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-000326
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 16-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0300

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: OBG Segment 6CE

Procedural [ Procedural [J Description:

Reference Description: Missed UT Indications by QC, Welds SEG032D-007 and SEG033B-020, Segment
6CE

Description of Non-Conformance:

During random verification ultrasonic testing (UT) of longitudinal diaphragm to floor beam weld

SEG032D-007 and side panel to bottom panel weld SEG033B-020, Caltrans Quality Assurance (QA) Inspector

discovered two (2) rejectable indications measuring 90mm and 20mm in length respectively. These welds have

been previoudly tested, rejected, and the repairs accepted, by ZPMC Quality Control (UT) Technicians.

Weld No. s"Ec;032D-‘0074,\ "n{?‘.

Rejected area (90_

Applicablereference:

Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D15 (02) Table 6.3
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Who discovered the problem:  Rodney Patterson

Name of individual from Contractor notified: Mankit Lee
Time and method of notification: 06/16/09, 10:00, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 06/19/09, 9:00, Verbal

QC Ingpector's Name: Wang Lu

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 Skyler Guest, (86) 1500-042-2360, who represents the
Office of Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

N7 TL-15Quality 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: 22-Jun-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: 05.03.06-000290
Subject: NCR No. ZPMC-0300

Reference Description:  Missed UT Indications by QC, Welds SEG032D-007 and SEG033B-020, Segment 6CE

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: OBG Lift: 06
Remarks:
During random verification ultrasonic testing (UT) of longitudinal diaphragm to floor beam weld SEG032D-007 and side panel to
bottom panel weld SEG033B-020, Caltrans Quality Assurance (QA) Inspector discovered two (2) rejectable indications measuring
90mm and 20mm in length respectively. These welds have been previously tested, rejected, and the repairs accepted, by ZPMC Quality
Control (UT) Technicians.
See attached NCR No. ZPMC-300 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified recurring non-conformance which constitutes a systematic problem on both
material s'workmanship and quality control issues to remedy the defected work and with revised procedures to prevent future
occurrences. A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0300

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

ol " 05.03.06-000290,NCT
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 24-Aug-2009

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000314 Rev: 00
Ref: 05.03.06-000290

Subject:  NCR No. ZPMC-0300

Contractor's Proposed Resolution:

Reference Resolution: ABF has notified ZPMC of the missed MT indications and ZPMC has completed the necessary repairs. ABF is
also conducting an investigation of why ZPMC is experiencing cracking of welds.

ABF has notified ZPMC of the missed MT indications and ZPMC has completed the necessary repairs. ABF has taken action by hiring several
MT technicians to perform overchecks of several types of welds due to the amount of missed indications. ABF is also conducting an
investigation of why ZPMC is experiencing cracking of welds. This investigation is being performed by both onsite ABF personnel as well as
welding experts hired by ABF for this purpose. Recently CT has brought in their own welding consultant to discuss ABF findings and
preventive actions. Preventive actions such as increased preheats have been discussed with ZPMC. When the investigation is completed,
ABF will submit the findings to ZPMC and CT. ABF will continue to perform overchecks until we are sure this issue is corrected and preventive
actions are implemented. ZPMC will submit the repair documents at a later date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000314R00

Caltrans' comments: Status: AAP
Date: 31-Aug-2009

The response is acceptable, but the Non-Conformance is not closed. Non-Conformance ZPMC-300 was issued for QC missing indications
during Ultrasonic Testing (UT), not MT as mentioned above.

Please provide documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0300 at that time.

Submitted by:  Wright, Doug Date: 31-Aug-2009

Attachment(s):

‘R}'I Page 1 of 1



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 03-Mar-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000314 Rev: 01
Ref: 05.03.06-000290

Subject:  NCR No. ZPMC-0300

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indications present and retested the welds for acceptability. Attached is
documentation showing the welds are sounds. Based on that ZPMC requests closure of this NCR.

ZPMC has repaired the missed indications present and retested the welds for acceptability. Attached is documentation showing the welds are
sounds. Based on that ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000314R01,;

Caltrans' comments: Status: CLO
Date: 07-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 07-Mar-2010
Attachment(s):
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@ No. B-633
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-3
REGARDING: NCR-000326 (ZPMC-0300)

With this letter of response, ZPMC requests closure of CT NCR-000326 (ZPMC-0300)what
mentioned that CT inspector discovered missed UT indication by QC.

- ZPMC internal NCR was issued to warn this problem.

- Attached documentations show this missed indication in SEG032D-007 has been fixed
and accepted finally.

- Another indicationbwas confirmed to be in SEG032B-020 instead of SEG033B-020.
And it was removecﬁlight grinding on weld’s surface.

- The Punch List item 230 what mentioning this NCR has been confirmed and closed by
CT inspector.

- The related Green Tag 11171 & 11169 has been singed by three parites.

Based on the taken actions and attached documentations, ZPMC requests closure of this

NCR.

ATTACHMENT:
NCR-000326 (ZPMC-0300)
NCR-B-200(ZPMC-0300)
B-WR4475

B787-UT-7129 R1

3z [0



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

ltrans Tel: 021-56B56666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 22-Jun-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: 05.03.06-000290
Subject: NCR No. ZPMC-0300

Reference Description:  Missed UT Indications by QC, Welds SEG032D-007 and SEG033B-020, Segment 6CE

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
[] Material or Workmanship not in conformance with contract documents.
] Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During random verification ultrasonic testing (UT) of longitudinal diaphragm to floor beam weld SEG032D-007 and side panel to
bottom panel weld SEG033B-020, Caltrans Quality Assurance (QA) Inspector discovered two (2) rejectable indications measuring
90mm and 20mm in length respectively. These welds have been previously tested, rejected, and the repairs accepted, by ZPMC Quality
Control (UT) Technicians.
Sec attached NCR No. ZPMC-300 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a systematic problem on both
materials/workmanship and quality control issues to remedy the defected work and with revised procedures to prevent future

occurrences. A response for the resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0300

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

.h/ 05.03.06-000290,NCT Page I of |



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 -

630 Walnut Ave.St. 150 ’ Cty: SF/ALARte: 80 PM: 13.2/13.9

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000326
Prime Contractor: American Bridge/Fluor Enterprises, a IV Date: 16-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0300

Type of problem:

Welding [1 Conerete [0 Other
Welding J Curing [J Procedural Bridge No: 34-0006
Joint fit-up [] Coating  [J Other [J  Component: OBG Segment 6CE

Procedural [] Procedural [J Description: .

Reference Description: Missed UT Indications by QC, Welds SEG032D-007 and SEG033B-020, Segment
6CE

Description of Non-Conformance:

During random verification ultrasonic testing (UT) of longitudinal diaphragm to floor beam weld

SEG032D-007 and side panel to bottom panel weld SEG033B-020, Caltrans Quality Assurance (QA) Inspector

discovered two (2) rejectable indications measuring 90mm and 20mm in length respectively. These welds have

been previously tested, rejected, and the repairs accepted, by ZPMC Quality Control (UT) Technicians.

yis

Weld No.5EG0 32 D-007 o
. i L.-’-\

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform

to the requirements of the contract documents.”

AWS D1.5 (02) Table 6.3

ﬁ;i TL-15,Quality Assurance -- Non-Conformance Report ' Page 1 of 2



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

Who discovered the problem:  Rodney Patterson

Name of individual from Contractor notified: Mankit Lee
Time and method of notification: 06/ 16/09, 10:00, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 06/ 19/09, 9:00, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: L] Yes[4 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 Skyler Guest, (86) 1500-042-2360, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

‘}’2" TL-15,Quality Assurance -- Non-Conformance Report Page2of 2



(ZBMC

Nonconformance Report

measuring 90mm and 20mm in length respectively.
the repairs accepted, by ZPMC QC Technicians.
TEXT T 5 BIBRIR 4% SEG032D-007 LI f i

SR E
Project Name: S.F.0.B.B NCR Number:
Ti H &5k 5% [ P 5 A NCR %i %5 NCR-B-200
(NCR-000326) ZPINL-2 00
Ttem: Missed UT Indications Item Number: Drawing: 1
BRGIE: UT R HS: NA ElS: 6CE
Location: Outside Date:
f'E: 5037 H 33 2009-06-30
Description of Nonconformance:
P& TR Ak

During random verification UT of longitudinal diaphragm to floor beam weld SEG032D-007 and side
panel to bottom panel weld SEG033B- 020, Caltrans inspector discovered two rejectable indications

B AR ARG, K 43512 90mm H 20mm.

These welds have been previously tested, rejected, and

AR 55 RAR SR 4% SEG033B-020 [{BAAL UT R,
KEERLE L ZPMC UT A R fEl. &

Verified by QCI/FTR: i A ;

BHERESZAK.
SERE: IFEFEY 83 “4a7H oc, REAEPREERT IR SR ISR, IHRME R RS S A

SR E SR

Work By l_ﬂ\_ﬁ W\ﬂ—~ Prepared by: 1 Reviewed by QCE:

T e 2 30,5 ] f‘il'%'i:frﬁtx‘ﬁ o

1 Dr'nwmgsk'?llbr' 6 Material Defect abrication Error Otlm
B 40h 1R R RS R FoAth S R
Disposition: O Useasis [0 Repair [0 Reject
Ok EIE| R1E FIELY
Recommendation:
il
@’% z’% $E6013R ~020 MM
Prepared by: C/-\\ L—& Approved by QCA:
e 2910 7} ,‘93’ 2T
Reason for Nonconformance:
AFFERRA:
bow 19
S S52bE7
VTR 7/ T - (’_‘k C_ﬂ\ i)
WQW% Approved byt #E: vt SG>3 js
Technical Justification for Use-As-Is/Repair:  [J Attachment [1 Non-attachment
(51 P 38 s 1T R A
Bt To b

Reviewed /it#k:
Verification: 1 Acceptable O  Unacceptable
TiiA: CIE: 553 A%

Reviewed by QCA/TH 4874

#R787-QCP-1300



E_ETE jk% -% j& 'ﬂ% *& % &4 Rev. No.
v Welding Repair Report 0

I B &% 3 E AR KA B 5 REHT
SEG032D BVRbATE
Project Name SFOBB Drawing No Report No.
aRAE
Contract No.: bl #F 44k | OBG PLATE PANEL| NDT4R % %2
H 5 ltems Name SPLICE Report No.of NDT |  B787-UT-7129
A ZP08-787
Project No.:
Pt PR

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum

allowance aggregate length.

(UTRGRAMGRAREA TR AT KE. ) SEGO032D-007

02. 0/{)- lg

2R (Inspector) j\ﬁ{ mvﬁ%if B Ji(Date) : _06.06.18

BALAGE R 7 R B -

Draft of welding discontinuity:

25

BB

an

Al

1520
]
o

Bili

WELD NUMBER: SEG0O32D—007




FERE:
Caused:

U 5 B S
1. Did not clear the weld pass completely in time.

# I8 f ft A(Foreman): L}AA ﬁm‘ﬂ' H #i(Date): :97.05, 29

HEER
Disposition :
MBFEEE BRI BEE — M) (D<1/2T, DIaEEE, THIRE) R FH T BT I8 14 77 5 o AR e e
SRBERZRTENE (WPS) & EMMELTS, B,

HRETHELTZEET, TR BTSSR B PR T 0 S I T AT S5 3
RS Fh BT VTR M RAE G 52 A T s

S BT HE B 5B R AR R 44T

RAEREHERZE E E 4t T g,

Qg R W N

1. Gouge or grind from nearer side from metal edge (D<1/2T, “D” is depth of defects, “T”
is thickness of metal) to remove all defects:

2. Follow repair WPS for joint preparation, preheat, and weld deposit;

3. It is necessary to grind the above repair root welding cleaning and flush with the adjacence
weld before go to next working procedure if the repair area need to be repaired by multiple
pass.

4. Verify with VT no defects remain in the weld joint prior to welding;
5. Grind the repaired area flush with base metal or the adjacent weld;

6. Check the welds according to the working drawings.

T % Now([® ]ﬂﬁ Wi E1
Technical engineer Approved by Date
07,0{7.)/0

#R787-QCP-900




(ZPMC)

ﬁla:

BEREBERE

RZ Rev. No,

Welding Repair Report 0 t
T 7R EdEabudely o A5 SEG032D 55 el
Project Name SFOBR Drawing No Report No,
=R
T 04-0120F4 H4 44k | OBG PLATE PANEL NDTH 4 %% B9 vy
TE %5 ltems Name SPLICE Report No.of NDT | B787-UT-7129
e ZP06-787
Project No.:

2 F 4855

1

Correction action to

LM%E&%EE@WE

prevent re occurrence:
E—Eﬂ

Z 18] it fr A(Foreman

. Improve monitoring of welding and interpass cleaning.

): L‘Wﬁ“”""(i/ B (Date): ojf of >0

ZREBWPSH 2
Repair WPS Nao.

before gouging

Inspection
before welding

; i Sy
B/ AE (@) Bl v iE
Preheat temperature

WPS-345-SMAW-1
G(‘lF)-FCM-Repair
WPS-345-FCAW-1

'R
G(1F)-FCM-Repair technologist |
-1 0??’36' #
WPS-345-SMAW-4
G(4F)-FCM-Repair
R {55 89 5t g
] Description '
/V/Q of discontinuity T e
zon =1 8] Ganmae
2B T #0E B
‘ Preheat temperature "
4( v before welding- /14 )

i Tefers

| Remark :

Iy hnm Total len 186 pam
1o g e T 12 8 fr I i e —— (1
welding type SM g w/ position ‘L[‘@
B BEGRE R
Current / 67 Voltage | Speed 9 é
BEEHE
Inspection After re airing:
BER . Ao 01 I 2 |
St & inspector L Date 07- > 6. }
VT result A’Of/ I o)
NDTHR ' RER =~ 7 T TEE g Z
NDT result /52 ;’ NDT person ,‘ /7{%)7/') V=" | Date - . . 'z,ﬁ/
JRAE : ‘ — /
Witnesiseview:
&

#R787-QCP-g00



UTHRG R &5

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #l#5#% B787-UT-7129 DATE 2009.0618  page 1 OF 1 Revision No: 0
PROJECT NO. : T#24i % ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: OBG PLATE PANEL [PRAWING NO.: SEGossp  |CALTRANS CONTRACT NO.: 04-0120F4

s SFLIGE b & S TR

REFERENCING CODE 413

AWS D1.5-2002

ACCEPTANCE STANDARD # 2 #7:7k:

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. ff54582
ZPQC-UT-01

WELDING PROCESS #ifi i

JOINT TYPE #7270

CALIBRATION DUE DATE {¥ 4% Kz i 5 3¢ 0]

FCAW CORNER JOINT Dec. 28°T 20090
EQUIPMENT # 4 MANUFACTURER i 5 MODEL NO. #3434 SERIAL NO. F5ids &
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT #2571 MATERIAL/THICKNESS ¥ pE
AWS IIW BLOCK TYPE |] C.M.C A709M-345T2-XJA709M-345F2-X 14/25/30 mm
TRANSDUCER 3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
Hili 7y FlE e Rt i i FEE i s
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Leve| #:% 3 iffF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4} 1M DISCONTINUITY Aiiaiit: 5
. m ‘a “ar
WELD 2 ] o o 5_3_5..55, = 3
Zol28 (2| B BelsfE 582 LOCATION OF DISCONTINUITY > &
O 1 Z2|vE| < B2 53|1238|83% s m 58
IDENTIFICATION | E ik [ = 8 | 5 Z|C g gz e SESAL T (mm) 25 | #
=1 = £ — = =
SFIBE(E®| o by £x | E
PUENR IR R o o | b= 12
= = B | ound | Weptuiom fio ol o) B
a b c d i Path Surface Hix gy a
R e | mame | R ; a
SEG032D-007 1 70 A 114032 6 | +2 20 100 15-20 0 25 REJ. | 100%
BLANK

EXAMINED BY

____Suwei 5’/ WF/"U

LEVEL -1l SIGN / DATE

07_,-.@.1,?

REVIEWED BY #i#
WU/ thaw 0,7- °b 18

LEVEL -l SIGN /

DATE

T3 / QoM

#5* SIGN / F IJi DATE

M CUSTOMER

%5 SIGN/ F ] DATE

(FORM# ZPQC-UT01)




(ZPMc

UTHRGIRE

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. R&4E B787-UT-7129R1 DATE 2009.06.28 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : TS5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL PRAWING NO.: — CALTRANS CONTRACT NO.: 04-0120F4

B4 B SPLICE 2= I TR

AWS D1.5-2002

REFERENCING CODE #:#4#71i

ACCEPTANCE STANDARD %5 frifi

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. /148

ZPQC-UT-01

WELDING PROCESS HiE 4%

JOINT TYPE #5537

CALIBRATION DUE DATE {832 ¢ 577 %4 0]

SMAW CORNER JOINT Dec. 2857 2009
EQUIPMENT # # MANUFACTURER il MODEL NO. F:8 5 SERIAL NO. #1434
071565311, 061488510,
UT SCOPE PANAMETRICS EPQOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ikt COUPLANT #4471 MATERIAL/THICKNESS 4 #}EL1f
AWS IIW BLOCK TYPE II C.M.C AT09M-345T2-X/AT0OM-345F2-X 14/25/30 mm
TRANSDUCER #:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il x5 fHEE S R+t i i fBE b2 Rsf
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #3% R {HIF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ DISCONTINUITY A& 5
: s
w
WELD g 1 o ~ 15 g I8 |5 2 a5
z |9x|a_|=% Eslss[E52 2 LOCATION OF DISCONTINUITY = &
oL < =g T = =< i} e @ 2 E 4 3 ﬁ ;I-\ﬂ-.g;g{inﬂ w i
IDENTIFICATION | E 1% |y o[58 | < 2 §-|gc[ge MEAL T (mm) &5 x
i ] o = = ) o
""" i g x - = s Depth fi £ 2
= = Length ouHd JePITOM | eomx | From'y 3
alb|c|d e Path Surface e iy o
. | BERTEE = a
SEG032D-007 1R1 70 32 ACC. 100%
AFTER B-WR4475
BLANK
EXAMINED BY:# REVIEWED BY i
/rwuwﬂ Yon '7? ‘76 ﬁg v CMV ‘97:’6-1’5
/
LEVEL ‘f/SIGN ! DATE LEVEL -1l SIGN [/ DATE
JRitE3 / Qem FlFCUSTOMER
%< SIGN / H i DATE % SIGN/ HIN DATE

(FORM# ZPQC-UTO01)




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-000575
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 29-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0300

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Confor mance Report waswritten: 16-Jun-2009

Description of Non-Conformance:

During random verification ultrasonic testing (UT) of longitudinal diaphragm to floor beam weld
SEG032D-007 and side panel to bottom panel weld SEG033B-020, Caltrans Quality Assurance (QA) Inspector
discovered two (2) rejectable indications measuring 90mm and 20mm in length respectively. These welds have
been previously tested, rejected, and the repairs accepted, by ZPMC Quality Control (UT) Technicians.
Contractor's proposal to correct the problem:

Repair said indications and perform NDT required to verify weld quality

Corrective action taken:

Contractor has submitted WRR used to perform repairs along with subsequent NDT reports verifying the welds
arein conformance with Contract specifications. It shall be noted that weld ID referenced as SEF032B-020
above should have been referenced as SEG033B-020.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis 152. 1675.3703, 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
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