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-000329
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0303

Type of problem:

Welding Concrete [1 Other []
Welding Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component: Floor Beam FB028-012

Procedural [ Procedural [1 Description:

Reference Description: Excessive Fillet Weld Size, FB028-012

Description of Non-Conformance:

During random in-process visual inspection of Floor Beam FB028-012, Caltrans Quality Assurance (QA)
Inspector observed single pass fillet welds that measured approximately 13mm (welds FB028-012-134 & 143).
The supporting WPS (WPS-B-T-2133) is only qualified for a maximum single pass of 9mm.

7 - ‘ FB028 - 012~ 143 188

. SINGLE PASS

M APPROXIMATELY 13MM

06/13/09

'FB028-012-134 06/13/09

Applicablereference:

Approved WPS: WPS-B-T-2133

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Luo Gui Lin
Time and method of notification: 06/13/09, 1300 hours, Verbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 06/15/09, 800 hours, Verbal
QC Inspector's Name: Y ang Qing Feng

Was QC I nspector awar e of the problem:

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



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

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 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

TL-15,Quality Assurance -- Non-Conformance Report

Page 2 of 2



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: 05.03.06-000293
Subject: NCR No. ZPMC-0303

Reference Description:  Excessive Fillet Weld Size, FB028-012

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:
During random in-process visual inspection of Floor Beam FB028-012, Caltrans Quality Assurance (QA) Inspector observed single
pass fillet welds that measured approximately 13mm (welds FB028-012-134 & 143). The supporting WPS (WPS-B-T-2133) isonly
qualified for a maximum single pass of 9mm.
See attached NCR No. ZPMC-303 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to remedy the material /workmanshiop issue and to

prevent future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0303

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

ol " 05.03.06-000293,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 Datett  24-fug-2009

335 Burma R oad Contract Ho: 04-0120F 4

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

Resident Engineser Docunent Ho.: ABFHPRO003M5 Rev: OO
Ref: 05.03 05-000293

Subject  NCR Mo, ZPmMC0303

Contractor's Proposed Resolution:

Reference Resolution: A singe pass weld of this size izunacceptable. ZP MC will grind thiz weld out and reweld to the proper size
required by the drawings per the spproved wald procedure.,

A zinge pasz weld ofthiz size is unaccegtable. 7P MWC will grind this weld out and resweld to the proper size required by the drawings per the
approved weld procedure. TP will submit inspection documents & a later date to close this MCR .

Subrritted by
Atachment(s): ABF NPR-000315R00

Caltrans’ comments: Status: ALP
Date: 25-Aug-2000

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

Pleass provide docun entation ofthe weld remaoval mentioned sbove and provide the acceptable inspedion docum ents ater resaslding. The
Departmert sl reviesethe Contracdtor's proposal to close Mon-Conform ance PMC0303 &t that time.

Submitted by 'Wirioht, Doug Date:  23-Aug-2009
Attachment(s):

Fape lafi



Amerlcan AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bndge F L U O R 0. BOX 23223 Oakland, Co 04623

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

A JOINT VENTURE

NCR PROPOSED RESOLUTION

Tae CALTRAMS - SAS Superstructure Datett  27-Aug-2009
333 Burma Foad Contract Ho: 04-0120F 4
Ciakland o 94607

04-5F 80-}5.2 1139
Attention: Pursell, Gary Job Hame: SAS Superstr

Resident Enginesr Document Ho.: ABFHPR ;.M
Ref: 05.03.08-000293
Subject MCE Mo, ZPMC 0303

Contractor's Proposed Resolution:

Reference Resolution: IPMC haz attached the repair and inspedion documents Il clasure afthis NCR . Alza ZPMC generated
anintemal MCR to document corrective and presvvent iversns

PMC has attached the repair and irepedion documents needed for clozure gt
corredtive and preventive adions. ZPMC requests doswre of this RNCR.

Submitted by
Attachment(s): ABF MPR-000315R01; m&

\\\} Status: CLO

Date: 25-fAug-2009

Caltrans’ comments:

ound out, and the welds in guegtion Feve been accepted by
Mon-Conformance ZPMC-03035 s closed.

Date: 23-Aug-2009

Fape lafi

s i wn



No. B-461

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-8-26
REGARDING: NCR-000329 (ZPMC-303) i

With this letter of response, ZPMC requests closure for Caltrans NCR-000329
(ZPMC-303). We agree what describe in the non-conformance report, and have instructed the
work foreman and our QC that should follow the require of the single weld size in the welding
procedure and the wide of the fillet weld can be over the tolerance but can cover the other pass to
got the drawing require, otherwise the heat input will be to high and more easy to cause the weld
defect especially the delay cracks.

By the way we have repair the weld profile by grind until to the WPS requirement. The
process was all witnessed by the caltrans inspector and made the second pass on the cover, We
also provide the weld repair report and NDT acceptable report here to support the good quality of
the welds.

so base on the above explanation and attached documentations, ZPMC applies o
close the caltrans’s report NCR-000329 (ZPMC-303).

Please reference attached document for acceptance and closure the NCR-000329
(ZPMC-303).

ATTACHMENT:
ZPMC internal NCR

NCR-000329 (ZPMC-303)
The complete VI/MT report

%7 JZ umé(éw

Lovy & vb



Nonconformance Report

THREIHRE
Project Name: . S.F.0.B.B NCR Number:
T B &K S EMMES K NCR 48 NCR-B-199 —
(NCR-000329)
Item: Excessive Fillet Weld Size Item Number: -Drawing:
BRRHR: BRI %: FB028-012 | EHE: FB028-012
Location: Bay 3 Date:
fig: 3%ER H3: 2009-06-30
Description of Nonconformance:
AFETR A A

During random in-process inspection of Floor Beam i’t‘ROER,-OIZ, Caltrans inspector observed single]
pass fillet welds that measured approximately 13mm (welds ¥B028-012-134,143). The supporting WPS
(WPS-B-T-2133) is only qualified for a maximum single pass of 9 mm.

FEXTHARR FBT28-012 BATH R BEAR S, NIt R £ T HIREE FB028-012- 134 143 (1%
FREESCIIA 13mm 24 . HRIBHIN WPS-B-T-2133, B4R K R~ omm.

272 1rE:  WPS-B-T-2133

Work By: Prepared by: i/‘ % Reviewed by QCE:
M7 Suum Jartg iZ=H ¢ (20 /29 i ) ZAD*XM}’ 7o

O Drawmg Error O Material Defect | Fabrication Error [ Other  6-3o

e 4 AEHp R HlfFH#HR HALEE
Disposition: El Use as is OO Repair O Reject
AL E R A B ke
Recommendation:
B )
Prepared by: Approved by QCA:
i JRE S EtE

Reason for Nonconformanee:

THERE: & 5 fLIA SR IAR kG 4T ey, wﬁzﬂﬁs\ %ﬁé%ﬁ% coreulf

worker diClni, reviem
\"\/W\“J——ﬁ)ﬂ %ﬂﬁj\ wibed  veld si2e bijger aww}‘:%&
g
R T wmﬁ rﬁ’?&*«jéz
ve“ﬁo ﬁU’bﬁ JWA m. ‘77 02
Technical Justification for Use-As-Iszepalr J Attachn-géft ] Non-attachment
EASEENEARKE: 4 gD @iﬁt%’#ﬂ 2d W 42547 F]
G ( Smm%ég:ﬂ\ sh”h/ £, “owodivy. Fo dop ey

Bﬁﬂf ' To R
Reviewed /fibifE: Vi _’7:,:(@42;4
Verification: O Acceptable I:)/ Unacceptable
ks THR RAES
Verified by QCU//RERHHIA: Reviewed by QCA/ =413 #:

#R787-QCP-1300



DEFARTWMENT OF TRANSPORTATION - Dis‘rict 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghal 201913 PR China

{r:dfese Tel: 021-56856666 ext 207061 Fax:
NON-CONFGRMANCE REPOR7T TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 22-Jun-2009

375 BURMA ROAD '

OAKLAND CA 95607 Contract No: 04-0120F4

. 04-ST-80-13.2/13.9

Dear: Mr. Charles Kenapicki Job Name: SAS Superstruciure
Attention: M. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000293
Subject: NCR No. ZFMC-0303

Reference Description:  Excessive Fillet Weld Size, FB028-012 y
The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document 1;5
indicated below:
Material or Workimanship not in conformance with contract documents.
| Quality Control (QC) not performed in conformance with contract documents.
J Recurring QC issuc thal constitutes a syslematic problem in quality control.
[J Non-Conformance Resolved.
iaterial Location: OBG Lift:
Remarks:
During random in-process visual inspection of Floor Beam FB028-012, Caltrans Quality Assurance (QA) Inspector observed singie
pass fillet welds that measured spproximatzly 13mm (welds FB028-012-134 & 143). The supporting WPS (WPS.B-T-2133) is only
qualified for a maximum sipgle pass of 9mm.
See attached NCR No. ZPMC-303 for derails.
Action Required and/or Action Taken:
Propose a resolution for the identificd non-conformance with revised procedures 1o remedy he material/workmanshiop issue and to

prevent future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0303

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

B 3 06-000293, N
) 0503 06-000293,NCT Page Fof |



STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY . Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION R
DIVISICN OF ENGINEERING SERVICES i 5
Office of Structural Malerials " Fie
Quality Assurance and Source Inspection

Bay Area Branch

Contract #: 04-0120F4 o

90 Walnut Ave.St. 150 Cty: SF/ALA Rte: 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, P.R. China Report No: NCR-000329
Prime Contracior: American Bridge/Fluor Enterprises, a JV : Date: 13-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0303

Type of problem:

Welding Concrete [] Other O
Welding Curing O Procedurs) [0  Bridge No: 34-0006
Joint fitup [J Coating [0 Gther OO  Component: Floor Beam FB028-012

Procedural [J Procedural [ Description:

Reference Description: Excessive Fillet Weld Size, FB028-012

Description of Non-Conformance:

During random in-process visual inspection of Floor Beam FB028-012, Caltrans Quality Assurance (QA) 3 Tt ng”

Inspector observed single pass fillet welds that measured approximately 13mm (welds FB028-012-134 & 143). % ﬁg\fb

The supporting WPS (WPS-B-T-2133} is only qualified for a maximum single pass of 9mm. ﬂb'zl]‘ 'a)a
, i ; ]

L TN

Applicable reference:

Approved WPS: WPS-B-T-2133

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified:  Luo Gui Lin

Time and method of notification: 06/13/09, 1300 hours, Verbal
Name of Calirans Engineer notified:  Stanley Ku

Time and method of notification: 06/15/09, 8§00 hours, Verbal

QC Inspector's Name: Yang Qing Feng

Was QC Inspector aware of the problem:

h/_' TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

Yes[J No
Contractor's proposal to correct the problem: ’ e

Comments:

This report is for the purpose of determining conformance with the contrect 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

: ]’V TL.15,Quality Assurance -- Non-Conformance Repart Page 2of 2
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REPORT OF MAGNETIC PARTICLE EXAMINATTION

Lo LA

(&£ SIGN / B DATE

N—

&) ¢y

iR S
REPORT NO. #$5%S B787-MT-12059 DATEH#1 2009.07.04 PAGE OFRH 1/6 Revision No: 0
PROJECT NO. — CONTRACTOR: ——
TE%S: ” A P
] CALTRANS CONTRACT NO.:
DRAWING NO FB28 Al S —
BE: 11th lifting floor beam MH LTRSS
IREFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EENEET BERE B2Fres BRI R
AWS D1.5-2002 AWS D1.5-2002 ZPQGC-MT-01 Dec. 287 ,2009
EQUIPMENT &% MANUFACTURER #3&7 MODEL NO. =458 SERIAL NO. E4&458
MT YOKE PARKER B310S 5395 5617 5620
[IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT -~
B th T MFTA BT~
PARTICLE TYPE Dry magnet powder YOKE SPACING g
R 2 TR REERIE mm
MATERIAL TO BE v WELDING E#:44 Material & thickness
; ATOOM-345F 2.
{EXAMINED O CASTING %54 B+, 2 4
gl gy O FORGING 4 14/12/20/30/18/22 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT/BUTT
BETE Pk il
WELD'I.D DR EON TN At ACCEPT REJECT REMARKS
oy INDICATION TYPE pRL B el
Eiivan E-3i]
FB028-012-115 ACC. 100%MT
FB028-012-116 ACC. 100%MT
FB028-012-149 . ACC. 100%MT
FB028-012-092 ACC. 25%MT
FB028-012-113 ACC. 25%MT
FB028-012-118 ACC. 100%MT
FB028-012-119 ACC. 100%MT
FB028-012-073 ACC. 100%MT
FB028-012-076 ACC. 100%MT
FB028-012-070 ACC. 100%MT
FB028-012-081 ACC. 100%MT
FB028-012-100 ACC. 100%MT
FB028-012-112 ACC. 100%MT
FB028-012-146 ACC. 100%MT
FB028-012-096 ACC. 25%NMT
FB028-012-097 ACC. 25%MT
EXAMINED BY X1 REVIEWED BY ##
Li Zhenhua ! : gv"f‘ :jﬂﬂ_j C/LD"M:] )
LEVEL-Il SIGNZ4 | DATEH o © 7 - LEVEL-l  SIGN /| DATERM (},p- -97 . §L
ERSE / QCM ! | FI °CUSTOMER ! '

£ SIGN / H i DATE

(FORM# ZPQC-MTO01)

oz I

[




REPORT OF MAGNETIC PARTICLE EXAMINATION
Bl 3R

/__ﬂM

REPORT NO. il 542 B787-MT-12050 IDATEEJﬂ 2009.07.04 IPAGE OFTi8 2/6 |Revision No: 0
PROJECT NO. CONTRACTOR:
g S
R—— ZP06-787 o CALTRAN
DRAWING NO. FB28 CALTRANS CONTRACT NO.:
04-0120F4
B 11th lifting floor beam mMMIESE
REFERENCING CODE ACCEPTANCE STANDARD  [PROCEDURE NO. CALIBRATION DUE DATE
ST i EFES B EHF I
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2657 2009
EQUIPMENT %% MANUFACTURER #I#7 MODEL NO. #3&2 SERIAL NO., 448
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magneﬁc yoke CURRENT
. 5 AC
R AR S B
- 70~150mm
R eE FRER R A BR
MATERIAL TO BE v WELDING i i
Y Material & thickness o —
EXAMINED O CASTING &4 4+, B
BRI 0 FORGING #&if 14/12/20/30/18/22 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT/BUTT
N sl
DISCONTINUITY AL
WELD |.D, . MENGTH N el ACCEPT REJECT REMARKS
oy INDICATION TYPE el m=m e el
EF Efil
FB028-012-104 ACC. 25%MT
FB028-012-105 ACC. 25%MT
FB028-012-089 ACC. 25%MT
FB028-012-090 ACC. 25%MT
FB028-012-098 ACC. 25%MT
FB028-012-099 ACC. 25%MT
FB028-012-109 ACC. 25%MT
¢ FB028-012-110 ACC. 25%MT
FB028-012-084 ACC. 25%MT
FB028-012-085 ACC. 25%MT
FB028-012-074 AGE. 25%MT
FB028-012-075 ACC. 25%MT
FB028-012-082 ACC, 25%MT
FB028-012-083 ACC. 25%MT
FB028-012-094 ACC. 25%MT
FB028-012-095 ACC. 25%MT
EXAMINED BYE#5 REVIEWED BY &
Li Zhenhua | { ZA il 1’1 (AT <L/V/‘ ﬂ‘f)f_j C/LU/M
‘l_.-ElIEL -l SIGNZ4% [ DATER &”IP ) _9/7 ) E ;. LEVEL-!I SIGN ! DATERM (971) 27
RIESIE / QCM ! ! R /CUSTOMER { ;o

£F SIGN/ Hli DATE

& SIGN/ B DATE M 07\/ 5

(FORMz# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

BRI S

REPORT NO. %542 B787-MT-12059

|DATER# 2009.07.04

|PAGE OFFE 3/6 IRevision No: 0

PROJECT NO. CONTRACTOR; —
2 ALTRAN
TEgE; ZP0B-787 . L s
DRAWING NO. FB28 CALTRANS CONTRACT NO.:
04-0120F4
ja8= 0 11th lifting floor beam hHIBERE
REFERENCING CODE ACCEPFTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEUTED HRIRE BFES SRR R B
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285 2009
EQUIPMENT #% MANUFACTURER #il37 MODEL NO. #3458 SERIAL NO. E4452
MT YOKE PARKER B3108 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
c
R TR e - A
- B 70~150mm
B TR ByEEE
MATERIAL TO BE Y WELDING t: i ick
ik Material & thickness ATOOM-345F2-X
EXAMINED O CASTING &4 B, JELBE
Erip o= O FORGING 423i% 14/12120/30M18/22 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT/BUTT
pke ik posE i)
DISCONTINUITY st "
WELD I.D. ACCEPT EJECT REMARKS
oy INDICATION TYPE RIS P . ph
e b Eill
FB028-012-102 ACC. 25%MT
FB028-012-103 ACC. 25%MT
FB028-012-147 ’ ACC. 25%MT
FB028-012-134 ACC. 25%MT
FB028-012-135 ACC. 25%MT
FB028-012-142 ACC. 25%MT
FB3028-012-143 ACC. 25%MT
FB028-012-068 ACC. 25%MT
FB028-012-069 ACC. 25%MT
FB028-012-036 ACC. 25%MT
FB028-012-037 ACC. 25%MT
FB028-012-038 ACC. 25%MT
FB028-012-039 ACC. 25%MT
FB028-012-040 ACC. 25%MT
FB028-012-041 ACC. 25%MT
FB028-012-042 ACC. 25%MT
EXAMINED BY 4% REVIEWED BY %
Li Zhenhua ! ! g U1 0’ MV’ CA oM %
L t st vy
LEVEL-Il SIGN#%4£ /| DATERM @,f?‘ 37 g' LEVEL-l  SIGN I DATEE#i J70 - 7 7 Q
ISR / QCM ‘ / FIFCUSTOMER ' ! ;

2=

%5 SIGN / H3i DATE

ﬂﬁ—?—smNIEULHETE /é//p g 7 / 77
{ .

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION
R G '
REPORT NO. 3 &2 B787-MT-12059 [DATEE 2008.07.04 |PAGE oFm® 4f6 ]Revision No: 0
PROJECT NO. CONTRACTOR: —
. CA
TR ZP06-787  E,
DRAWING NO. FB28 CALTRANS CONTRACT NO.:
04-0120F4
BE: 11th lifting floor beam MM TR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HEWEED 2R EFRT LB A O
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2000
EQUIPMENT &4 MANUFACTURER 43 1 MODEL NO. #3.4% SERIAL NO. Eg5E2
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yol;e CURRENT
AC
AL 5 [t o L
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 2 " 70~150mm
Rindeal TR RARmEEE
MATERIAL-TD BE v WELDING #B#:4 Material & thickness P T
EXAMINED O CASTING #44 iz Ny i
tar i v O FORGING & 14/12/120/30/18/22 mm
WELDING PROGESS TYPE OF JOINT
FCAW T-JOINT/BUTT
B piat iy
DISCONTINUITY g4kt
WELD 1.D. SV ACCEPT REJECT REMARKS
s HEIEATEN A ) 1B i
P et
FB028-012-043 ACC. 25%MT
FB028-012-044 ACC. 25%MT
FB028-012-045 ACC. 25%MT
FB028-012-046 ACC. 25%MT
FB028-012-047 ACC. 25%MT
FB028-012-048 ACC. 25%MT
FB028-012-049 ACC. 25%MT
FB028-012-022 ACC. 25%MT
FB028-012-023 ACC. 25%MT
FB028-012-024 ACC. 25%MT
FB028-012-025 ACC. 25%MT
FB028-012-026 ACC. 25%MT
FB028-012-027 ACC. 25%MT
FB028-012-028 ACC. 25%MT
FB028-012-029 ACC. 25%MT
FB028-012-030 ACC. 25%MT
EXAMINED BYXiF REVIEWED BY &
Li Zhenhua / S usn 9 yn4 fA U‘Mj
LEVEL-Il SIGN#%££ [/ DATERM ‘_5\/,0 .9 7 r/ LEVEL-l  SIGN ! "DATER# b 5], g[
FEE / QCM : ' : d B FCUSTOMER [ /
L s
4 SIGN / H i DATE N —F— o ) S |&FsIGN/ B DATE
'

— r
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REPORT OF MAGNETIC PARTICLE EXAMINATTION

45 SIGN / B DATE

BRI S
REPORT NO. 3R 44 € B787-MT-12050 IDATEE]JU} 2009.07.04 IPAGE OFTIG 5/8 IRevision No: 0
PROJECT NO. CONTRACTOR: CALTRA
ZP06-787 A NS
T84 B F:
DRAWING NO. FB28 CALTRANS CONTRACT NO.:
04-0120F4
EHE. 11th lifting floor beam mMIBSES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
ST m #=2IGHE BFaT (R REFRN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT &% MANUFACTURER #l3& MODEL NO. #4582 SERIAL NO. &8e
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT -
b B3R EE: 28
PARTICLE TYPE Dry magnet powder YOKE SPACING
_ 70~150mm
g i) TR BAmmpE
MATE E LDING : i i
RIALTO B VWELDING ##:4 Material & thickness T —
EXAMINED O CASTING &4 B LR
i s U FORGING 4% 14/12/20/30/18/22 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT/BUTT
BT ottt
DISCONTINUITY A Ee4t ¢ : &
WELD 1.D. T ACCEPT REJECT REMARKS
ises INDICATION TYPE "LENGEE‘N ™ s Bl Pl
EiPi et
FB028-012-031 ACC. 25%MT
FB028-012-032 ACC. 25%MT
FB028-012-033 ’ ACC. 25%MT
FB028-012-034 ACC. 25%MT
FB028-012-035 ACC. 25%MT
FB028-012-058 ACC. 100%MT
FB028-012-059 ACC. 100%MT
FB028-012-060 ACC. 100%MT
FB028-012-061 ACC. 100%MT
FB028-012-062 ACC. 100%MT
FB028-012-063 ACC. 100%MT
FB028-012-064 ACC. 100%MT
FB028-012-065 ACC. 100%MT
FB028-012-066 A_CC. 100%MT
FB028-012-067 ACC. 100%MT
FB028-012-050 ACC. 25%MT
EXAMINED BY==35 REVIEWED BY ##
Li Zhenhua [ o Q [d Dfo'ﬂ J‘ 6/4,6{’” 7
LEVEL-Il SIGNZ% |/ DATERH 510 Y (~ [LEVEL-I  sIGN ! DATEH J‘]ﬂ 1 f} AL
FERSE / QCM r= 7 ! A/ CUSTOMER ‘ { f

7 SIGN/ B i DATE
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REPORT OF MAGNETIC PARTICLE

B RIIRE

EXAMINATION

REPORT NO. i24545 B787-MT-12059

|DATEE! # 2008.07.04

|PAGE OFTT G 6/6

|Revision No: 0

£ SIGN / H#i DATE

AN i

PROJECT NO. CONTRACTOR: T
ZP06-787
TESS: “ AP
DRAWING NO. FB28 CALTRANS CONTRACT NO.: M
04-0
EE: 11th lifting floor beam inHIZeS
REFERENCING CODE ACCEPTANCE STANDARD  [PROCEDURE NO. CALIBRATION DUE DATE
ZARTEET AR BEFSS B EH R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2000
EQUIPMENT &% MANUFACTURER i MODEL NO. 345 % SERIAL NO, BEERE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZ'NG METHOD Continuous magnetic ygke CURRENT
AC
Rk WA E B
70~150mm
Bt TR BEAERE
MATERIAL TO BE v WELDING & i i
B Material & thickness TaOMahEEL R
EXAMINED O CASTING &4 &4, ELEE
AR O FORGING 4B 14/12/20/30/18/22 mm
WELDING PROCESS TYPE OF JOINT
FCAW - T-JOINT/BUTT
HEEH piks i
DISCONTINUITY A Ze4i: 4
WELD 1.D. T ENGT] ACCEPT REJECT REMARKS
e INEIGETION TYPE LENGEEN ™ ez 1R By
Ei-pn R ‘
FB028-012-051 ACC. 25%MT
FB028-012-052 ACC, 25%MT
FB028-012-053 ACC. 25%MT
FB028-012-054 ACC. 25%MT
FB028-012-055 ACC. 25%MT
FB028-012-056 ACC. 25%MT
FB028-012-057 ACC. 25%MT
FB028-012-126 ACC. 100%MT
FB028-012-127 ACC., 100%MT
AFTER HSR1(B)-6839,6888,HS R |(B)-6882
BLANK
EXAMINED BY 3§ REVIEWED BY &#
LiZhenhua [ / Cum j % j (;Aowi/\
LEVEL-1l SIGN##%& [/ DATER¥ ‘?/ o) L LEVEL-l  SIGN | DATEB 070, 4
JEEESE / QCM [ / ! F P CUSTOMER ! /7

4£=F SIGN / B #i 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, P.R. China Report No: NCS-000360
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  30-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0303

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Confor mance Report waswritten: 13-Jun-2009

Description of Non-Conformance:

During random in-process visual inspection of Floor Beam FB028-012, Caltrans Quality Assurance (QA)
Inspector observed single pass fillet welds that measured approximately 13mm (welds FB028-012-134 & 143).
The supporting WPS (WPS-B-T-2133) isonly qualified for a maximum single pass of 9mm.

Contractor's proposal to correct the problem:

Grind welds to appropriate size and perform required NDT.

Corrective action taken:

ZPMC ground the welds specified size and performed the required NDT showing that the welds are in
conformance. Also, ZPMC has instructed the shop foramen and QC of the importance of meeting fillet weld
size and maintain required heat input values.

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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