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-000340
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 24-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0314

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other [  Component: OBG Segment 6CE

Procedural Procedural [] Description:
Reference Description: Missed UT indications by QC
Description of Non-Conformance:

During random verification Ultrasonic Testing (UT) of the X37N longitudinal under Deck Stiffener plate to
FL3 Floor Beam at Panel Point 44 and Deck Plate 518A splice weld to Deck Plate 302A. Caltrans Quality
Assurance (QA) Inspector discovered atotal of (2) two rejectable defects of up to 35mm in length by UT. The
weld designations are as follows;, SEG032*-032 (Deck Splice) and SEG032K-005 (Stiffener). These welds
have been previously tested, rejected and the repairs accepted by ZPMC Quality Control (UT) Technicians.

DP518A

UT Reject @ Weld# SEGE32K-005
LA )

2009:06:26 14:59:47

4:59:21 5
040120F4_June-26_09_B289 6CE_UT_Reject1

)| 200910626 14:59;
040120F4_June-26_09_B239 6CE UT Reject?

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.”

Who discovered the problem:  Rodney Patterson

Name of individual from Contractor notified: Mankit Lee
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 1530 hours, Verbal

Name of Caltrans Engineer notified: Stanly Ku

Time and method of notification: 1600 hours, Verbal

QC Ingpector's Name: Tao Lei

Was QC Inspector awar e of the problem: [ Yeslvl No

Contractor's proposal to correct the problem:

N/A

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 Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Simonis,Jim QA Inspector

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: 05-Jul-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: 05.03.06-000301
Subject: NCR No. ZPMC-0314

Reference Description:  Missed UT indications by QC

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.
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: 06
Remarks:
During random verification Ultrasonic Testing (UT) of the X37N longitudinal under Deck Stiffener plate to FL3 Floor Beam at Panel
Point 44 and Deck Plate 518A splice weld to Deck Plate 302A. Caltrans Quality Assurance (QA) Inspector discovered atotal of (2) two
rejectable defects of up to 35mm in length by UT. The weld designations are as follows; SEG032*-032 (Deck Splice) and
SEG032K-005 (Stiffener). These welds have been previously tested, rejected and the repairs accepted by ZPMC Quality Control (UT)
Technicians.
Please see attached NCR ZPM C-314 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 with revised procedures to remedy the defected work and to prevent future
occurrences. A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0314

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

ogral " 05.03.06-000301,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: 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-000317 Rev: 00
Ref: 05.03.06-000301

Subject:  NCR No. ZPMC-0314

Contractor's Proposed Resolution:

Reference Resolution:  ABF has notified ZPMC of this nonconformance and instructed the same UT operator to recheck this weld. ABF

has discussed UT technique issues with ZPMC to prevent further nonconformances.

ABF has notified ZPMC of this nonconformance and instructed the same UT operator to recheck this weld. The UT operator verified the
indication was an unacceptable Class “A” indication and has since marked the part for repair. ABF has discussed UT technigue issues with

ZPMC to prevent further nonconformances. ZPMC will submit repair reports at a later date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000317R00

Caltrans' comments: Status: AAP

Date: 28-Aug-2009

The response is acceptable, but the Non-Conformance is not closed.

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-0314 at that time.

Submitted by:  Wright, Doug Date: 28-Aug-2009

Attachment(s):

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: 19-Nov-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-000317 Rev: 01
Ref: 05.03.06-000301

Subject:  NCR No. ZPMC-0314

Contractor's Proposed Resolution:

Reference Resolution: ZPMC acknowledges the non conformance and is providing the weld repair report and NDT documentation to show
the weld was acceptable after repair. ZPMC requests closure of this NCR.

ZPMC acknowledges the non conformance and is providing the weld repair report and NDT documentation to show the weld was acceptable
after repair. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000317R01,;

Caltrans' comments: Status: CLO
Date: 30-Nov-2009

The documentation submitted has been reviewed by the Engineer and is considered sufficient to clsoe the NCR.

Submitted by:  Chao, Ching Date:  30-Nov-2009
Attachment(s):

‘E}' Page 1 of 1



No. B-493

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-11-19
REGARDINCr:: NCR-000340 (ZPMC-0314)

With this letter of response, ZPMC requests closure for Caltrans NCR-000340
(ZPMC-0314). We agree what describe in the non-conformance report. And have discussed with
our NDT operator for this issue, the real reason that the defect direction and angle cause our
miss-discovery, and we will improve the calibration prior the NDE conduction on site.

By the way we prepared one weld repair report and- perform the final UT to confirm the
weld repair has been complete and accepted with the NDT method.

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000340 (ZPMC-0314). '

Please reference attached document for acceptance and closure the NCR-000340
(ZPMC-0314),

ATTACHMENT:
NCR-000340 (ZPMC-0314)
ZPMC internal NCR

The welding repair report
The acceptable UT reports
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Project Name: S.F.0.B.B NCR Number:
T H 275 5% B NS A NCR %5 NCR-B-212 (ZPMC-0340)
Item: Missed UT indications ,‘ Item Number: Drawing:
LR UT R | S NA BS: 6CE
Location: outside yard Date:
A= b3 H#A: 2009-07-08
Description of Nonconformance:
AP ETURA R E

During random verification UT of the X37N longitudinal under Deck Stiffener plate to FI.3 at PP44 and
DP5S18A splice weld to bPSUZA. Calirans Inspector discovered a total of (2) two rejectable defects of up toj
35mm length by UT. The weld designations are as follows; SEG032*-032(Deck Splice) and
SEG032K-005(Stiffener). These welds have been previously tested, rejected and the repairs accepted by
ZPMC QC.

X UT ZATBENSHE P, A R YE PPa4 (0B X37N iR 5 AR /845 L & DP518A 55 DP3024
FHERE T RIL LG, KEEI 35mm. BLMSWT: SEG032+-032 (FANE) 1 SEG032K-005

CHD. REEESH ZPMCIER. BE, BEEHFES.

Work By: L— pared by:L, '1&;47 Reviewed by QCE: DA % M
T £~ e V77949 mRTEmE 74 "/
O Drawing Errpr aterial Defect Fabrication Error O Other dﬁ_ )?
B iR R mERIR HRHE '
Disposition: 0O Useasis O Repair O Reject
AEFERTE i [B] FH BE B
Recommendqtlon

S R L
el L 2hdg e dst

Prepared by: L& L\\M Approved by QCA:
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Reason for Nonconfor mance
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85, -

Technical Justification for Use-As-Is/Repair: [0 Attachment O Non—attachméﬁ / ‘
[5] FH BRIE 1B RO A 38«
8 To b4
Reviewed /HE#E:
Verification: 00 Acceptable O Unacceptable
Hiik: THEE TR
Verified by QCI/FA 1A

Reviewed by QCA/Ji# EE=#:

#R787-QCP-1300



DEPARTWIERT OF TRAMEFORTATION - District £ Teili Bridge
666 Feng Bin Read Rocom 7GE, Changxing Isiand
Shanghei 201513 PR China

ik Tel: 021-56855688 ext 207081 Fax:

NCOHR-CONFOCRMAPICE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 05-Jul-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Supersiructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000301
Subject: NCR No. ZPMC-0314

Reference Description:  Missed UT indications by QC

4
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.
4 Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.

Material Location: 0BG Lift: 06

Remarks: ;
During random verification Ultrasonic Testing (UT) of the X37N longitudinal under Deck Stiffener plate to FL3 Floor Beam at Panel
Point 44 and Deck Plate 518A splice weld to Deck Plate 302A. Caltrans Quality Assurance (QA) Inspector discovered & total of (2) two
rejectable defects of up to 35muit in length by UT. The weld designations are as follows; SEG032*-032 (Deck Splice) and
SEGO032K-005 (Stiffener). These welds have been previously tested, rejected and the repairs accepted by ZPMC Quality Control (UT)
Technicians.
Please see attached NCR ZPMC-314 for details.

Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constituies a sysiematic problem on both
materials/workmanship and quality control issues with revised procedures to remedy the defected work and to prevent future

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

Transmitted by: Ching Chao
Attachments:  ZPMC-0314

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

‘B2, 05.05.06-000301,5CT Poge dof 1
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ATE OF CALIFORNIA--BUSINESS TRANSPORTACTION AND HOUSING AGENCY Amold Schwerzensgger. Governcr

DEPARTMENT GF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quelity Assurance and Source Inspection

- Contract # 04-0120F4
y Area Branc

690 Wainut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 File#:  60.25B

(707) 649-5453
(707) 643-5433

T R T S e T T T W A T R TR ST TR ST Semerran TG - ST B

QUALITY ASSURAN CE e N ON- CONF(}RMANCE REPOk(i

Locatien: Changxing Island, Shanghai, P.R. China Report No: NCR-000340
Prime Contractor: American Bridge/Fluor Enterprises, a IV Date: 24-Jun-2009
Submitting Contractdr: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0314

P’

Type of problem;

Welding Concrete [] Other O

Welding [J Curing L) Procedural [J  Bridge No: 34-0006

Joint fit-up [J Coating [0 Other [l  Component: OBG Segment 6CE

Procedural Procedural [] Description:

Reference Description: Missed UT indications by QC

Deécripﬁon of Non-Conformance:

During random verification Ultrasonic Testing (UT) of the X37N longitudinal under Deck Stiffener plate to
FL3 Floor Beam at Panel Point 44 and Deck Plate 518A splice weld to Deck Plate 302A. Caltrans Quality
Assurance (QA) Inspector, discovered a total of (2) two rejectable defects of up to 35mm in length by UT. The
weld designations are as follows; SEG032*-032 (Deck Splice) and SEG032K-005 (Stiffener). These welds
have been prevmusly tested, rejected and the repairs accepted by ZPMC Quahty Control (UT) Technicians.

.‘“V'\f e
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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.™

Who discovered the problem: Rodney Patterson

Name of individual from Contractor notified: Mankit Lee

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



CITAT 7TV ASKITR ARITT S IORILTORNECDN ATI,T BT 0T
CUALITY ASSURARNCE -- MON-CONFCRIVAHCE REPORT
L

( Continued Page 2 of 2 )

Time and metsod of netification: 1530 hours, Verbal

MName of Caltrans Engineer notifiec:  Stanly Ku

Time and method of netification: 1600 hours, Verbal

QC Inspector's Neme: Tao Lei

Weas QC Inspector aware of the problem: U Yes [ o

Contractor's propaesal to correct the problem:

N/A

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 Mazen Wahbeh,(818) 292-0659, who represents the

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: ‘Wahbeh,Mazen SMR

ﬁ TL-15,Quality Assurance -- Non-Conformance Report
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Description of welding discontinuity:

Rejected Indication found by ultrasonic
allowance aggregate length.
(UT%‘E%EB&IEUE@B&E-L&)‘E/J\—FEX

inspection is less than the maximum
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WRLAIS S B A
g

Draft of weldin

discontinuity:
Y
Al 18730
_—

20
14
—]
O X
e
|
>
_
|
e L]
]
Nl

BiMm

WELD NUMBER: SEG032*-032
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Disposition :

1. NERMEERTEE—N (D<O0.65T, DAGUARE, THIRE) TR AISRITE M £ IR,
2. BHBREBRETEMARE (WPS) ML EMMELR, BinmEiE,

3. BERHE I ATV ARG M A,

4 BEHESTED S SRR AERE TR,

5. iREAENERBERLERE.

1. Gouge or grind from nearer side from metal edge (D<O0.65T, “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. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld;

5. Check the welds according to the working drawings.

T - B EEL y
Technical engineer fiaR Approved by Date uit ‘}‘

#R787-QCP-900
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Welding Repair Repori | n
] < | =
T B = BT R E S seaoa | REHS —
; -WR7
Project Name SFOBB Drawing No Report No
=GRS
04"0120[:4 & -, ie 4k 4 O
) Sk o 24 PLATE PANEL SPLI| NDT4f 4 2
Contract No.: -2 A T—
A e ltems Name CE Report No.of NDT
Project No.: ZroaTer
2| B3

Correction action to prevent re occurrence:

1 InR IR I I A B fE) v
1. Improve monitoring of w

f

elding and interpass cleaning.

% [ §i Ft A(Foreman): /; 4/(4'7“74 B Hi(Date): 1. :].}5
= T~

ZBaWPSH S
Repair WPS No.

WPS-485-SMAW-1
G(1F)-Repair-1
WPS-485-FCAW-1
G(1F)-Repair-1
WPS-485-SMAW-4
G(4F)-Repair

LER
technologist

ASin T»M
174

EE (%A wiBREE
Preheat temperature

E B Gz
Description

before gouging /V/A of discontinuity ¢Z
12 4R 3B B B 17 0T AR
Inspection Preheat temperature N
before welding é—cfl before welding ?O C
B K Bk 0 o B [P RS
Max. depth of gouging 6 Total length of gouging gomm_
BI BEER BRELE
welder O4ED 12 welding type gﬁ]ﬂ“\f position 4’6
1B e i BRERE BERE
Current t50 Voltage 33 Speed 12
EEFHE
Inspection After repairing: [/'t

B R L1 don N B
N WA Inspector Date
VT result Ace Y2 110701 2v0q (o, >
NDTH # #i R S B # ’
NDT result /XLO NDT perlz%’m :’ | Date ;;_,.‘47 il ‘(4 :
IAE :
Witness/Review:
#E
Remark :

#R787-QCP-900
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REPORT MNO. %% B787-UT-6353-1R1 DATE 2009.10,04 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : 11245 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 6CE DECK PLATE [DRAWING NO.: S CALTRANS CONTRACT NO.: 04-0120F4
4 7 SFLIGE 5 MM TR
REFERENCING CODE 5 ACCEPTANCE STANDARD &Sz PROCEDURE NO. ZF %
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 137 JOINT TYPE 1242570 CALIBRATION DUE DATE {3884 [F& %0
SMAW BUTT Dec. 2857 2009
EQUIPMENT %% MANUFACTURER #li& 7§ MODEL NO. #3445 SERIAL NO. 57552
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #8471 MATERIALITHICKNESS #1 #} JILff
AWS [IW BLOCK TYPE I c.M.C AT09M-345T2-X 20/14mm
TRANSDUCER ##3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
I T i3 gz Rt 3 Rl % +
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #:35 R JHEE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#} DISCONTINUITY gt =
o 1} & E
WELD 4 | m ~ 15 |3 |8 Is 2 4
z |9x|3_|% Bsl2szalEe LOCATION OF DISCONTINUITY 2| &
oW |Z=|uE| X [E2|58(28|8F TR R (mm W
IDENTIFICATION |Elf | 2 |22 (O 8- |sE5 AL H (mm) 2% =
13 “ = £ &
S®|BE 2% o % EX | E
A _-J_ﬁ 4 -
e e g E -~ Sound | Depthfrom " 5 =
= Length From'X | From'Y )
a|b|lc)|d i Path Surface §EX iy 0
= piE | mmEmmE | - a
SEG032*-032 1R1 | 70 34 ACC. | 100%
AFTER B-WR7870
BLANK
)E?MINED BYZ:# REVIW AT
pi) Yy 07 170 X ﬂ;g‘wi 22~ (v OY
LEVEL JiLsigy | DATE ILEVEL -1l sIGN /i DATE!
[ER%3 / acm R FCUSTOMER
4557 SIGN / Hill DATE %< SIGN / H i DATE

(FORM# ZPQC-UT01)
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Welding Repair Report &
e [ o e e REHE
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Project Name SFOBB Drawing No eport No
BR% 6CE WEB AND DE
04-0120F T > -
Contract No.: # L AR CIIBOTTON BLATE NDTIR & 46 5 5787.UT.7083
A % liems Name Report No.of NDT
iy ) ZP06-787 SPLICE
Project No.:
P2 VP RS

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum
allowance aggregate length.

(UTHGEXAMBRERENTFREAARERE. ) SEG032K-005

How ot

#38R% (Inspector) : Han Fen'g EiJ}J(Date) 09.07.15

1 lé.f'k”f.:-_'l.‘f.... @ .

Draft of welding discontinuity:

AT

15
25

(=14

D)

Bild

En 20

WELD NUMBER:SEG032K-005




Y

; I

ham ]

B

Bl

| Caused:
1Bk R R ET S ‘ |
1. Did not clear the weld pass completely in time.

-

% 14 fi r A(Foreman): i 2}\/.‘[[ Wf E #i(Date): ., | . "/. L

R Sl {
Disposition :

1. MlERER R EBEE—0l (D<0.65T, DAMRE, THHERE) RABRLITERN A EEBRIB AR,
2. ZERBREREIZNE (WPS) EL£ERNELTN, THEE,

3. BATAHER K E T VTR MR G T S H R M

4, CRHEFNEKEITER S 8 eI R 4T 5T

5. HERMEMNEEELSSERS.

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

metal) 1o remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld;

5. Check the welds according to the warking drawings.

T % CFEp =
Technical engineer R I wt’//"‘“"/) Approved by Date b; ,,/7 i
in ;
PG
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Welding Repair Report

i e A

2E I =

Ly i

(. 1=E-1 e PN i HHES Stcosak | AEBE —
Project Name SFOBB Drawing No Report No.
BRAS 6CE WEB AND DE
04-0120F4 Sy A
Contract No.: A A SR FATE NDT4R % 2
WA %5 ltems Name Report No.of NDT | B787-UT-7983
iy ZP06-787 SPLICE
Project No.:

2 355k

i

Correction action to prevent re occurrence:
1. INSEAR e i 4 AN 8 A v
1. Improve monitoring of welding and interpass cleaning.

£ J8] 7 9t A(Foreman): J_;‘ z_/xilli c»«?J 8 #(Date):

EZHEMWPSH S
Repair WPS No.

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

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

G(2F)-FCM-Repair

4

ITER
technologist

U)— .u?. !\1"
!

EE (@) R AGE
Preheat temperature
before gouging

N/A

W AE B B 65
Description
of discontinuity

BE A ERE
Inspection
before welding

Ace

B HGE E
Preheat temperature
before welding

B oK TR Il R BE BAE K
Max. depth of gouging Y e Total length of gouging 50 mm
BT 1B 1R |
welder QL\QOIB welding type mu/ position lfél
Lk R E 1R
Current ( 7‘8 Voltage 2—(9 Speed [ 1o
BERFRE
Inspection After repairing: R i

) B® R LIt K E
HuwE Inspector Date
VT result %‘LL 9)11_07% W‘i O'L )
NDTHE & e &R -~ B A
NDT resuli (s er(/ NDT persor}Haﬂ/ f‘@‘ﬁ Date Ji ; 9?/ Yo
JAIE
Witness/Review:
&I
Remark :

#R787-QCP-900
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REPORT NO. 2009.07.20 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T4 8 2P06.757 CONTRACTOR : CALTRANS
ITEMS NAME: 6CE WEB AND RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
) DECK/BOTTOM SEG032K ‘
B2 55 PLATE SPLICE BHE InMITERE

b

REFERENCING CODE
AWS D1.5-2002

AT

ACCEPTANCE STANDARD# Zi7uE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. RS
ZPQC-UT-01

WELDING PROCESS ##7i:

JOINT TYPE #5483 1y

CALIBRATION DUE DATE AL IE 24

SMAW T-JOINT Dec. 26%7 2009
[
EQUIPMENT # % MANUFACTURER il MODEL NoO. #ztme SERIAL NO, 542
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #5-&7) MATERIALITHICKNESS B A
AWS lIW BLOCK TYPE 11 C.M.C AT709M-345T2 -X 30/25mm
TRANSDUCER i5:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
R R = R i . ffE = R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level %R & i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS % I DISCONTINUITY Figt 5
. &
O L} = =1
WELD 2 8. 18 [als_le 5. (s 3 =
z. |2x (2|8 Bslisffslfe LOCATION OF DISCONTINUITY S. | %
op = | WE| 2 (822 o8 = — 2
IDENTIFICATION | 2 12 nel=%|Z p3le3E8)SE AT (mm) 2% | «
Ly (M=o S - = = g = ©
SFI8% 8% o g% | E
A &% S - 4 1 wd
LT'EE"HH HE g E = Sound Depth from ; S e
— Length From'X | From'y Pxi
a|{b|c|d 2 Path Surface SEX sy o
N FE | mdmmE | - a
SEG032K-005 1R1 70 32 ACC 100%
AFTER B-WRE800
BLANK
EXAMINED BY3: 5 REVIEWED BY ##;
° I Aue i 6 9 o] 70
LEVEL -1l SIGN ¢ DATE LEVEL -1l SIGN j/ DATE
FEiREH / QoM . / F FCUSTOMER
1.1
/ 11 Gnfatn
N / .
% SIGN / F #j) DATE 71w % SIGN / Bl DATE

(FORM3# ZPQC-UT01)



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-000419
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  25-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0314

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:  24-Jun-2009

Description of Non-Conformance:

During random verification Ultrasonic Testing (UT) of the X37N longitudinal under Deck Stiffener plate to
FL 3 Floor Beam at Panel Point 44 and Deck Plate 518A splice weld to Deck Plate 302A. Caltrans Quality
Assurance (QA) Inspector discovered atotal of (2) two rejectable defects of up to 35mm in length by UT. The
weld designations are as follows; SEG032*-032 (Deck Splice) and SEG032K-005 (Stiffener). These welds
have been previously tested, rejected and the repairs accepted by ZPMC Quality Control (UT) Technicians.
Contractor's proposal to correct the problem:

The contractor perform weld repair and subsequent NDT verification.

Corrective action taken:

ZPMC acknowledges the non conformance and is providing the weld repair report and NDT documentation to
show the weld was acceptable after repair.

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 Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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