug!d) A l9t71(3~§|0)
JtEHE / Qcm A FCUSTOMER
| L .
\/1/"7‘9\/\ pa Q? d. 7
%< SIGN / A} DATE %5 SIGN/ Bl DATE
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REPORT NO. R#&%8  T787-UT-1721 DATE 2009.05.12 PAGE 2 OF 3 Revision No: 0
DECIBELS#+ DISCONTINUITY itk £
- 5 A
WELD g 3 18 ~E_1B_lE. |5, 2 #
z.|28|2s fé i e 55 518 £ LOCATION OF DISCONTINUITY 3 ok
@ x 2
IDENTIFICATION | E Ik 2 |52 | < 5SS E 2 AL E (mm) 23 | =
m = B k= — = m
S*IB&|2¥| o & E& | &
i & - 42 «
IREERIERS 2 & | Length | Sound | Pepthfrom [ = 1 o & =
a|b|lc|d Tf:l.lgﬁ Path Surface 3
MR | R o
0 o] 32 ACC. | 100%
WSD1-FASA3-2E/E- 0
oI 70 32 ACC. | 100%
45 32 ACC. | 100%
0 o 32 ACC. | 100%
WSD1-FASA3-2E/E- g
48A/B n 32 AcC. | 100%
45 32 ACC. | 100%
0 o] 32 ACC. | 100%
WSD1-FASA3-2E/E-
4AJB « 32 ACC. | 100%
45 32 ACC. | 100%
0 (o 32 ACC. | 100%
WSD1-FASA3-2E/E- 0
20A/B 70 32 ACC. | 100%
45 32 ACC. | 100%
0 c 32 ACC. | 100%
\WSD1-FASA3-2E/E~ 9
.‘ﬂg Y o | 70 32 ACC. | 100%
45 32 ACC. | 100%
0 o 32 ACC. | 100%
WSD1-FASA3-2E/E- g
1A 70 32 ACC. | 100%
45 32 ACC. | 100%
0 c 32 ACC. | 100%
WSD1-FASA3-2E/E- 5
(£ 70 32 ACC. | 100%
45 32 ACC. | 100%
EXAMINED BY::#f REVIEWED BY Bi#;
Dent Crengsheny T2y Y sdan
LEVEL -1l SIGN / DATE v ? L0 LEVEL - I S/GN /' DATE oﬁ 05,0

HEftE 3 / QoM
(A undann 0—? Sy,

£F SIGN/ H DATE

i F CUSTOMER

&< SIGN / B DATE

(FORM# ZPQC-UT01)
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REPORT NO. #l#&4% T787-UT-1721 DATE 2009.05.12 PAGE 3 OF 3 Revision No: 0
DECIBELS4+ 1 DISCONTINUITY AgEdett s
: =
WELD S |4 |u [~z & I5.]s 5 "
Zn |28 |2 |8 RE5EEEREE LOCATION OF DISCONTINUITY S| &
o w c 6|8 = S
IDENTIFICATION | & Ik | g ==|= g - ﬁ e & TG T (mm) .:—-:;3? 5
< ga r Z - = ¥] ]
o = S % = o] = EH E
&% (H- 42 -
RAEE RS % g:. ~ Sound | Depth from \ . 5 o
= Length From'X | From'Y o
a blc]|d 1 Path Surface X . @
i FRAEMISRRE a
0 C 32 ACC. 100%
WSD1-FASA3-2E/E- o,
9A/B 70 32 ACC. 100%
45 32 ACC. 100%
0 Cc 32 ACC. 100%
WSD1-FASA3-2E/E- .
56A/B 70 32 ACC. 100%
45 32 ACC. 100%
0 C 32 ACC. 100%
WSD1-FASA3-2E/E-
40A/B 70 32 ACC. 100%
45 32 ACC. 100%
0 C 32 ACC. 100%
WSD1-FASA3-2E/E- .
13A/B 70 32 ACC. 100%
1 45 B 1 36|32)] 5| -1 50 88 62 -10 1240 REJ. 100%
0 c 32 ACC. 100%
WSD1-FASA3-2E/E- o
29A/B 70 32 ACC. 100%
45 32 ACC. 100%
0 Cc 32 ACC. 100%

AFTER HSR1(T)8414, 8415

BLANK

!EXAMINED BYEHE

Doz.‘ @&‘75‘@“?

LEVEL -1l SIGN / DATE

0] 0807

REVIEWED BY #i#

1
LEVEL - Il S{GN

vﬁ?‘n‘? )63153 ?/{aﬂ

DATE

-)-05.67

&R / QCcM
S

& SIGN / Bl DATE

Al CUSTOMER

T SIGN / H DATE
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UTHRGIHR &

REPORT NO. 4% T787-UT-1705 DATE 2009.05.07  PAGE 1 OF 2 Revision No: 0
PROJECT NO. : TT84 5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: T'*T“g"‘?v;;w}’e DRAWING NO.:  \wsD1-.FASA3- |CALTRANS CONTRACT NO.: 04-0120F4

AR FR STIFFENER Hs 2EE MM ITEHS

REFERENCING CODE %73

AWS D1.5-2002

ACCEPTANCE STANDARD &85k

AWS D1.5-2002(Table 6.4)

PROCEDURE NO. 25458

ZPQC-UT-01

WELDING PROCESS 1 iZH#:

JOINT TYPE {24821

CALIBRATION DUE DATE X 3¢£F IF 77 50

FCAW T-JOINT Dec. 285" ,2009
EQUIPMENT # % MANUFACTURER 413§ MODEL NO. #3458 SERIAL NO. 53483
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i} COUPLANT #E4 ) MATERIAL/THICKNESS 1 £} L
AWS IIW BLOCK TYPE 1 C.M.C AT709M-345T2-Z 90/75mm
TRANSDUCER #:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
I T fliE ST Rt it 7 fi1lE SR Rt
Changchao 70° 2.5MHz 18x77Mm Changchao 45° 2.5MHz 18x77Mm
Changchao 0° 2.5MHz 20mm
Reference Level £ R i1 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#} Il DISCONTINUITY sk 8
. T
WELD 2 13,18 |sls_lz 5.5 = #
2 | = ® Es|5s(E8E L LOCATION OF DISCONTINUITY i o
o |1Zz=|wEB|lx [Ez|2z[2583 2 4 o D i
IDENTIFICATION :: Iﬂk- w=s (28|~ B[~ Sifo e TEELER T (mm) z2Z =
g = = = = =L 1]
J A Srtr (e Lot [ b
IREERL PR S 5 E - L Sound | Depth from ; . s 14
= ength From'X | From'Y o
a b c d e Path Surface EiX sy @
AR | R o
WSDI-FASAS2EE- 4 | 20 | B8 | 1 [32] 32| 6 | 6| 40 99 32 45 | 1560 | REJ. | 100%
44A/B
45 32 ACC. | 100%
0 c 32 ACC. | 100%
NVSD1-FASA3-2E/E- ]
F B ; 70 32 ACC. | 100%
45 32 ACC. | 100%
0 (o] 32 ACC. | 100%
|[EXAMINED BYZ£R REVIEWED BY ##
Pm.‘ /je«n? p{ov-ad 7@4}{ Yong shan
LEVEL -1l SIGN / DATE o 7 25, 0) LEVEL -1l SIGN / ' DATE 0 *7 W, o P
I
I3 / QCM B FCUSTOMER
W 2nhus of 5.7
&= SIGN 7 A} DATE £ SIGN / A} DATE

(FORM# ZPQC-UTO1)




(ZBMc

REPORT OF ULTRASONIC EXAMINATION
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REPORT NO. #fi$545 T787-UT-1705

DATE

2009.05.07

PAGE

2 OF 2

Revision No: 0

DECIBELS%+ DISCONTINUITY gt 5
; 5
WELD S |4 |y |25 ls I5.|s E e
= O |2 | ® BESEEERE LOCATION OF DISCONTINUITY P e@
7 w = 1) =1 [y 0
IDENTIFICATION | 2 Ii% = g ==|=5 § JgSlge S & TG (mm) 22 ¥
< o & == o < - 3 7 1]
SF|DE|IRF| o ) % | E
L L% 2 A1 g . =
MRS |0 g = Sound | Depth from ; v!| 8 =
= Length From'X | From'Y o
alblc|d P Path Surface 55X gy o
mE | mEmmmE | : o
WSD1-FASA3-2E/E- 5
16A/B 70 32 AcC. | 100%
45 32 ACC. | 100%
0 c 32 ACC. | 100%
WSD1-FASA3-2E/E- .
64A/B 70 32 ACC. | 100%
45 32 ACC. | 100%
0 c 32 ACC. | 100%
WSD1-FASA3-2E/E- .
ATA/B 70 32 ACC. | 100%
45 32 AcC. | 100%
0 C 32 ACC. | 100%
WSD1-FASA3-2E/E- .
63A/B w0 32 Acc. | 100%
45 32 ACC. | 100%
0 C 32 ACC. | 100%
BLANK
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]

REVIEWED BY i

?Em—w 209§ Kpm

LEVEL - Il SIGN /

DATE
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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-000336
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  23-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0233

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:  04-May-2009

Description of Non-Conformance:

QA observed ZPMC personnel welding West Tower, Skin A, Lift 3 stiffener to skin plate welds
WSD1-FASA3-2Z/Z-6B, 35B, & 60B without the required base material pre-heat.

Contractor's proposal to correct the problem:

Inform ZPMC to maintain the pre-heat and interpass temperatures in accordance with WPS requirements.
Corrective action taken:

ZPMC has been informed to maintain the pre-heat and interpass temperatures in accordance with WPS
requirements. The affected welds have been verified by QA and green tagged.

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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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