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, P.R. China Report No: NCR-000266
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0240

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other [  Component: OBG Crossbeam CB1

Procedural Procedural [] Description:

Reference Description: Critical Weld Repair Performed Without the Engineer's Approval, CB1

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed that the Contractor has performed base metal repair of a
linear indication without an approved repair procedure. The Complete Joint Penetration (CJP) weld
(SP215-001-048, Crossheam CBL1) in the area of thisrepair has previously been repaired three times; onetime
for two toe indications discovered visually on 5/6/09 and two additional times after ZPMC Quality Control
(QC) Ultrasonic Testing (UT) technicians rejected the repaired area of theweld. A CWR was provided to the
Engineer after the work had aready been performed.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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Applicablereference:

AWS D1.5 (2002) Paragraph 3.7.4: “Prior approval of the Engineer shall be obtained for repairsto base metal,
repair of magjor or delayed cracks,”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Noe Pasiola
Time and method of notification: 5/12/09, 17:00, Email

Name of Caltrans Engineer notified: Ching Chao, Stanley Ku
Time and method of notification: 5/13/09, 18:00, Email

QC Inspector's Name: Shen Xugjun

Was QC Inspector awar e of the problem: Yes[] No
Contractor's proposal to correct the problem:

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen 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

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 15-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: 05.03.06-000231
Subject: NCR No. ZPMC-0240

Reference Description:  Critical Weld Repair Performed Without the Engineer's Approval, CB1

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:
Caltrans Quality Assurance (QA) Inspector observed that the Contractor has performed base metal repair of alinear indication without
an approved repair procedure. The Complete Joint Penetration (CJP) weld (SP215-001-048, Crossbeam CB1) in the area of this repair
has previously been repaired three times; one time for two toe indications discovered visually on 5/6/09 and two additional times after
ZPMC Quality Control (QC) Ultrasonic Testing (UT) technicians rejected the repaired area of the weld. A CWR was provided to the
Engineer after the work had already been performed.
Action Required and/or Action Taken:
Please propose a resolution for the identified non-conformance to prevent future occurrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0240

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

H..,,.,w" 05.03.06-000231,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge FLUOR P.O.BO¥ 23223 DaMand, CAQ4E

Phone S100419-0120 F Fax (5100 8239-0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

To: CA TRANS - SA% Superstrudure Dated: 27-May-2009

333 Burms Road Contract Ho: 04-0120F4

Oakland CA& 34e07 04-SF-5013.2 /139
Bttentiore  Pursell, Gary JobHame SAS Superstructure

Resident Engineer Document Ho: ABF-HPR-000235 Reuv: 00
Ref: 05,05 06000231

Subject: MNCR Mo, ZP MC-0240

Contractor's Proposed Resolution:

Reference Resolution: ARF has notified ZP MC to documert repairs and obtain the necezzary approsal prior to repairs being commenced.
ZPMC @A has notited their @2 and Produdtion staff.

ABF haz notified ZP MC 1o document repairs and obtain the neceszary approval prior to repairs being commenced. ZPMC QA has notified their
G2 and Procuction staff. PMC will submit the CWE and all applicable inspedion documentation at & later date.

Submitted by
Attachment(sx  AFF -NPR-000235R00

Caltrans’ comments: Status ALP
Date 09-Jun-2009

The regponze iz acceptable, but the Mon-Confarmance iz not closed.

Pleass provide documerntation of the wald repairs that were performed and that the repairs were acceptable. The Department will reviewwthe
Contractor's proposal to close Mon-Confarmance 2P MC-0240 &t that time.

Submitted by:  Wiricht, Doug Date: 09-Jun-2009
Attachment(sk
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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  27-Jul-2004

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

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

Resident Engineser Docunent Ho.: ABF-HPRAO00235 Revw: 01
Ref: 05.03 05-000231

Subject  NCR Mo, ZPmC0240

Contractor's Proposed Resolution:

Reference Resolution: IPMC hazresponded to thiz NCR and has attached documents az evidence of completion. ZPMC requeds
closure ofthis MCR.

PMC has regponded tothis NCR and has attached documenrts as esidence of campletion. ZPMC requests dosure ofthizs NCR.

Subrritted by
Atachment(s): AEF NPR-O00235R01;

Caltrans’ comments: Status: REJ
Date: 15-Aug-2000

The propozed resolution iz not acceptable. The Department's records indcate that zome areas of this weld il contain indications.

Pleass zubmit a resvized Critical Weld Repair (CWR) repoit, and acceptable MT and UT reports atterthe repair. The Depatment will revievthe
Contractar's proposal to dose Non<Conformance ZPMC0240 st that time.

Submitted by 'Wirioht, Doug Date:  18-Aug-2009
Attachment(s):

s
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SPMC
== No. B-416

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-7-23
REGARDING: NCR-000266 (ZPMC-0240)

With this letter of response, ZPMC requests closure for Caltrans NCR-000266
(ZPMC-0240). Per the comments of the NPR from caltrans that” please provide documentation of
the weld repairs that were performed and that the repairs were acceptable”, we submit the letter
with the attached report to support the good quality of the corresponding structures and complete
with the NDT inspection.
So base on the above explanation and attached documentations, ZPMC applies

to close the caltrans’s report NCR-000266 (ZPMC-0240).

Please reference attached documentation for acceptance and closure the
NCR-000266 (ZPMC-0240).

ATTACHMENT:

NCR-000266 (ZPMC-0240)

ZPMC internal NCR

The closed critical welding repair report
The final VI/UT/MT report

ZZ«M §Z m«%w

209 ) 1S



Nonconformance
Report
PEETHR &

Project Name: S.F.0.B.B NCR Number:
i H 55 S E I T NCR 4i5: NCR-B-152  (ZPMC-240)
Item: Critical weld repair Item Number: | Drawing: _

performed without the | #2; ‘ Eg: CB203

engineer’s approval OBG CB1
ZRER: CWR K& TEIHHE

RiEE
Location: OBG CB1 Date:
PiE: ' H 33 2009-05-20

Description of Nonconformance:

Caltrans Quality Assurance (QA) Inspector observed that the Contractor has performed base
metal repair of a linear indication without an approved repair procedure. The Complete Joint
Penetration (CJP) weld (SP215-001-048,Crossbeam CB1) in the area of this repair has previously
been repaired three times; one time for two toe indications discovered visually on 5/6/09 and two
additional times after ZPMC Quality Control (QC) Ultrasonic Testing (UT) technicians rejected the
repaired area of the weld. A CWR was provided to the Engineer after the work had already been
performed.
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Amold Schwarzenegger, Governar

Office of Structural Materials : 3
Quality Assurance and Source Inspection

. Contract #: 04-0120F4
Bay Area Branch . =
690 Walnut Ave.SL. 150 Cty: SE/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 2 .
(707) 649-5453 File#: 69.25B

(707) 649-5493 -

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000266
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date:

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0240

Type of problem:

Welding Concrete [] Other -

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

Joint fit-up [] Coating [J Other [0  Component: OBG Crossbeam CB1]

Procedural Procedural [J Description:

Reference Description: Critical Weld Repair Performed Without the Engineer's Approval, CB1
Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed that the Contractor has performed base metal repair of a
linear indication without an approved repair procedure. The Complete Joint Penetration (CJP) weld .
(SP215-001-048, Crossbeam CB1) in the area of this repair has previously been repaired three times; one time
for two toe indications discovered visually on 5/6/09 and two additional times after ZPMC Quality Control

(QC) Ultrasonic Testing (UT) technicians rejected the repaired area of the weld. A CWR was provided to the
Engineer after the work had already been performed.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )
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Applicable reference:

AWS D1.5 (2002) Paragraph 3.7.4: “Prior approval of the Engineer shall be obtained for repairs to base metal,
repair of major or delayed cracks,”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Noe Pasiola
Time and method of notification: 5/12/09, 17:00, Email

Name of Caltrans Engineer notified: Ching Chao, Stanley Ku
Time and method of notification: 5/13/09, 18:00, Email

QC Inspector's Name: Shen Xuejun

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 Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

'h}_. TL-15.Quality Assurance - Non-Conformance Repor Pageyara
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Critical Welding Repair Report (CWR) 0
HE &% EEWEAT | meEs cBY REEE .
Project Name: SFOBB Drawing No.: Report Nao.: )
A R o
i 04-0120F4 '
—Gontract-Nos MR UBG- CRUSS NDT HERE .
. B787-UT-6536R1
o . ltem Name: BEAMS NDT Report No.:
W ZP06-787
Project No.: SOSg
potoNe A
Descriplinn of Welding Discontinuity: Sﬁ\\ﬂ}\ )

A Rejectable indication was found by Ultrasonic Inspection for a SESOND repair.
(UT= KB M) SP215-001-048

Welder IDNo. (18 T %): 216667 Position: (L ®): 4G
M T\»Q
#3R (Inspector) : Ma Jilon B (Date) : 2009.05.11
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1. The welder was not observani during the first backgouging operalion resulling in the
Indicalions not being compleiely removed. -

2. QC did not verify the indicalions had been removed prior o re-welding.

LEHAEA (Foreman): Hu T;,:Lvuj . B (Date): ,,7'.;_5" N
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QC and a Lead CWI shall be presenl and moniler all gouging, grinding and welding operalions during
lhis repair,
QC shall have a copy of the CWR avallable to ensure fhe repair is per the disposition requirements.
If gouging is parformed, preheat per the repair WPS minimum requiremenis.
Gouge andfor grind to remove all the defecls from lhe Face A,
Prepare lhe repalr joint according fo the relevant repair WPS,
Grind area smooth 1o a shiny finish.
Periom VT and MT to ensure the defecls have been removed.
Preheal and weld according to the relevant repair WPS.
Perform VT, MT and UT to the repair areas.
. Grind lhe weld flush with the adjacent weld,
» Check the weld according to the working drawings.
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Critical Welding Repair Report (CWR) - 0
T &% EEAE A RS CB1 REES b
Project Name; SFOBB Drawing No.: Report No.: . “GHIREN
£EE
Contract No.: 04-0120F4 Lz OBG CROSS NDT #%iHe
. Hi B B787-UT-6536R1
ltem Name: BEAMS NDT Report No.:
mE %E% ZP06-787 .
Project No.: -
B E4E:

Corrective Action to Prevent Re-occurrence:

1, BAED0, QCAAMIVTANTEL ARG MY B2 2 %

2 YAER BRI INETIIT, T AF N IHE,

3. QISR R T 7 s e

4. RBFEEREN, EEMCHIEAKETS:

1. QC to verify VT and MT has been performed and all the defects have been remaved prior to the repair.

2. QC lo instruct the welder (hat it is his responsibilily to praduce sound welds and perform inlerpass cleaning.
3, QC lo insfrucl the grinder all delecls shall be removed, '

4. Grealer QC prasence during crilical welding operations.
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H(\ \{\ ’ 17
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NDT Result: AC/ NDT Person: WW |Date: 2057‘ cﬂ:/ﬁ
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REPORT OF ULTRASONIC EXAMINATION

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

REPORT NO. ##&4%% B787-UT-6536R2 DATE 2009.05.16 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : TR ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG CROSS BEAMS CB1
HBIFBIR HE MM IBHRS il
REFERENGING-CODE-—&+#315— ACCEPTANCE-STANDARBEZATE——[PROCEBURENO-IEF &S

WELDING PROCESS B/

JOINT TYPE 2428

CALIBRATION DUE DATE {23 IEF 20

(FR ZP-TO'I) '

SMAW T-JOINT Dec. 285 ,2000
EQUIPMENT # % MANUFACTURER #1i& #§ MODEL NO. &% 5 SERIAL NO. FFI5RS
; 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT &7 MATERIAL/THICKNESS 4 /E i
.}AWS W BLOCK TYPE TI C.M.C ATOOM-345T2-X 14/22mm
TRANSDUGCER #t3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
HIER BE M R+ TS BE ME R
Changchao 70° 2.5MHz 18%18mm ‘
Changchao 0° 2.5MHz 20mm Reference Level &35 R AL 20dB
Base metal inspected per AWS D1.5-2002 Section 6.18.5 0° UT OK.
DECIBELS# I DISCONTINUITY gt g
y " © .
WELD 2 138,18 |alolt-lEslse . 2 3
z2wlz8|2 g % EE5eEEEE LOCATION OF DISCONTINUITY & o
0 L B Blg B g ‘
IDENTIFICATION | £ & nE =R TRl e L S g TELALE (mm) g8 | =
55 - = = 5]
pde B bt
RENIRS % E b Sound Depth from E o
L Length From'X | From'Y o
a blc|d e Path Surface B Y n
rE | ExEEE | o
. SP215-001-048 | 1R2 | 70 a4 ACC. | 100%
AFTER B-CWR509
BLANK
EXAMINED BYZ#% REVIEWED BY ## )
Moty :oo/f/.rb,(T /5 Mww.,-,/«f. o 14
LEVEL-Il SIGN / DATE LEVEL -1l S[Gd ! DATE
FimEHE / QCM AP CUSTOMER
AP M7
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Critical Welding Repair Report (CWR) 1
B &R SR At MBS CB1 RE 5 |
Prcuer:t Name s B gFoRe . L Drawing Mo q, a5 = . Report No. - 1 BOWREDL
-..-I‘:.i = )
0120 f 20
Contract No.: O4-D120F4 LT rjﬂ Hmfiﬁ-CB'PC NDTHR-% 245
s T ltem Name: roSs GEAm Report No.of NDT | B787-MT-10681
e ZP06-787 ' B1
Project No.: g :
BAEGEHR .

Description of Welding Discontinuity:

L3 SP215-001-048 & i, R —4bBi R3S, etE15mm.,
Welder ID No. (J8 T4 £):216667 Position: (4 &)
We found one transverse crack in SP215- 001-048.

@_,’ KI."X'}\
BER (Inspector) : Cai Xinxin Hi (Date) : 2009-05-12

RERBURRER:
Draft of Welding Discontinuity:
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PAclsiera won gl pomalaialy

HER T
s =it

f1d SPwiiTel Ooarsiioan frcsiv.eiio s

eaied suilicieniiy.
2. 1t didn'{ grind smoothly after backing gouging.

i prei

EEMARA (Foreman): Z—}u T 1%' Hi (Date): 0) , A b

WA N

Disposition :

1. EREFE, QCARBIHESITNE, =i,

2. QCHE B4R, bR AT B 4% 3% I8 Ab 30 5 0 3k 47 ,
RARITREG R HhA

CHEE AN E MO BE RS, B (kS 184 N Y E EWPS
SVTHMTR B WA EE KRR g,
CBEEBEEEMEERETSNR
IR E B T 1007,

B. 10 B 4 B 7% (& 3 & 0% @ 7 & F 150mm ;

0. MEIRRTESEHLIBLAELTF

10, XM EHEEMVTESMTR A,

(41}

[a=S B w7 B &) IS 9

1. QC shall be present and direct all grinding and welding operations during this repair.

2. QC shall direct the repair to ensure the repair is per the disposition requirements.

3. Remove the crack by means of grinding. ’

4. Prepare excavation according to the approved repair WPS.

5. Verify with VT and MT repair areas are crack iree.

6. Preheat and weld according to the approved repair WPS.

7. Preheat prior to welding to a minimum temperature of 100°C

8. The preheal area shall be a minimum of 150mm in all directions around the repair area.
9. Grind the repaired area flush wilh base metal or the adjacent weld.

10. Perform VT and MT of the repair areas.

T % e il B
Technical Engineer: (\f M'}d/](“"j' Approved By: Z &L]) dond XM 4 Date:

%")/ (Z‘E’Méﬁ']. :

U)"b_i'-l)z

This d%cig?éer%t ‘1:5 aﬁ‘_PPROVED
1] omia !
DEPARTMENT OF TRANSPO
Pursuant ip Secﬁaﬁrfm 02 5‘5@0”
peciiicalions

Initial EE? Dat /7
ate: 57{5?:

#R787-QCP-900
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Corrective Action to Prevent Re-occurrence:
1RAETT, QCHHAR 2k a9 Thk, DR SR RS

2IRNBHFIEL, RETERET, TRAE WA B 75 A
1. QC shall verify sufficient preheat has been applied, fo remove moisture, prior to welding.
2. Train and educate grinder to improve grinder quality to ensure exaction transits smoothly.

e — " d i 2 g .tb:. M"-‘k
= ;
ZPMQ 9% % E % ﬁ {/ j;& - Rev. No.:
- Critical Welding Repair Report (CWR) 1
WA &R e T—— wEe CB1 BT P
| Project Name: . CaFOEE O Drevta Hos ) o PRI = LHRIGE
| &% 04-0120F4 1 A% 2o
Contract No.: " WL 2% o [ y; b NDTHR 4 252
et Neirie: ross beam C Repor No.of NDT | B787-MT-10681
MEES ZP06-787 - B
Project No.:
H) E 33

FRRAKA (Foreman); Hu ‘rn.:.Lm//}/ B (Date): "7' of . 1T

WPS-SMAW-345.1G - '
(1F)-Repair .

£ R iP5 WPS-FOAN-345-10 | 1y o Nin Tref=f

Repair WPS No.: WPS-SMAW-345-45 Technologist: 09 okl ¥
(4F)-Repair )

B (R AT BiE g 18 4 A9 6k 1y

Preheat Temperature \ Description

Before Gouging: éﬂm{ of Discontinuity: (A’M‘<

B0 AL 2 N 12 7 B #4950 B

Inspection L Preheat Temperature

Before Welding: Before Welding: A//‘?

T XA 3 B ; [ 3: (RS

Max. Depth of Gouge: 7)??{1’1 Total Length of Gouge: 77011'”‘"

BEdkn
#BT . g ]
. Welding e

Welder: )/{/‘{7 Tyha: SMAW Position: ﬁfﬁ

RE G BEdaE ' BE

Current; JAy] Voltage: 25 Speed: 3

BEFEHE

Inspection After Repair:

M E : R ' ]

VT Result: /Qw Inspector: Q{U{ﬂ{ Date: jﬂ?? of. /8.

NDT# f #145 R B W ‘

NDT Result: M A”’V NDT Person: CH? J(Mf’\ Date: ‘57”;&., 3

JAE / ;

Witness/Review:

&

Remark :

#R787-QCP-500
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REPORT OF MAGNETIC PARTICLE EXAMINATION |
T R R 45

REPORT NO. #4455 B787-MT-10681R1 DATEH#1 2009.05.18 PAGE OFE® 111 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: E—

TEES: . A P
rDRAWING NO. cB1 CALTRANS CONTRACT NO.: -

EHe: OBG CROSS BEAM M ITEES -

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HEMHRG iR BrFas BRI

AWS D1.5-2002 — AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7,2000
EQUIPMENT &% MANUFACTURER 435 MODEL NO. #Z4&% SERIAL NO. 458

MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A

R o w2 B

PARTICLE TYPE Dry magnet powder YOKE SPACING it

BT FRI RFAIRE mm

MATERIAL TO BE VWELDING ¥4 Material & thickness AT0OM-345T2-X
EXAMINED O CASTING %4+ B, FERE

R O FORGING &% 14/22 mm

WELDING PROCESS TYPE OF JOINT

SMAW T-JOINT
BT 1REEIER
WELD 1.D DECONHNIRPEE r— ACCEPT REJECT REMARKS
ey INDICATION TYPE JEREE T Bk P
E1-n i)
5P215-001-048 1R1 ACC.
BLANK

EXAMINED BY# REVIEWED BY % &

(ai )(Tns!.:r\ %MZU"\M’V\

LEVEL-Il SIGN %4 / DATER LEVELI SIGN |/ DATEEH f WA

rﬁ)-ak-/g & o>
JRIESE / QCM / F FCUSTOMER '
z,/_é/ )Y e A5 _
~
%% SIGN/ B DATE 6753 s 6 o/ E¥F SIGN/ B i DATE

(FORM# ZPQC-MTO1)




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 Datett 14-Sep-2009

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

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

Resident Engineser Documnent Ho.: ABF HPRAO00235 Rew: 02
Ref: 05.03 05-000231

Subject  NCR Mo, ZPmC0240

Contractor's Proposed Resolution:
Reference Resolution: IPMC hasz provided the correct docum entation per the MPR comm eents and novwreguest dosure afthis MCR.
ZPMC has provided the correct documentation per the MPR comments and nowreguest dosure ofthis NCR.

Subrritted by
Mtachment(sy: AEF NPR-000235R0Z;

Caltrans" comments: Status: RE.J
Date: 24-Zep-2004

PMC zubmitted the following: CWR 509 for 3rd time repair along with appropriate followeup MOT reports (T, WMT, UT). ONE S02 for dthtime
repair along with YT and MT repot, noUT.
Pleass provide UT Repott for 4th Titme R egsir for acceptance.

Submitted bye  Chano, Ching Date:  24-Sep-2004
Attachment(s):

s

Fape lafi



No. B-467

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-9-10
REGARDING: NCR-000266 (ZPMC-0240)

With this letter of response, ZPMC requests closure for Caltrans NCR-000266
(ZPMC-0240). Per the comments from the NPR, we are providing the revised CWR for the crack
repair and acceptable MT report to cantrans engineer, please review again .

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000266 (ZPMC-0240).

Please reference attached document for acceptance and closure the NCR-000266
(ZPMC-0240).

ATTACHMENT:
NCR-000266 (ZPMC-0240)
The complete MT reports

74@05 4 mwg /70«7

e



- CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

ARTMENT OF TRANSPORTATION N
,ION OF ENGINEERING SERVICES ; )

4 of Structural Materials i

Llity Assurance and Source Inspection k

Arnold Schwarzenegger, Governor

Contract #: 04-0120F4
Aay Area Branch . 2otV l1eUl A
690 Walnut Ave St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 . EEEE———
(707) 649-5453 Flle #. 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China . Report No: NCR-000266
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date:

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0240

Type of problem:

Welding Concrete [ Other O .

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

Joint fitup [J Coating [J Other 0  Component: OBG Crossbeam CB1

Procedural Procedural [] Description:

Reference Description: Critical Weld Repair Performed Without the Engineer's Approval, CB1
Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed that the Contractor has performed base metal repair of a
linear indication without an approved repair procedure. The Complete Joint Penetration (CJP) weld .
(SP215-001-048, Crossbeam CB1) in the area of this repair has previously been repaired three times; one time
for two toe indications discoyered visually on 5/6/09 and two additional times after ZPMC Quality Control

(QC) Ultrasonic Testing (UT) technicians rejected the repaired area of the weld. A CWR was provided to the
Engineer after the work had already been performed.

L. 0501212609 08 59

9 _ ; " . .y 5 .
{hz_ TL-15,Quality Assurance -- Non-Conformance Report Page I of 2



REBREEE B &
Critical Welding Repair Report (CWR)

| Welder ID No, (RIT% %):286667 Position:(ff ). 2F

MELH S EHFE AR wirEe — RERE
Project Name: SFOBB Drawing No.; ’ Report No.:
‘R
Contract No.: Wit B4z B . NDT Bé&me
T e RBYF2E % =
OBG CROSS B
A ltem Name; ’ R NDT Report No.: | B787-MT-13005
ek ZF06-787
Project No.: N '
PR,

Description of Welding Disccntinuity: -
TERSP215-001-04B1305, EH28TL, 1, L5 L2=10mm;

One crack found by use of MT on weld SP215-001-048

§orr) )
BER (Inspector) : Sun_gond chan

HI (Date) : 2009.08.18

BREERNTRTE
Draft of Welding Discontinuity:

WELD NUMBER:SP215—~001*048 9 Y
Sy 1’
L
L 30 |
' : 1
¥ APPROVED
[1APPROVEDASNOTED
[ RETURNED FOR CORREGTION

Pursuant io Segtion 5-1.02
of the Standard Specifications
State of California o
DEPARTMENT OF TRANSPORTATION
iision gfEngineering Services

Mﬂt&e Constrg -tjp/'z] e

Structure Representative e




FEER: -

Cause:

1.

1.

KIEIAR, KB L0 ERRE BN K TR,

Moisture wasn't completely removed during drying operation (preheating) or
the area wasn't preheated sufficiently.

ER/HATEA (Foreman): %FRGVEQ B¥ (Date): 7 3 13

SPROVED AS NOTED o
g ;%RNED FOR t}pRﬂEC s!‘.’C(q
pursuant to Section 5-1.02 )
of the Standard S};am’f}ca’hum
Sisie of California .
DEPARTMENT OF TR&\‘SPQRTM IGN

mosring Sevices |

SEHI 5 s hure Construgtion
Disposition : I b ’g—':-f"”/

A S

® N oo

O O (]
™ B

10.
g iy

RN, QCHILeader CWIEITHHTIS, BT SIS 1 DR T B I A T LT,
PMEHITEE, QCHLeader CWIRIBAIIECWREI B2, s
ERHLWEIL 157 I LT TF2Smms A R,

SERATRE SR, 4T BRI S G AR — 8 50

WRITIEN RS, MIEE BT GRS S T . ST e aldT B ER A BK F5mm, IAECWRIRE LS04
TRIHAE MafEE i B ERACIPEREE, HEITELRFE R RTMTRE,

FRBERT IR RGBT S A0RE (WPS) A B TB R,
SEETT, VTAIMTE R AE 5 E i R B AL e,

BN MTIA RS RAEIEEY, WRRRRLCEMEIEY, SACWRA TR
T B IR 4 T 2 IS WPS) T B B,

- RHEFEET IE SR B AR ST
- BEEIATI00%VIAMTHRER, REUEQEEN R (CRAERGIREE—RINS0mm) WETRREsE, o

FOIPHEEE, NDTHTEAUTHIMT.

QC and a Lead CW! shall be present, direct and supervise all grinding and welding operations during this re
pair to ensure the repair is per the disposition requirements

QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repalr.
Remove paint=25mm in all direction of HAZ prior to MT,

Remove cracks by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack r
epairs; :

If base metal Is damaged by grinding, the damaged area shall be ground clean prior to performing weld repa
ir. If gap>5mm is found during or afler grinding, a separate CWR 1o make the weld joint a CJP is required 1
n thal location, and perform MT afler performing grinding the defects away.

Prepare excavation in accordance wilh an appraved repair WPS prior to welding.
Before this repair, Verify with VT and MT repair areas are defecls free;

Perform MT on the weld metal adjacent to the repair area to ensure that crack did not propagate into base
metal. If crack is discovered in base metal » approval of a separale CWR is required before confinuing  with
repair work .

. Preheat and weld according to the approved repair WPS.

CGrind the repaired area flush with base metal or the adjacent weld.

Perform 100%VT and MT inspection 1o all repaired welds (along with an additional 50mm at each end
of the weld repair) which inciude the near side and far side on the upper Perform UT and MT inspettio
n to CJP weld.

#R787-QCP-900

e , e [ il B
Technical Engineer: Niw 77&1 ; Approved By: MZ / ‘, : Date: "7" -8 "23
oy \7&0‘7’ 5£qu,,bxi;q !



Lk 2 A h&zE
REBERERBEWRS e B
Critical Welding Repair Report (CWR) 0
TH &% ZEIFEAN HeES J— HERT
Project Name: SFOBR Drawing No.: Repori No.: B-CWR6T2
ARE ° '
Comteok i 04-0120F4 —_
ontraci No.: AL RR NDT fREES
= CRi
- ltem Name: | oo Cnoo BEAM NDT ReportNo.: | B787-MT-13005
RS ZP06-787
Project No.: i |
B Ak )
Corrective Action to Prevent Re—nccurrence: -
BB, QCAAR LTS, LB EE,
1. QIC shall verify sufficient preheat has heen applied, io remove moisture, prior fo welding.
EEARA Foreman):  (roe  Jus BYA (Daie):  f4vd -1
WPS-345-SMAW-2 ' !
G(2F)-Repair .
WPS-345-FCAW-2 Niu ls'#'&‘#
ERBUPSEHE S G(2F)-Repair ITEhR
Repair WPS No.: WPS-345-SMAW-3 | Technologist: u7. e id
G{3F)-Repair
WPS5-345-FCAW-3
G(3F)-Repair
BE (R AAMMEEF 1B B
Preheat Temperature 7% Description j
Before Gouging: & )7!« [69&2 of Discontinuity: LG
BAiktER®E B mMARE
Inspection Preheat Temperature 7 ) C,
Before Welding: /é\ e Before Welding: /]} C‘
BB KA 9 B Brm WA E K
Max. Depth of Gouge: - Total Length of Gouge: 50 a
B
21 it BEME .
; Weld s
Welder: 2/ 5%7 T;;E:mg 544,4 W/ | Position: 4 57
B : BERE A
Current: /él Voltage: 25 Speed: //7
BRERERE
Inspection After Repair:
BB E mRR ' . EI i -
VT Result: A“ Inspector: ﬂ/ﬁeﬂ)& Dafe: )4'437 ogvz_a.
NDTH & _ iR ‘ H # .
NDT Result: f’\r‘f: Aﬂ@ NDT Person: Smé,»yg[ /Aw‘(j,Date: ,97h GZ~V} .
JAE : ' /
Witness/Review:
FE
Remark :

#R787-QCP-900




| REPORT OF MAGNETIC PARTICLE EXAMINATION |

| N
; BRI TR 45
REPORT NO. #4455 B787-MT-13005R1 DATEH#A 2009.08.21 PAGE OFRE®G 11 Revision No: 0
PROJECT NO. 2P06.757 CONTRACTOR: P
TE%S: ” B A
DRAWING NO. SP215 CALTRANS CONTRACT NO.:
04-0120F4
Ee. CROSS BEAM mHTEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEHATLED B2 BFEHS EREFRH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285" 2009
EQUIPMENT &% MANUFACTURER #I# 7 MODEL NO. #RX%&2 SERIAL NO. 5452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT A&
AL T ’ BRI EE BH
PARTICLE TYPE Dry magnet powder YOKE SPACING I
e e i TR BRI mm
MATERIAL TO BE v WELDING i i
A By Material & thickness T
EXAMINED O CASTING %4 BH.EE
BF#E O FORGING & 14/22 mm
P TYPE OF JOINT
WELDI‘NG ROCESS —_— —
BB JREEER
ELD I.D O TNUIT e ACCEPT REJECT EMAR
WELD I.D. e REMARKS
prymytyey INDICATION TYPE p L [ e P
SP215-001-048 1R1 ACC.
2R1 ACC.

AFTER B-CWR672

BLANK

EXAMINED BYE# ( REVIEWED ngi& N
Sun Gongchang g‘:”« WIS V"j (Y -
«),68 2

LEVEL-Il SIGN%Z4% | DATEH LEVEL-Il  SIGN ! DATEH# 0’)}657//

FEZH / QCM ,é. FiFCUSTOMER /

%% SIGN / H# DATE \ N8 Z/‘é %% SIGN / B DATE
N~ VAN

(FORM# ZPQC-MTO01)



’ _PROJECT SAN FRANCISCO OAKLAND BAY BRIDGE

: ’_DATE 07/23/2009

. TO ROSE MARY/ ABFJV QA DEPARTMENT » 2

oy _FROM ZPMC QA DEPARTMENT

X ¥ SUBJECT: cr NCR EOR CLOSURE

* SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-416FOR CLOSURE. "
(2) COPY OF CT NCR-000266 (ZPMC-0240)

(3) COPY OF THE ZPMC INTERNAL NCR _ :

(4) COPY OF THE CLOSED CRITICAL WELDING REPAIR REPORT

. (5).COPY OF THE FINAL VT/UT/MT REPORT =

- PLEASE SIGN THIS TRANSMITTAL AND RETURN TOME.

 ACKNOWLEGEMENT:

, 163 l/
QQW | RFCE!V[D ,zdmusug

~ PLANHOLDER =~ U : DATE

COMPANY - | | ~ PHONE NO.

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

HET D 003619 :



s NO B_4 16 :

' TO: American Bridge/Flour
DATE: 2009-7-23

gk REGARj)INGf:NCR-000266'(ZPMC;02 40) A

Wrth this letter of response ZPMC requests closu1e for Caltrans NCR—000266”?“"

SEp (ZPMC 0240) Per the comments of the NPR from caltr ans that” please prov1de documentatlon B 2

the weld repalrs that were performed and that the repalrs were’ acceptable” we submit the letter e

with the attached report to support the good quallty of the correspondmg structures and complete ik
w1th the NDT.inspection. .. = s At o i e : : .
~ Sobase on the above explanatron and attached documentatrons ZPMC apphes
to close the caltrans s 1eport NCR-000266 (ZPMC- 0240) E
~ Please reference attached documentatlon f01 acceptance and closure the' |
NCR—000266 (ZPMC-0240). ‘

ATTACHMENT:.

NCR-000266 (ZPMIC-0240)

ZPMC internal NCR - v

The closed critical welding repair report
The final VI/UT/MT report

sl




'Proje'c"'f:Nabmé i NCR Number : L L Ee e
"’Iﬁﬁgﬁ( %Ebu}ll@%kﬁ e NeR' éﬁ—q NCR—B 152 .(.ZPM@-Z@)'}' i
."Item Cutxcalweld repair - Item Number:';;"Drawmg e SR e |
: perfmmed without the - #“5 St R CB203

iy : engmeersapproval OBG CBl G e

: -%Wﬁﬁ CWR ﬁi‘él«z}mﬁtf& W

e e b B
,'fLocatlon : OBGCBI Fa s | Date R e

AREB s e e A ST U 20’0’9*-05‘-20' ey

A Descnptlon of Nonconformance

Caltrans Quahty Assurance (QA) ][nspector observed that the Contractor has performed base

metal repair of a hnear indication without an approved repanr procedure The Complete Jomt
Penetratmn (CJP) Weld (SP215 001-048 Crossbeam CBi)

f _been repalred three: tlmes, one time for two toe indications dlscovered Vlsually on 5/6/09 and two
:addmonal tlmes after ZPMC Quality Control (QC) Ultrasonic Testmg Um) techmmans rejected the

rrepanred area of the weld. A CWR was: provnded to the Engmeer after the Work had .already been

‘performed.

- CB1&#W, T ﬁ%mﬁﬂl ZPMC Ewﬁﬁmm&mraﬁﬁrmﬁ@emﬁﬁzﬁzﬁéﬁﬁﬁ |

. BRERSAE CIp 154 (SP215-001-048), 245> 37 BEEE 3 WES. B—KETE 094 5

Heé6H Eﬂ?ﬁ/\ﬁ%ﬂugﬁ?wﬁ AR ZPMC ) UT #H B 4848 UT HERERIERE. RELEHR
J& ZPMC #383 CWR & TH2I.

Work By: .. .. Prepared by: 5 )\(/bu/) Reviewed by QCE: 7/%0524% 52 oy
Tyl 3 - i} Wiy o % 222,
Wiy T!Gnhnchﬁﬂ e arg i BEIRGE OO0
O Drawmg Error . [0 - Material Defect - Fabrication Error [J - Other™ -

AR MR MR HAER

Disposition: & Use as is ¥ [ Repair i [0 Reject

AL - HA e - RE EiEL O

Recommendation_:

Bl

Prepared by: ' n - Approved by QCA:

e ’ Jﬁ%&ﬂiiﬁﬁ’ﬁ

Reason for Nonconformance:

. and  perfory
N st and - Seeond] r YUT : i ly Mfft (

@ﬁmi‘i g Yo “,Vi,zmi’%j;@w 8 D SRS TR,

| m\;mw% Ealaf% E‘%ﬁr 5% Tél’;%é’é*d* ) Jcm Z

MT mdrCa;\’:rd’s Wﬁf{CJCu Wu?/\ Kole  snd sio.” A o

in the area of this repair has prevxously_ :

-




AR -Preven,lov ofRL -occurrence:

rﬁf@ﬁ%@pvﬁ%ﬁ&agfﬁwﬁﬂ“%%ﬁﬁ

b&e)efuraw(w'

Mti LNR@@W\E—R\%T; e

5@3@

wur -ﬁesuvx & o bite onk m‘{:/wmt

» o ; . | Appmved by/ﬁt@ k Nz
Techmcal Justlﬁcatlon for Use As Is/Repalr _ D Attachment ; @/ Non attachm(e{lt

,u;:.ﬁjﬁ@%&*mﬁ e e T

770 éb (m/ﬂ E% /(L 6 (/ﬁ, - % a & @/4 % (L

.Z:Al\amcf» Suferu.sloq | R é,t,e_

% Revnewed /’:Fﬁ:{% - [/,?’I\T??)?/[)w

., Verification: - [J Xc‘:ée}%ﬁble T [0 Unacceptable

ﬁm b,'j “ R . -

Verified by QCUER#EIA ' Reviewed by QCA/J FAE = #%:

. ¥R787-QCP-1300



/. STATE OF CALIFORNiA

690 Walnut Ave:St. 150
- Valiejo, CA 946921133
- 1 (707)649-5453-
o (707)649-5493 -

—BUSINESSTRANSPORTACTIONANDHOUSING AGENCY
bEPA‘RTMEN;T}'OF@TRAN.‘S’P’ORTAT‘l'0}'\_;-:;:-- T

-DIVISION OF ENGINEERING SERVICES
f Structural Materials .
Assurarce énd_Soq.rc_‘:e" Inspection-

“Quality

o Contmact#: 04-0100F4
- Cty: SEALARee: 80 PM: 132/13.9
T Rl g

Bay Area Branch -

':-chaﬁpfn::;,'chén'gking'Iféland;.v‘s‘ha;ighéi, R Gl e R : NCR-000266 .~
. Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island -~ NCR'# ZPMC-0240

___ QUALITY ASSURANCE - N ON-CONFORMANCE REPORT

~Type of problem:

" Welding - 4 Concrete [] Other * et 5 Sl a o
Welding [ ‘Curing - '[J Procedural [J BridgeNo: 34-0006 -
- -__.=Joi§1t._ﬁ_t'.up,v'.D»":_’Coating'. O Other O Component: OBG_ Crossbeam CB1 "7
. Procedural 4 Procedural [] Description: ~ R AL DL R o
Reference Description: Critical Weld Repair Performed Without the Engineer's Approval, CBT -
Description of Non-Conformance: 5 S B SR B Tl i o
'.Caltréﬁs_ Qualivty,As'su;anéé‘ (QA) »'Inspec:té‘r_'obvserv'ed that the Cbntrac_tor has performed -bésé.rrie:talb'repair ofa T
- linear indication without an'»approved répair procedure. The Complete Joint Penetration (C.TP) weld o
(SP215-001-048, Crossbeam CB1) in the area of this repair has previ
for two toe indications discovered visually on 5/6/09 and two additio
(QC) Ultrasonic Testing (UT) technicians rejected the repaired area

Engineer after the work had already been performed.

ously been repaired three times; one time
nal times after ZPMC Quality Control
of the weld. A CWR was provided to the

. TL-15Quality Assurance - !\"on—Co)gﬁmnance Repart
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v _repaxr of major or delayed cracks,” -
' Who discovered the problem: Steve Hall

Mmm ﬂ:ﬁs
dk,phraﬁm‘

7.5mm deep .~

'..f'fAPpllcable reference' SE : S :
; 'AWS DI.5 (2002) Paragraph 3. 7 4:. Pr101 approva of the

: Name of mdlvndual from Contractor notified: Noe Pasiola
. Tnme and method of notnficatlon" 5/12/09; 17:00, Email
e Name of Caltrans Engmeer notified: - Ching Chao Stanley Ku :
' Time and method of nonﬁcatlom' 5/ 13/09, 18: OO Email
- QC Inspector sName:  Shen Xuejun
Was QC Inspector aware of the problem: Yes [] No
Contractor's proposal to correct the problem:

CommentS'

This report is for’ the purpose of detemmmg conformance with the contract documents and is.not for the

’purpose of making repair or fit for purpose recommendations. Should you require recommendations

concermng repalrs or remedlal efforts please contact Eric Tsang +(86) 1500..042.23_72, who represents the
: Ofﬁce of Strucmra] Mateuals for your pro_}ect W ' : :

Engmeer shall be obtamed for repalrs to base metal

 Inspected By-:.’ »"Guést;Skyler, ] : e S SRS

Reviewed By: ~ W ahbeh,Mazen SMR .

2. TL-15.Quality Assurance -- Non-Conformance Report
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,. 3% @ }g % 3& 1% ax;& .:. Rev No.:
: ; Gntacal Welcimg Repair Report (CWR} N
:»ﬁﬁﬁ%%§ , BAEE ;

o

 04-0120F4

: | sromm | ‘DrawingNo:| Re‘pr_sﬁwﬁ-:;’;- “WR“B

—WiEm [ 0BG CRUSS | WOTWEEY [

C Projet Nap- [ EPIBTRT T T e e

i—?—“%@tﬁééfﬁﬁa;

: 4 ' ‘af" "»_'.\_x
Descriptmn of Weidmg Duscont!nuxty

A A BeRe ﬂmd\ _
A Rejectabie md:caﬂon was found by Ultrasomc !nspect;on for ‘a SE-G@MD repai.
(TS W B SP215-001-048 : ; e :

A3 Wefdgr‘,ID NO(E T5 %), 216867 o F‘OSlimn ({jﬂ) 4G

T

125"5.11 (Inspecmr) Ma Jﬂ::lé =8 (Date) 2_069.05..41 :

*?%L%Lﬁﬁ‘:{:f@ :
Draft ‘of Welding- Dnscontmmty

Al ; X i e

Bily

5p

WELD NUMBER: SP215-001=048

:;?ﬁnmmwmm as Mt‘o"
DEPARTMENT
e

Imﬁé l%f’\) ' ?1‘/‘7 ﬁ




°¥&ﬁﬁmﬁM[&#&t;4ﬂﬁmmm&ﬁ%%-

2 ;i'!ndxcanons not bemg comp!eiely remcved

_ ﬁanu, QC&ﬁﬁfﬂz}\E’%ﬂiﬂ?%ﬁ@lﬁha 4~J‘u=, e
lhe welder was not nbservanl durmg the ffrst backgougmg operaho

“,wumghpme“‘

2 QC dxd not vem‘y the md;catmns had been removed pnor 10 re weldmg

ERATA (Foreman: m‘”‘?  Empm . guct

na

.cosrr‘x;m;vwsn.w_'

10.
11;

e _DlspDSItlon : ‘ o
{mﬂnj;ﬁi,;ﬂ”qu QCIﬂLeader cwuz- {rIfLi?a'm‘aff %’a‘f‘zﬂprﬂu, a‘n?:}fﬂr’hwr

CPEEERN, QCad HALICWR, B ‘f’ul:M ST
ﬁmwmw,quwmwm&JwWL : '
: i}\AnD/rff’?B’nflU:‘HﬂE Bl ke Hﬁ"

ET

HER— ERE R 5, ﬁw%mmmmmﬁww;f

A GBI T T
- RAMTHIVT R 7 B R Ra 52 %%ﬁ#ﬂ‘?

BEAMBEE RS EIEAB WP ST
BEE VT MT, UT%"%W}‘—JJ!(
HIRLT I 5404 TSE'PETL??

- ARIEMAENTZE (] G AR 4

QC. and'a Lead cwWi shall be present and monilor - all gouging; grinding -and weldlng-operaiions dtm‘ng

this repair.

QC shall have a copy of the CWR available toensure the repair is. per the szposmon requ:re‘ﬂenls
- i gouging is perfarmed, preheat per ike repair WPS' minimum requnremenls

Gouge and/or grind to remove all the defects from'ihe Face A. ~

‘Prepare the repair joint according fo the relevant repair WPS

Grind area smooth 1o a shiny finish. -
Perform VT and MT to ensure the defecls: have been removed.

Preheat and weld according to the relevant repair WPS
Perform VT, MT and UT 1o the repair areas,

Grind lhe weld flush with the adjacenl weld.

Check the weld according to the workmg drawings.

I B

Technical Engineer: {\/ . ]wzfoﬁ Approved By:

This dcuﬁnentis F”RO’S:’EQ
DEPARTME PG!O?' 73(}?\'!

4[ / | B3
[]V7 bmfitten Date: ai_ LI
y%y henlbtn

#R?B?'—QCP 800
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Crmcal Welchng Repalr Report (CWR) 2

Correctxve Action to Prevent Re—occurrence '

U1 B, Qe FVTANTHA DT B2 %r?
2 SRR SRR, BT Mwﬂ

3. OCIE SRR g M i,

sﬁﬁitl%‘-‘ﬁla{f‘» i, EEMQCHTARE ﬁFfﬂli?

'.h

.. GC lo instrict the welder fhat ilis ‘his ‘respoiisibi
: QC to insirucl the grmder all defecls

mw—i

-CL

?Fﬁlﬁl A (Foreman)

.. QC o verify VT and MT has been pﬂrformed and all the defects have been remov

A (Date):

| weEE | oeer | mEms
Name: . deic DrawmgNo i RepartNo e
| contract No. i e ‘0BG CROSS | worgsas | oo ]
- Contract No.: : Cofmgme : , e e
- Con _ ‘ apER | NDTHEEE
el i e o Tiem: Names BEAMS | NDT ReportNo: |- 17
GEES | SRS iy A R :
Project‘ No.:- L
UE= o

ed pnor lo 1ha repalr ’

lily to. produce sound \/elds and perrorm mterpass cleamng
shaH bea removed, Sl : :
Grealer QC ‘presgnce- dunng crmcal Wefdmg operahons

Hu, Yu P—M

WP5-345- SMAW—1G(
L “1F)-FCM-Repalr
R A | WPS-345-FCAW-1G(1
S B MNPSE S

o7, el
! 5 i

| Before Welding:

" | Preheat Temperature
3 Bgfmje.Weidjhg;

| F)-FCM-Repair - Iﬁm
't Repdir WPS No.: ‘WPS5-345-SMAW-4G( ‘Techriologlst: . \
4F)-FCM-Repair dj’ el
WPS-345-FCAW-4G (4
. F)-FCM-Repalr 3 ;
BE (B wEBAL R B R B
Preheat Temperature =% L"OC’ Description / 5
Before Gouging: bl ‘of Discontinuity: 4 ﬂ%
N~
Inspection

BB A i | musk pr
Max. Depth of Gouge: /O | Total Length of Gouge: Z:},X '
BT whwfmm'uﬁgéﬁ“' T | meaE P

; . Welding FIAW A", ] ; .
Welder: D.]\é [,7 Typer - 7 /(/ \A . .F_'o_s_l‘tior‘]‘,‘v 46‘7
kAt B E o | BEaE
Curreht‘ | k Voltage: }Q'Y{ Speed: /) 5
E%Fﬁﬁ

. Inspection After Repair .
SoRE Cad . | RBE 9 bt | B oM R
VT Resuit: 'Pf(’/{“ Inspector: 7".7 ‘J] f/ Date: )Oogf‘ o_f\}/
NDTH# | Uf. BEHR B # ' -
NDT Result: ’A (/(/ NDT Person WM Date: 2@7\ éj:/@
. : / y
Witness/Review:
%E v ) < I
Remark : ' )J aﬂfp {&;A{M’}/ﬁbwt Vi, e
' ]

-~ #R787-QCP-900
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_REF@R’E @P EJLTRASGNEC EXAIV ENATEGN ,
| UTHprs

2009 0516 pAGE

: .B"87 UT'6536R2 , DATE 3 -Réyis%i.oh'ﬂéf'::o _'_. s

SN CONTRACTOR :

R e DRAWING NO 2 o W CALTRANS CONTRACTNO 04-01an4
OBG CROSS BEAMS S __cB_1 S pis
Tl w:zz* L R e T ok
-—REFERENGLN&G@BE—:»— m%————ﬁeeEPJANc—ESMNBAR%%%——PReeEBHRENGﬁ%
Awsms-zooz . |AwsD1S52002Table63) . |zPQc UT-01 R R R T B
~ [wELDING PROCESS ﬁﬁ‘cﬁ& RUE JOINTTYPEE%MJ Tt CALIBRATION DUE DATE&%&E%&&%
ol T e e T-JO!N'I Gl b g et g i Al
QUIPMENT B MANUFACTURER%ﬂu‘ﬁ"ﬁ -~ |MopEL NO. #“t:zﬁa—:— | [SERIALNO.FFIHS
| G s oo |o71565311, 061488540,
UTSCOPE i PANAMETR!CS R :F'DCH-4B e ostassit, orosennt,
~ |cAuBRATION BLocxﬁw& ; COUPLANT%%?U R MATERIALITHICKNESS ﬁﬂ}% :
o lAws IIWBLOCKTYPE Lo GG T T AT asT2X " “4422mm
MANUFACTURER | ~ ANGLE | FREQUENCY |  SIZE  |MANUFACTURER| ANGLE | FREQUENCY | SIZE
FHER . RE | HE R0 ) el | AE- | BE | IR
Changehao | 70° | 28MHz | 18x18mm- : s e it LA
: Changchao 1 d? ek ZSMHz " 20mm Referenée Level ?%iﬁﬁ g e : 20dB' »
Base metal inspected per AWS D1.5-2002 Section 6. 19 5 0° UT OK.
DECIBELS4 I DISCONTINUITY TREE4EH: g
5 " 'R'
WELD 2 = 5 ~1s |8 I8 _|s E 1
z 12w |9 |8 Esloslzale® LOCATION OF DISCONTINUITY I R
. ou | = wiE| ¥ 8353288 e T
- IDENTIFICATION | 16 wel=glT g (ol R R ELLIE (mm) ST SRR
gl 118 == = —~ - B
FE £ = 3 e [J]
E%ﬁﬁﬁ? g E - : Sound' | ‘Depthfrom | i Pl .
: g = Length § B From'X'| From"Y o
a b c d A Path Surface x| Y o
PR | mxEEE e
sP215:001-048 | 1Rz | 70 | R By A L AcC. | 100%
x AFTER B-CWR509
BLANK
| EXAMINED BYZE# REVIEWED BY ## '
. % : of o g
' NoBte) /so‘? ,( /(g MWWVJ-A_%@&/!
LEVEL-1l SIGN / DATE -  ° ~ JLEVEL-1 SIG\( I DATE
' RELE / QCM ' FIf"CUSTOMER =
7 & —/_-/Q/\
%5 SIGN / F#i DATE ﬁ@g - % B siGN/ B DATE

(FORM# ZPQC- UTD1) .



%@E%ﬁ@ﬁéﬁW

e L T e IR emeas |
s R BT ltem Name: g4 | ReportNo.of NDT [ B787-MT-10881-
HEan | e S e R |
Pro;ect No i P e g )
ﬁ%w&ﬁsmm
_ _Descnptlon of Weldmg Dlscontmmty : :
| #EnisP215H 007- 048I, hm-urr]*{u, l\)):’lﬁmm ke
-"WeideriD No.' (BIL%S):216667 “Position: ({jﬁ)
i ‘We found one transverse crack m SP215 001-048.

R R (Inspector) : Cai_Xinxin £ ".IE}%EJ"(‘Date) v:."200v9'~0_57-'1‘»2', oy

RERBUERER:
Draft of vWeIding Discontinuity:

Tms documant is APPROVED

State of Cﬁ
DEPARTMENT OF NSPQ T; no
- Pursuant i Snw RJTION,

g
Inita) pe“ﬁca i

Date; 5,7/30/57

10




_ mﬁ&rmém+waﬁmArﬁu%rw,
m%mu W, BRI,

$ﬂﬁ’lﬁ)\ (Foreman) 4(& V“:’J\D‘? Elj{ﬁ (Date): o 0)35 1 ’ :

| tEEL
Dnsposmon :

1O RE B, QCE’JM%F‘?%E B
'-2 ‘QCiEFEE, B3R AIE IR 4 H‘f*ﬁ%ﬂtrm:iﬂ
SRATEM AL ERA L
4. fL%’r—‘/l‘IEIDM'JE'EJUI’JJ&, B k3 ngﬂum r*wr's
; ,5.-.VTmMTﬁ@wa\:U»EJa&ﬁ%2’3(
| BEMEMEEEET SR
7..méiwm1,1i“71’d~-ir-1ooc .
B.W#L(L,ﬁﬁﬁ{f’*?lI_fﬂﬁ-ﬂmﬁ‘ﬁ“d\?ﬂ'cmmm,
9. H i3 K 478 58 MAHsSETER
10, X3 K ISMVTSMTR R ,

1..QC shall be present and direct all gnndrng and- welding operations dunng thrs reparr
3 QC: shall direct the repair to ensure the repair is per the dlspusrtlon requrrements
3. Remove the crack by means of grinding :
'4-.'Prepare excavation according to the approved repair. WF'S

5. Verify with VT and MT repair areas are crack free. )

6. Preheat and weld according to the approved repair WPS.

7. Preheat prior to welding to a minimum temperature of 100°C

8. The preheat area shall be a minimum of 150mm in all directions around the reparr area.
9. Grind the. repaired-area flush wilh base metal or the adjacent weld. ;

10 Perform VT and MT of the repalr areas.

I-Fe . B A - B
Technical Engineer: '/\)M’)*Mf“’% Approved By: [L{']][L 4/7,7/;1 ,

~ Date: u;-aj-/ L
%‘7/ 4 /"t”—né}‘)l’l.

This documem is APPRDVED

eof G
DFPARTMENT S|
adlecil CF TRAN PORTAT!DN
Standard Speaﬁca

Initiz] A Data: 57/&/7

‘#R787-QCP-800



: C°"t"a°t Noz |- m?_"@:" | EtEm Cﬁiﬂsﬁéﬁ? 1C NDT%EJ;% B -é}é%mf-ms’mi A
_:Eﬁﬁé’;‘a%’- : -‘—_ lrterm.i_Néme_:‘.. i e Reporl Noof NDT' -1 ik
v Projecf No.: ; 4P06—787 SEE
YCOI‘I‘ECtIVE Actlon to Prevent. Re»occurrence B e
s, QUAAA RTH, Bhirk mé%ﬁa‘:i‘%

QPW%ﬁaﬁfl &mﬁfﬁi,%mmﬁlﬂkﬁ

1. QC shall venfy suﬁ’cnent preheat has been apphed to remove mmsture, pﬁdr fo wéldahg

-2. |ram and educate gnnder to rmprove gnnder quallty to’ ensure EVECUDD trans:ls smoothly :
EhﬁﬁA(%mmm /ﬁ‘ﬂlbw?’ ._mama¢ e ﬁaf
\WPS-SMAW-345-1G - ey !
ey, BEIL, T Tamy
N smuwpsas WPS- FCAW-.’Mo -16( I?:Ei» R e e ./\J,u va
Repair WPS No.: 1F):Ropats: :|:Technologist: S
S R i WPS-SMAW-345.4G | gist: ' of et ¥
e (4F)-Repair ) }
BE (RU) frmaEeg : B B
Preheat Temperature » Description K
Before Gouging: '&””ﬁJ of Discontinuity: : : o C{'\(M/ \
e I EwnEnE B 72 5 B #4481 il
Inspection . ¢ : Preheat Temperature : i
‘Before Welding: o | Before Welding: L
5B 5% B : B« _ o e
Max. Depth of Gouge: | 7);;,%_ - | Total Length of Gouge: - 30 mm
 Welder: 2/5{{7 , Type: | SMAW | Positien: | %é ;
| BEmm mEwE | o immEE |
Current: Ay Voltage: SO 1 § " | Speed: » 3
BYERE
Inspection After Repair:
Nh@mnE | : B R ' E-R '
VT Result: AM’ ' ‘!ns'pector'; ' W}(/ Date: . j,d97 of. /X
NDTHE® | | w4 B | . B M e
NDT»ResuIt: T A | NDT Person: J__@{», Ko in Date:r - ”aﬁ-of‘]g
JE - . ' '
| Witness/Review:
&

Remark : W MWWQ« 25/2 5 //{ .

#R787-QCP-800
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REPORT*OF*MAGNETIC PARTICLE EXAMINATION_
L R :”'m_ ;m%ﬁmwm
. REF’ORT N° ?ﬁ*ﬁ% 3787-MT-10681R1 S DATEB;&% 2009 05'18 : PAGE OFﬁE% 1/1 ' Ré'g_zi;e,iongw"c;_;-';b”f"'”- i 0
PROJECT NO.. e VCDNTRACTOR ;
drEas: R -
DRAWING NO : - 2 CALTRANS CQNTRACT NO ’
; _ : ; : '--_04~0120F4 ;
iEe i OBG cRoss BEAM e m}Hlﬁﬁ% A
REFERENCING CDDE FER ACCEPTANCE STANDARD:’;_- [PROCEDURE NO _'CALIBRATION DUE DATE
T e | erse {smEr s
Aws D1.5-2002 - - |AWS D1.5-2002  |zracwT-01  |Dec. 28°7 ;2009 _
EQUIPMENT %% T MANUFACTURER*‘JI%E ~ [MODEL No. #ﬁﬁ% ~ |SERIALNO. E&RS
- IMTYOKE . - |PARKER e -1 5395 5617 5620
MAGNETIZING METHOD_ v .'_-Contmuous magnetlc yoke chRgNT o e
men " CmmREmE o lam T AC
{PARTICLETYPE - - :Dry magnet powder |YOKE SPACING_ S "76“"15'6‘::' S
BB Rk s el e e s R e
MATERIALTOBE -~ " {WELDING ﬁ&# iy Materlal&thlckness : S ATOOM-B348T2X - -5 i T
EXAMINED - _D_CA”STING%’FF, SR e EE. : el A
BEEE O FORGING 4% : 14/22 mm
[WELDING PROCESS. TR T TYPEOFJOINT G A L
v SMAW - s - T-JOINT
WELD LD DISCONTNUTYAStE —1 - ACCEPT REJ.I.ECTv.‘ ST o
D. == : : i . | REMARKS. -
e INDIGATION. TYee AL e Rt o)
 SP215:001-048 CARYLL - +ACE:
BLANK
 [EXAMINED BYEHR REVIEWED BY 55
1Cat >(7n>(ir\ ///\ZVH\W/\
LEVEL-Il SIGN%&#% | DATEHH LEVEL-I SIGN | DATEA#H ¢ f 7/
‘67 AC /% v . L oS5
RELZH / QCM ‘ [ cusToMER ;
%< SIGN/ B DATE - 6—7535 e N=Y4 % SIGN | B DATE

(FORM# ZPQC-MTO1)




American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV¥

Bridge F L U O R _ PO, BOY 23223 Dakland, CAQ4623

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

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

T CALTRANS - SAS SuperstructLre Datett 16-0ct-2009

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

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

R esident Enginser Documnent Ho: ABF HPRO00235 Rev: 03
Ref 05,03 05-000231

Subject: NCR Mo, ZPRC-0240

Contractor's Proposed Resolution:

Refaence Resolutione P er Caltrans comments to ABF MPRED00235R02 the UT report for the 4th time repair iz attachedtothiz MPR.
ZPMC requests dosure ofthis MCR.

FPer Caltranz comments to ABF NPRO00235R02, the UT repott for the 4th time repair iz attached to thizMPR. Al other suppoting
documn ertaion was submitt ed with ABF-MP R-000245R02. 7P MC requests closure of this MCR.

Subrmitted by
Attachmentie): ABF-MPR-000235R03;

Caltrans" comiments: Status: CLO
Dates 05 ow2009

The attached UT repot no. BYSY4ITBS3E-1, dated 5-19-09, wasz determined to be far the repair done for COWRSO2R1 on 5-18-03 instead of
CWRES02Z az shown an the report ater resiesndng G4 Data baze and discussing with 2ABF's engineer. CT ME TS inspedar confimmed the
acceptance ofthe find weld repair dated 81309, 88F will upload the afoemertionsed UT repott onthe data basze.

Submitted byz Chao, Ching Date: 05-Mow-2009
Attachment(s):

Fope Iafi



ZBPMC
— No. B-481

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-10-16
REGARDING: NCR-000266 (ZPMC-0240)

With this I etter o fr esponse, ZPMC requests closure for C altrans NCR-000266
(ZPMC-0240). Per the comments of NPR, we are providing the final UT report after the crack
weld repair that can prove the weld have been accepted by NDT inspection.

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000266 (ZPMC-0240).

Please reference attached document for acceptance and closure the NCR-000266
(ZPMC-0240).

ATTACHMENT:
NCR-000266 (ZPMC-0240)
The final UT report
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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, P.R. China Report No: NCS-000354
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  30-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0240

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:  12-May-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed that the Contractor has performed base metal repair of a
linear indication without an approved repair procedure. The Complete Joint Penetration (CJP) weld
(SP215-001-048, Crossheam CBL1) in the area of thisrepair has previously been repaired three times; onetime
for two toe indications discovered visually on 5/6/09 and two additional times after ZPMC Quality Control
(QC) Ultrasonic Testing (UT) technicians rejected the repaired area of theweld. A CWR was provided to the
Engineer after the work had already been performed.

Contractor's proposal to correct the problem:

Perform required repair and NDT.

Corrective action taken:

ZPMC has performed the required repair and submitted the required documentation verifying that the welds are
in conformance with Contract requirements.

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 Jim Simonis, who represents the Office of Structural
Materials for your project.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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