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-000333
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 14-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), ChangxingIsland ~ NCR # ZPMC-0307

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other [  Component: OBG Segment Splice 4AE/4BE

Procedural [ Procedural [1 Description:

Reference Description: Missed MT Indications After Heat Straightening Longitudinal Diaphragms, Segment
Splice 4AE/4BE

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of longitudina diaphragm welds SEG020B-008 and

SEG018C-026 (4AE/ABE segment splice, bike path side), Caltrans Quality Assurance (QA) Inspector observed

two linear indications measuring 20mm and 30mm in length respectively. These welds were earlier subjected

to multiple heat straightening cycles to correct alignment and distortion. One hundred percent (100%) of the

affected welds were M T tested and accepted by ZPMC Quality Control (QC) technicians after heat

straightening. ZPMC provided Caltrans a notification to perform QA inspections for these welds on June 13,

2009 which indicated ZMPC’ s acceptance of the associated welds.

Linear Indications

L AP

Linear Indications

2009:06:14 10:07:10
LD 4AE-4BE

2009:06:14 10:09:03
LD 4AE-4BE_

Applicablereference:
WQCP Section 11.2.5.1: “Final NDT shall be performed after heat straightening.”

AWSD1.5 (02) Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no
cracks.”

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

Who discovered the problem: M. Manikandan

Name of individual from Contractor notified: Kevin Chen
Time and method of notification: 1000 hours, 06/14/09, V erbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 800 hours, 06/16/09, Verbal
QC Inspector's Name: Wang Lu

Was QC Inspector awar e 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 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
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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: 05.03.06-000297
Subject: NCR No. ZPMC-0307

Reference Description:  Missed MT Indications After Heat Straightening Longitudinal Diaphragms, Segment Splice 4AE/4BE

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: 04
Remarks:
During random verification magnetic particle testing (MT) of longitudinal diaphragm welds SEG020B-008 and SEG018C-026
(4AE/4BE segment splice, bike path side), Caltrans Quality Assurance (QA) Inspector observed two linear indications measuring 20mm
and 30mm in length respectively. These welds were earlier subjected to multiple heat straightening cyclesto correct alignment and
distortion. One hundred percent (100%) of the affected welds were MT tested and accepted by ZPMC Quality Control (QC) technicians
after heat straightening. ZPMC provided Caltrans a notification to perform QA inspections for these welds on June 13, 2009 which
indicated ZMPC'’ s acceptance of the associated welds.
See attached NCR No. ZPMC-307 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-0307

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

H..,,.,w" 05.03.06-000297,NCT

Pagelof 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: 27-Jul-2009

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000272 Rev: 00
Ref: 05.03.06-000297

Subject:  NCR No. ZPMC-0307

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests
closure of this NCR.

ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000272R00;

Caltrans' comments: Status: REJ
Date: 21-Aug-2009

The proposed resolution is not acceptable. The heat straightening report and MT reports were submitted. However, repairs must be performed
in the areas where defects were documented in the Non-Conformance report.

Please submit the Critical Weld Repair report and the follow-up Non-Destructive Testing reports showing that the repairs were acceptable. The
Department will review the Contractor's proposal to close Non-Conformance ZPMC-0307 at that time.

Submitted by:  Wright, Doug Date: 21-Aug-2009
Attachment(s):

‘E}' Page 1 of 1



(ZBMC ] K, BATS
LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-7-20
REGARDING: NCR-000333 (ZPMC-0307)

With this letter of response, ZPMC requests closure for Caltrans NCR-000333
(ZPMC-0307). We agree what describe in the non-conformace report, and then re-inspected for
the heat straight weld areas, with the support of the closed heat straight record and MT
completed report, we apply to close the NCR.

So base on the above explanation and attached documentations, ZPMC applies

to close the caltrans’s report NCR-000333 (ZPMC-0307).

Please reference attached documentation for acceptance and closure the

NCR-000333 (ZPMC-0307).

ATTACHMENT:
NCR-000333 (ZPMC-0307)
The HSR 6891 and 7116
The final MT report

zm%%w
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| :
@z—b | Nonconformance Report
= [
o E—— | :

TRETHRE
Project Name: S.F.O.B.B NCR Number:
T H B F: 5% [ kAR NCR %5 NCR-B-202

(NCR-000333)

Item: Missed MT Indications | Item Number: Drawing:
LBRRHER: MT B f 5 Na BS: J4AEMBE =
Location: OBG Trial Assembly Yard Date:
frE: OBG EHtshg H3: 2009-06-30
Description of Nonconformance:
AR E TR HA:

During random verification MT of longitudinal diaphragm welds SEG020B-008 and
SEG018C-026(4AE/4BE segment splice, bike path side), Caltrans inspector observed two linear indication#
measuring 20mm and 30mm in length respectively. These welds were earlier subjected to multiple heat
straightening cycles to correct alignment and distortion. One hundred percent of the affected welds werd
MT tested and accepted by ZPMC QC after heat straightening,

TEXTYHT R4S SEG020B-008 F1 SEG018C-026 (4AE/4BE BATZEEM) BuHL MT Ry, IR 5
BRI ZABE S 2000 71 30mm fy s XLREEIATIE T REK K K R % 7PV A BT T 100%
M MT B EH 244,

BETHE: AWS D15 = 6.26.2 “%?ﬁ;&%ﬂlﬁﬁ RT 01 MT A3l 158 48 e 3y 45
Work By: o e Prepared by: -%,/ Reviewed by QCE;:
BT LA St bfw (o] RRTEHE: 74“"3(/ bl
O Drawing ‘ Material Defect O I'!abrication Error Other J‘fo
SR FA b HIVEHHR HAb A
Disposition: O Useasis O Repair O Reject
AT 5] B K
Recommendation: y & 5 Ui
- \ A I\me s e |‘.s.tuhl t :
AU ‘lelgf'vng%ﬁ kﬁi&@ X }TE&Q’ y;fvl}ﬂ‘ﬁ‘@b. B_ed ,7f\??-ou-e '“nSffEtrUh ‘UD':; -
Prepared by: [ X L_k VH Approved by QCA:
Wk AR RRGm

Reason for Nonconformance:

MMMT%M%@} 2

T4
E‘# Pf}?&’l"f-\ MT ojf‘fer heat 5—&)'0:7 cas Livear indicid jon  dicovered .

TR B YAMDYER e foi we S o8

Technical Justification for Use-As-Is/Repair; [] Attachment O Non-attnglment
(5] FH B AR 18 O B A 3
44 R
Reviewed /fit#:
Verification: 0O Acceptable [0 Unacceptable
WA AR ANAHEER
Verified by QCI/E# A Reviewed by QCA/iH E4T 8 1.

#R787-QCP-1300



/ ) DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
) 666 Feng Bin Road Room 708, Changxing island

, Shanghal 201913 PR China
falteens Tel: 021-56856666 ext 207061 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL =

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

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

L. 04-SF-80-13.2 /139

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000297
Subject: NCR No. ZPMC-0307

Reference Description: Missed MT Indications Afier Heat Straightening Longitudinal Diaphragms, Segment Splice 4AE/4BE v

The atitached Non-Conformance Report describes an occurrence where the contractor did not comply with o requirement of the contract document a.s
indicated below:
O Material or Workmanship not in conformance with contract documents,
] Quality Control (QC) not perfarmed in conformance with conltract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved.
Material Location: OBG Lift: 04
Remarks:
During random verificalion magnetic particle testing (MT) of longitudinal diaphragm welds SEG020B-008 and SEG018C-026
(4AE/4BE segment splice, bike nath side), Caltrans Quality Assurance (QA) Inspector observed two linear indications measuring 20mm
and 30mm in length respectively. These welds were carlier subjected 1o nultiple heat straightening cycles to correct alignment and
distortion. One hundred percent (100%) of the affected weids were MT tested and accepted by ZPMC Quality Control (QC) technicians
after heat straightening. ZPMC provided Caltrans a notification to perform QA inspections for these welds on June 13, 2009 which
indicated ZMPC's acceptance of the associated welds.
See attached NCR No. ZPMC-307 for details,
Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a systematic problemn on both
materialsfworkmanship and quality control issues to remedy the defected work and with revised Pprocedures to prevent fiture

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

Transmitted by:  Ching Chao
Attachments: ZPMC-0307

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

R .03.06-000297 NCT
MY 05.03.06-000297 NCT Poge Lof |



STATE OF CALIFORNIA—-BUSJ‘NESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION T e
DIVISION OF ENGINEERING SERVICES " :

Office of Structural Materials 1
Quality Assurance and Source Inspection

-

Contract # 04-0120F4 ™
Bay Area Branch QlliEac — =l

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 il
(707) 6495453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000333
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 14-Jun-2009

Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMCO), Changxing Island NCR #: ZPMC-0307

Type of problem:

Welding (J Concrete [ Other

Welding 0 Curing L] Procedural Bridge No: 34-0006

Joint fitup [J Coating [J Other L Component: 0BG Segment Splice 4AE/4BE

Procedural [J Procedural [ Description:

Reference Description: Missed MT Indications After Heat Straightening Longitudina) Diaphragms, Segment
Splice 4AE/M4BE

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of longitudinal diaphragm welds SEG020B-008 and

SEG018C-026 (4AE/4BE segment splice, bike path side), Caltrans Quality Assurance (QA) Inspector observed

two linear indications measuring 20mm and 30mm in length respectively. These welds were earlier subjected

to multiple heat straightening cycles to correct alignment and distortion, One hundred percent ( 100%) of the

Applicable reference:
WQCP Section 11.2.5.1: “Final NDT shall be performed after heat straightlening.” -

AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.”

'j:“," TL-13, Quality Assurance -- Non-Conformance Report Pogia.L8f2
< llg o,



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
(ConrinuedPage 20f2) A

Who discovered the problem: M. Manikandan

Name of individual from Contractor notified: Kevin Chen
Time and method of notification: 1000 hours, 06/ 14/09, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 800 hours, 06/16/09, Verbal
QC Inspector's Name: Wang Lu

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 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.

“h/ TL-15.Quality Assurance -- Non-Con ormance Report
74 ) E
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\/7 D55, nIs 3 M?ﬁﬁé’
g XI&EE&L ﬁig;ec?{‘d# HSR1(B)-6891

0
Heat Straightening Record(HSR; ) H#Date [2009.06.19

SEF#Z AT San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 IEHEJOBE: ZP06-787 ;
HAcAssembly: ' BE {2 /Quality Control Representative
#ESub-Assembly: ' ' )(1,,/] o 7 - pl _,1‘?
ZEGird: 4AE SP78A+BP16A ; SR SR ’Q,Jair‘yr'.suu.":tme ’ﬂaragcﬁ!\pprwa.
#E Tower: - N/A = F ot A eciiliin 5,

. N

1245 2\Weld No: : N/A

']

55 S Weld Map No:  SEG018A-008,SEG018C- 026

| iE1#2 Description of Condition

Cause[R[H Welding distortion BEZE
Type of Defectiklg2EA]  Welding distortion BE% %
inspection Methodfa = A= Visual B

£h & 7%= Disposition
G2 R 2 (Defect Removal Method): Flame Straightening by oxygen acetylene B R 5, ¢ A TR K '
£N " . After finishing heat sirarg.vtenmg the weld of the heat area shall perforn NDT according to the
JE4ENDE (Post-Removal NDE) approved shop drawing iR/, #RIEMEACELI HEBEERTTNDT 28,
) : Control current . * voltage and weld speed according to relevant WPS. if necessary anli-deformation
2| IEFE i(Corrective Action(s)): - " or hold down device can be added . #FEHNATWPS BRI HEN, LEFBEREE. N5LE,

TR R Y B R TIE.

SCHE IR F (Number of application): 1~3

Ik v [ (Miaximum temprature). <650 C .

ﬁf@ Sketch oo -
: | 2
7 ‘ 7
E EP1EA T=20 gé SPTEA Tm22
3 A HA
o
& . I
L g f &
|
f
i/ . a000
I ‘; .
uﬁp _|
ey = d ]
#: BXEAEE Brm, BAXES0~100mm, o . -
NOTE: the maox deformation is chout Bmm,heat atreightening the width & o
is 50~100mm. —%v-’f\
**To be 51qned when Closing HSR~Verify roq_ T" and al! nacassary reports, gre ready o sttech*
58 8 Inspector; an;lmcama %v-brgnafura % ljf k [ﬁ‘!
CWI#| (9 1pb[ | ' .
1T 2525 NDE Cerfification: ~Levelll cusmg Date: 07,07, 12
FREEQC Manager /2= | EEHA¥Review Date: M O 7{/,?:
Note: All repair work shall be performed in accordance with appliceble CALTRANS ‘approved procedures, confract specn" cations and AWS D1.5
2002.

#R787-QCP-1101

byproed by prten 9Ky

ey



REPORT OF MAGNETIC PARTICLE EXAMINATION

%F SIGN / A}l DATE

AL RILE A
REPORT NO. {1 &% B787-MT-12195 DATEHE#! 2009.07.12 PAGE OFW 1M1 Revision No: 0
PROJECT NO. — CONTRACTOR: —
TREEE: ” S :
DRAWING NO. OBE4 SEG020C CALTRANS CONTRACT NO.:
04-0120F4
me. OBG LONGITUDINAL M TRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
AR Y i il BEFRY {8 B IEF Bm
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" 2009
EQUIPMENT # % - |MANUFACTURER %1% 1§ MODEL NO. #&.&5 SERIAL NO. 4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
BAE B . W d s 7 HH
PARTICLE TYPE Dry magnet powder YOKE SPACING -
R 25 FRH BRI Ja0un
MATERIAL TO BE VWELDING 44 Material & thickness A709M-345T2-X
EXAMINED O CASTING %4 4, ELIE AT09M-345F2-X
WS E O FORGING & 14/20 mm
WELDING PROCESS B4 TYPE OF JOINT T-JOINT
A P il
WELD I.D 2ot U b o ACCEPT REJECT
.D. = REMARKS
FrsEsn INDICATION TYPE [N s i ik
P e
SEG020B-007 ACC. 100%MT
SEG020B-008 ACC. 100%MT
SEG020C-016 ACC. 100%MT
SEG020C-033 ACC. 100%MT
SEG020C-034 ACC. 100%MT
SEG020C-036 ACC. 100%MT
SEG020C-037 ACC. 100%MT
SEG020C-032 ACC. 100%MT
AFTER HSR1 (B)-7116
BLANK
EXAMINED BY -t REVIEWED BY # £ .
A '
Li_Zhenhua !/\ Ly ) .){l,/ I/I/gz Dj ol 1L
LEVEL-Il SIGN %4 | DATEAMN 7 \ ‘ LEVEL-I  SIGN | DATER#
JiIE&E / QCM I i CUSTOMER

£ SIGN / A} DATE

(FORM# ZPQC-MTO1)




(ZBMCc)

REPORT OF MAGNETIC PARTICLE EXAMINATION

g gonllEia=)
IREPORT NO. #4355 B787-MT-12194 DATEH 1 2009.07.05 PAGE OFH® 11 Revision No: 0
IPROJECT NO. R CONTRACTOR: SRETEANS
IERe: Mo T
|[DRAWING NO. OBE4 CALTRANS CONTRACT NO.:
04-0120F4
e, OBG LONGITUDINAL M LEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BH BT AR BEFRYS PR ER M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%T 2009
EQUIPMENT # % —  |MANUFACTURER %% MODEL NO. #3489 SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT e
REAE A i
PARTICLE TYPE Dry magnet powder YOKE SPACING 70150
R T FRiH R 58 e
MATERIAL TO BE N WELDING #E4: Material & thickness ;
AT0OM-345
[EXAMINED O CASTING %4F B LI
B3 O FORGING & i 14/20/30 mm
WELDING PROCESS p—_— TYPE OF JOINT i
R ot il
WELD |.D ECONTIREITY R rec. ACCEPT REJECT REMARKS
SR INDICATION TYPE R B itk ik
iR Ry
SEG018C-025 ACC. 100%MT
SEG018C-026 ACC. 100%MT
SEG018C-020 ACC. 100%MT
SEG018C-021 ACC. 100%MT
SEG018C-023 ACC. 100%MT
SEG018C-024 ACC. 100%MT

AFTER HSR1 (B) - 6891

BLANK

JEXAMINED BY 45

(/(, JJ‘@L} Lwc\

REVIEWED BY

X //m 07 o] 1%

/

%<7 SIGN / HH# DATE

Jin Jianting

LEVEL -1l SIGN %% DATER “7 ,7 [ 91 LEVEL-l  SIGN / DATER
* 1

IR / QCM / H P CUSTOMER

4 SIGN / BJjl DATE

(FORM# ZPQC-MTO1)




— LA 0 # % Recordit HSR1(B)-7116
ZPMC 7{( " &E i gz—é /45 Revision # _ 0

Heat Straightening Record(HSR1I) H#Date  [2009.07.06
£ F M AHF San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 TEEEI0B:: ZPO6-787 -
#AEAssembly: JEE L2 /Quality Control Representative
#13ESub-Assembly: ' Ny Ovcnn  ed]. /7]
PEGIrd.  4BE 5AE B ' i 228 (Qual) Assurance Mandger~Approval
H B Tower: N/A _ : [ w A{ﬂa
{8485 Weld No: See sketch
2454 E S Weld Map No:  See sketch )
&) f32 Description of Condition
CauseR[H Welding distortion [FE26
Type of DefectffE it Welding distortion B2
Inspection Methodfi & /5%  Visual B
4+ & 7% Disposition
IR/ v (Defect Removal Method):  Flame Straightening by oxygen acetylene 1= Fi % LREEITE K
JE4:NDE (Post—RemovaI NDE): After finishing heat straightening, the weld of the heat area shall perform NDT according to the

approved shop drawing fEAE, RIEERERX HEmBKERTNDT £5F,

Control curment . voltage end weld speed according to relevant WPS. If necessary. anti-deformation

4| IFf& i (Corrective Action(s)): or hold down device can be added . fE#E7AMHGWPS pERFEHIEF, BEFBEEL. WHLE,
I R R T RIE.

i k& (Number of application):1~3

I & & & (Maximum temprature):<650°C

P i
4300
W Y 1400 650 i
el ried
sz 5‘ % 200
=Y T
K === | s ra X g
(hend Terch) o 7
] ; 2
i —300r 1200 _| RG]
(- i
AzA B-n
I
22
% t SaE
2.
4 AMAS Helc Mep Ne.
Fl 5£€0270-028-030
1 Ecuzzc un7~0{m
22 [
La § “ Al SEGOI0C-001-005,016.032~035,045
2 t
et
72
EH : BATAE Mmem, HALZ50~150mm.
_'\ i HDIE the mer deformation is ohoulGmm,the width by 50~150mm,
I R00 L8001
ettt mmatatom

***Tp be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***

3% 7 Inspector: (_/(/(/\ yﬁ/t, mﬁj/%%’—ngnamre; % 2?}\) 7 20
CWI#| oFo21)X] [ ) ' '

1l ZZ 2% % NDE Certification: " Level ll Closing Date: . 20049, 7, 20
B2 QC Manager & # F fiReview Date:

Note: All repair work shall be performed in accordance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5
2002,

#R787-QCP-1101

Hyprved /7 zimzﬁ% bo for lepidu
.

v



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: 18-Sep-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-000272 Rev: 01
Ref: 05.03.06-000297

Subject:  NCR No. ZPMC-0307

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has now attached all documents relative to inspections performed for specific welds documented in the CT
NCR. ZPMC requests closure of this NCR.

ZPMC has now attached all documents relative to inspections performed for specific welds documented in the CT NCR. ZPMC requests
closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000272R01,;

Caltrans' comments: Status: CLO
Date: 24-Sep-2009

Contractor has submitted all required documentation

Submitted by:  Chao, Ching Date: 24-Sep-2009
Attachment(s):

‘R? Page 1 of 1
isbor



No. B-473

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-9-14
REGARDING: NCR-000325/333 (ZPMC-0299/307)

With this letter of response, ZPMC requests closure for Caltrans NCR-000325/333
(ZPMC-0299/307). Per the comments of the NPR we are providing the weld repair report that the
repair has been performed and the final condition has been accepted too.

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000325/333 (ZPMC-0299/307),

Please reference attached document for acceptance and closure the
NCR-000325/333 (ZPMC-0299/307).

ATTACHMENT:
NCR-000325/333 (ZPMC-0299/307)

The weld repair reports
The acceptable MT reports

— MSZLM«? })a-u

2§ fo Y
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Welding Repair Report 0
A R el SEG020R/SEG018C add
Project Name SFOBB Drawing No Report No. B-WR7354
wRS
Contract No.: Di-granFe AL AR 4E PLATE PANEL | NDT4R4 45 .
B E ltems Name SPLICE Report No.of NDT | B787-MT-13624
e s ZP08-787
Project No.:
7 SRSk pa A

Description of welding discontinuity:

One line indication was found by use of MT on weld SEG020B-008. L=20 Y=0
One line indication was found by use of MT on weld SEG018C026. L=30 Y=0

G
2R (Inspector) :“Sun gong cha H#i(Date) : _09.07.06

1P AEA M B R

Draft of welding discontinuity:

E3 E4

FS3

PP24

PP25
PP26

D6

PP27

PPZ8

FS4




FERE:
| Caused:
RSB I S 3 R
1. Did not clear the weld pass

completely in time.

HEEL
Disposition :

# 18 §i r A(Foreman); ZJ/@,, ?/‘z':}(ﬁ #(Date): <7, 071 s
7 '

AR RRE TZ I8 (WPS) $TBS G X K8,

R AWPSHE S B O .

1

2

3. BEMMIATREEMEEF100SMTIEE, MRLmLmEe,
4. RIEHRAEMFEER T EME (WPS) WHITHREIERE,
5
6

R AT 5 B B4 T 5
RPEINXHIATVT SMTHE 815

—

Remove all the dpfects according to the approved repair WPS by means of grinding.

2. Prepare a groove based on the repair WPS.

3. Verify with MT and VT no defects remain in the repair area prior to welding;
4. Preheat and weld according to the relevant WPS,

5. Grind the weld flush with adjacent base metal after welding.

6. Perform VT and MT inspection to the repaired area,

T i”dlwhy\

Technical engineer 0)1 ‘Dj- j L

B
Approved by

B
Date

(ks 9.1

#R787-QCP-900
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Welding Repair Report 0
A& F B KR A E = SEGO20BISECHDC BE 5 "
Project Name SFOBB Drawing No Report No. B-WR7354
&R
Contract No.: 04-1120F4 R 4 A 4E PLATE PANEL | NDT4R 4455
A 52 ltems Name SPLICE Report No.of NDT B787-MT-13624
" _ ZP06-787
Project No.:
ER N

Correction action to preveni re occurrence:

1. DE AR W 0 5 (E s

1. Improve monitoring of welding and interpass cleaning.

% 8 fi f A (Foreman); Z: 7«/1/1 WE’ #(Date): 9? 7

Z2MEMHWPSE S
Repair WPS No.

WPS-345-SMAW-2
G(2F)-Repalr
WPS-345-FCAW-2
G(2F)-Repair-1
WPS8-345-SMAW-2
G(2F)-FCM-Repair
WPS-345-FCAW-2
G(2F)-FCM-Repair

TLEh
technologist

//@;{w &n

o)’fg)ﬂ,v

BAE (@)Y w7 B
Preheat temperature

B 69 (P8
Description

Uine illacoithon

AY

before gouging /\]Q of discontinuity
1A B A 18 B T # 8 B 4
Inspection - Preheat temperature
befare welding et before welding 18 ¢
B KWl iE 5 B & 1<
Max. depth of gouging N Total length of gouging N
LA MEgR 8Ll
welder W/Sé jﬂ welding type 5}/\/73"‘/ position 2,,';
BERR B &K PR
Current  j 4 5, Voltage J-} Speed {1y~
EERRE
Inspection After repairing:

g ,mj 1§cw1f =1
SR E Inspector.gu'r J Date
VT result VAP v 071‘7/0 6 7 / 09‘ p \\:'%f'
NDTE # #45 & B e 0 .
NDT result ,S(CL/ NDT persof\ A 2 QV\JL"‘O} Date o C7 ﬂj \ Y1

' —_ ]

R : [
Witness/Review:
&
Remark :

#R787-QCP-900
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ﬁ REPORT OF MAGNETT C PARTICLE EXAMINLTY QL
L R U0 25
'REPORT NO. B EHS BTBT-HT-13624 JDATEEUD] 2009.07.06 PAGE OFT#% 1/1 Revision No: ¢
!;ﬁuojuésct?-ﬁoc'&- T AT e r‘z;cc;ﬂsf-‘.r"a';t" e b L R SErorITace am'--ﬂ'yxcmONTRAc.faé-E::l';-'-L-\-l'i.-. - 'FWE?Y";L;;::—J ST T B T A ]
TR, R P
DRAWING NO. SEG020B/018C CALTRANS CONTRACT NO.: P
2k OBG 4E PLATE PANEL SPLICE  |jnjiT@se  040120F4 --
|REFERENCINGCODE =~~~ [ACCEPTANCE STANDARD PROCEDURE NO, CALIBRATION DUE DATE
BEMTELHT ®2ini EBFge LB B IE T 344
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2000
EQUIPMENT &% MANUFACTURER #i&7 MODEL NO. #X42 SERIAL NO. E&i5s
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
AL REM L ik HLH
PARTICLE TYPE Dry magnet powder YOKE SPACING TS50
et 31 FRiB B EE mm
MATERIAL TO BE v WELDING
A B Material & thickne?s AT0SM-345T2
EXAMINED D CASTING %44 M, BLAE
B HiH 5 O FORGING &% 2014 mm
WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
HEF ok e
WELD 1.D TN ACCEPT REJECT R
.D. C EMARKS
i INDICATION TYPE s T 15l P,
EPIN il
SEG020B-008 1 ling indication 20 REJ, Y=0
SEG018C-026 1 line indication 30 REJ. =0
‘ BLANK
EXAMINED BY4F REVIEWED BY ##
: I
Sun gong chang S\/\ "‘vﬂ J() ,(‘-( we | A
DATEH ud )~ 0 LEVEL-I  SIGN |_DATEE#S .V
/
F FCUSTOMER
[§
£ SIGN !/ Bil§ DATE o 6 1% SIGN | H ¥ DATE _

(FORM# ZPQC-MTO1)




=

e,

REPCRT OF MAGKETLC PARTIY

CLE ELAEMINKATION

j\
~m i e : ¢
E e :f. :_1}:\ A e '
S e
1 BB RARE
REPORT NO. &428 BT8T-MT-13624R1-1 IDATEE 1 2009.07.12 PAGE OFTIE 144 Revision Ho: 0
PROJECT NO. _;06_78 T TTTTTTTowmmacToR: T TAL;;;;“ e —
£ 4 ’
TER4E: B P
'DRAWING NO. SEG020B/018C CALTRANS CORTRACT HO.: e
e OBG 4E PLATE PANEL SPLICE mMITEES
REFERENCING CODE ACCEPTANCE STARDARD |PROCEDURE WO. CALIBRATION DUE DATE
AN HEiFR BFERE BB ER SN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-T-01 Dec. 267 2000
EQUIPMENT #® % MANUFACTURER $I35 T MODEL NO. AR8 S SERIAL NO. E4ipE
MT YOKE PARKER B3108 5305 5617 5620
MAGHRETIZING METHOD Continuous magnetic yoke |CURRENT -
ALk BTk B
PARTICLE TYPE Dry magnet powder YOKE SPACING )
s T0~450mm
R LR TR REYIE
MATERIAL TO BE v WELDING i i i
B Waterial & thickness ATOOM-345T2
EXAMINED O CASTING #4F M FLIE
B O FORGING i 20114 mm
WELDING PROCESS SMAW TYPE OF JOINT —
B kTl
——— DISCONTINUITY 3% & 1 ACCEPT —
.D. S— JEC REMARKS
ey INDICATION TYPE pL e il e
1BR i
SEG020B-008 1R1 ACC. 100%MT
SEGD18C-026 1R1 ACC. 100%MT
TAFTER B-WR7354
BLANK

EXAMINED BYZ:3R
Li zhen hua l M/}CM [f\u,o]

AW

REVIEWED BY ®i#;

Yl

A

ﬂ?‘ Ls

LEVEL -1l _SIGN %% |/ DATEAM LEVEL-l  SIGN ! _DATEEJ
JRREE / QCM i % [/ Al CUSTOMER (
[ '1/‘/) iMLﬁ[_}ﬂ
£ SIGN / B DATE " -;-,h { v F<¥ SIGN / Bl DATE o

(FORM# ZPQC-MTO1)
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Welding Repalr Repori ()
I ) 2 % £ By K A B 5 4 pE
HiRg B-WR7353
Project Name SFOBB Drawing No Report No,
SRS 4-0120F4
04- & THR4 43
Contract No.: St L AR NDTR 4 4 5
FE T llems Name | PECK PLATE| oo iNoof NDT | B787-MT-11870
: ZP06-787
, Project No.:
I Ab 4l id

Description of welding discontinuity:

We found one line indication in material after removed tack welding PL1A. L=10 Y=0

09.06.20

——— eV

o S0
#EJ (Inspector) @ Zun qu ngschang/ B #(Date) :

BB R TR
Draft of welding discontinuity:




R .

' Caused: -
SRR 7 A (S I

1. Did not clear the weld pass completely in time.

L .
% 19 % fr A(Foreman): ’éa}é,ﬁ éifJ(Date):‘JZ ).:_‘ 128

WIEER ’ L
Disposition

1. ERRRREETEME (WPS) B MK,

2. HBBBREWPSHEREERD,

3. IBEFIXTHHTIR MR BAE100% MTHE . FIROLEL05 %,

4. REMAEMRERE TEE (WPS) HEAT A R 124,

5. CHERMEXIEITIE SR 5 B ESHTER.

6. XHEARIEIHTVTSMT M.

1. Remove all the defects according to the approved repair WPS by means of grinding.

2. Prepare a groove based on the repair WPS.

3. Verify with MT and VT no defects remain in the repair area prior to welding;

4. Preheat and weld according to the relevant WPS.

3. Grind the weld flush with adjacent base metal after welding.

6. Perform VT and MT inspection to the repaired area.

I % i@)((nd’& éf\ i Q%AM = 1A
Technical engineer Approved by Date 7. /7.,
7.

#R787-QCP-900
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Welding Repair Report ()
I3 A = [ 78 K5 B 5 DP9 B b5 w
Project Name SFOBB Drawing No Report No. B- .R7353
=i 04-0120F4
) it e kg B
Contract No.: AL AR NDTHR 4 455
L ltems Name | PECK PLATE Report No.of NDT | B787-MT-11870
N E 45
' ZP06-787
Project No.:
8 E 4556,

Correction action to prevent re occurrence:

1IN AR A5 M s 3 )y 18

1. Improve monitoring of welding and interpass cleaning.

# 18] § 3 A(Foreman): Lé/&}[e/rﬂﬁ}](Date)

Dj J@VV

ERBPWPSH Y
Repair WPS No.

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

L&A

technologist

fextins O
Ojf -’/}_ i e

i AE (I R) o TR R
Preheat temperature

i E B ik Py
Description

Line dnditiard s

before gouging N /a of discontinuity
8 4t 3 42 1% Bl 17 24 48 .
Inspection Preheat temperature
before welding /-}'W before welding / é é Lo
3B K00 B L3RRS ‘
Max. depth of gouging /i/ ®/ Total length of gouging /}/@'
é 1 g S 12 % fir @
welder 04’3 welding type gNW& v | position )'L:‘r
15 45 8 i 8 HEBE J—%ﬁﬁfiﬁ
Current 1% Voltage 2 7 Speed / 03
BERRE
Inspection After repairing:
5% R B W

f/%ﬂmﬁn el inspector § 4" j JWD“E A by

resu £ _

)20 62/ vE

NDTH # i R 8B M
NDT result (Q L NDT person - (/k&hﬁfgjqul ; Pate 92) e é\y]/
R : ]
Witness/Review:
&
Remark :

#R787-QCP-900
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} REPORY OF MACNETIC PARTICLE XAl IRETLON
| RO IR 25

fREPDRT NO. &5 B787-MT-11870 JDATEEJVJ 2009.06.20 JPAGE OF & 4/ [Revisicm No; 0
PROJECT NG, "= === ZP;";';B;"” T e ey [CONTRAGTOR: ~— ™ "= === ’;;‘;R;;S T e s
IEHE: A p.
CALTRANS CONTRACT NO.:

/ING NO. DPg
I DRAW 04-0120F4
2= DECK PLATE mMTEEse
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
B PTELI BRI BFee BB A g
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2009
EQUIPMENT ##% MANUFACTURER &/ MODEL NO. B E SERIAL NO, #4528
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke  |CURRENT s
Bk B g B,
PARTICLE TYPE Dry magnet powder YOKE SPACING ——
BT FHH SR (7155 mm

L TO BE YWELDING
MATERIA B Material & thickness ATOBNESRTS
EXAMINED O CASTING &4 B, B HE
R E O FORGING #@i 20mm
WELDING PROCESS Nk TYPE OF JOINT 5k
B it 2 il
WELD| DISCONTINUITY A ites ACCEPT REJECT
.D. e e REMARKS
Hesm g INDICATION TYPE mai P ol
EEr 2R
PL1A 1 ' LINE INDICATION 10 REJ. v=0
BLANK

EXAMINED BY 343 REVIEWED BY £

Sun_gong chang % thag SAW}
LEVEL-1l SIGN % |pa é LEVELl  SIGN | DATER Lﬁ_og.w

FREEE / QoM i/ CUSTOMER ]
“%M
%5 SIGN / B3l DATE {

v EF SIGN/ B DATE

(FORM# ZPQC-MT01)




B b Y = 2 i

v b

s “jr-ﬂr“r“ o REPORT OF MAGWEIYC PRRTICLE BXAMINAT TR
[EERC
= e Ay R R
REPORT NO. #4478 BIO7-WT-11870R4 ,DAT&E;UJ 2009.06.22 ’PAGE OFT/ /4 Revision Ne: 0
PROJEGT NG, ~ " resrer T [cowRAGTOR: T e
TS, A P ALTRANS
DRAWING IO, DPS CALTRANS CONTRACT NO.
_ 04-0120F4
EE: DECK PLATE mMITEse
'REFERENCING CODE ACCEPTAIKCE STANDARD |PROCEDURE WO, CALIBRATION DUE DATE
ZERBHD BRI BERFES {8840 TE 5
LAWS D1.5-2002 AWS D1.5-2002 ZPQC-WiT-01 Dec. 265 2008
EQUIPIEENT 8% WMARUFACTURER ST KODEL NO. B8 SERIAL RO, & E
T YOKE PARKER B310S 5395 5617 5620 :
MAGNETIZING ETHOD Continuous magnetic yoke |CURRENT 5 7
BAL By my - &
PARTICLE TYPE Dry magnet powder YOKE SPACING rots
kbt FRID BRI _ 70~150mm
MATERIAL TO BE VWELDING #i44: Material & thickness
ATOSH;-345T2 ;
EXAWMINED O CASTING 44 B4, A
BEHE O FORGING 8% 20mm
'WELDING PROCESS - TYPE OF JOINT BA
R it il
T : DISCONTINUITY 7R &4 e
D} _ P REJECT REMARKS
pams | INDICATION TYPE 7LENGE§” il e il B
fam #n |
PL1A 1R1 ACC. 100%MT
[AFTER BWR7353
. BLANK
i
EXAMINED BY X1 REVIEWED BY ##
i a2/
Chana fang jie  jan (s _[-a ]tﬁ S\w“ \ <
LEVEL -l SIGNZEZ% Il ?ATE\ M O’Q\ ,’PL L LEVELAl  SIGHN ! DATEEM 76\3/1/
RS / QCM / L [ FFCUSTOMER
(A el
2 SIGN / Al DATE A‘ LL £5 SIGN/ B DATE

(FORM# ZPQC-MT01)



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-000369
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  02-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0307

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: 14-Jun-2009

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of longitudina diaphragm welds SEG020B-008 and
SEG018C-026 (4AE/4BE segment splice, bike path side), Caltrans Quality Assurance (QA) Inspector observed
two linear indications measuring 20mm and 30mm in length respectively. These welds were earlier subjected
to multiple heat straightening cyclesto correct alignment and distortion. One hundred percent (100%) of the
affected welds were MT tested and accepted by ZPMC Quality Control (QC) technicians after heat
straightening. ZPMC provided Caltrans a notification to perform QA inspections for these welds on June 13,
2009 which indicated ZMPC’ s acceptance of the associated welds.

Contractor's proposal to correct the problem:

Repair areain question and perform the required NDT.

Corrective action taken:

Contractor submitted Welding Repair Report (WRR 7354) along with required MT report verifying repair isin
conformance with Contract requirements.

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: 1347 246 3441, 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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