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, PRC Report No: NCR-000347
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 31-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0321

Type of problem:

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

Procedural Procedural [] Description: South Tower, Lift 3, AE corner seam weld

Reference Description: Excessive weld pass width on South Tower, Lift 3, AE corner seam weld
Description of Non-Conformance:

During in-process visual inspection of South Tower, Lift 3, AE corner seam weld no. SSTL3-1B/K-84B, QA
observed an approximately 30mm wide weld pass. This Flux Core Arc Weld (FCAW) is a Compl ete Joint
Penetration (CJP) performed in the flat position. The maximum FCAW weld pass width allowed in this
position is 16mm.

South Tower Lifts3 ¢ornerseam A/E weld
SSTL3-1B/K-84B.where the width of a weld pass
of groove weld in flat position is approximately
30mm. ;

The widfh of 2 ;;;F}ie___hj_ﬁass of greove weld in the
flat posifion pisadad to be approximately
20mm. L . 1

SSTL3-1B/K-84B

2009.07:31 10:10:16
IMG_2633

2009:07:31 10:11:0
IMG 2634

Applicablereference:

AWS D1.5-2002, Section 4.14.1.5 FCAW: “When the width of alayer of agroove weld in the flat, horizontal,
or overhead position is 16 mm [5/8 in.] or greater, a multiple-pass split-layer technique shall be used.”

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: Yang Yi Heng

Time and method of notification: 7-31-09, 10:15; Verba

Name of Caltrans Engineer notified: KenLee

Time and method of notification: 7-31-09, 15:45; E-mail

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



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

QC Inspector's Name:
Was QC Inspector awar e of the problem: [] Yeslvl 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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

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



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 05-Aug-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: 05.03.06-000310
Subject: NCR No. ZPMC-0321

Reference Description:  Excessive weld pass width on South Tower, Lift 3, AE corner seam weld

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: Tower Lift: 03
Remarks:
During in-process visual inspection of South Tower, Lift 3, AE corner seam weld no. SSTL3-1B/K-84B, QA observed an
approximately 30mm wide weld pass. This Flux Core Arc Weld (FCAW) is a Complete Joint Penetration (CJP) performed in the flat
position. The maximum FCAW weld pass width allowed in this position is 16mm.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance to prevent future occurrences and provide documentation of the corrective
measures taken.

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0321

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File 05.03.06

ogral " 05.03.06-000310,NCT

Pagelof 1



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge FL U O R _ P.O. BOY 23223 Dakland, CA 04623

Phore (G100 19-0120 F Fax (5100 829-0666

A JOINT VEHTURE

NCR PROFPOSED RESOLUTION

Tox CALTRANS - A% Superstructure Datect  24-Aug-2 009
e el Contract Ho.: 04-0120F 4
Attention: Pursell, Gary Job Hame: SAS Superdrudure
Resident Engineer Documert Ho.: ABF-HPR000321 Rew: 00
Ref: 05.03.06-000310

Subject  MCR Mo, ZPMC-03521

Contractor's P roposed Resolution:

Reference Resolution:  ZPMC QA has notified the welder and severd other welders of this nonconfonn ance and to perforn el ding swithin
the cuidelines of the welding parameters.

IPMC QA has notified the welder and several ather welders of this nonconform ence and to perform swelding within the guidelines of the welding
parameters. ZPMC will submit ingpedion repotts at a later date to dose this MCR.

Submitted by
Attachment(s):  ABF-NPR-000321R00

Caltrang’ comments: Status: ALP
Date: 25-4ug-2009

The response iz acceptable, but the Mon-Conformancs is not dosed.

Please provide documertation of the weld repairs that were performed and that the repairs were acceptable. The Depatment wil revdewthe
Contractor's proposal to dose Mon-Confarmance ZPMCA0321 &t that time.

Submitted by Whight, Dowg Date:  28-fug-2009
Attachment(s):

'h‘i Fagel of i



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

T CALTRANS - SAS Superstrcture Datedt 24 Hov-2009

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

Okland G Begll 04-5F 80-13.2 /139
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineer Document Ho.: ABF-HPRO00321 Rew: 01
Ref: 05,03 06-00031 0

Subject  NCR Mo, ZPmC03521

Contractor's Proposed Resolution:

Reference Resolution: IPMC haz repaired the weld gated inthe NCE and prosvided documentation showeng tha weld is acoeptakle.
ZPMC requests dosure of this MNCR.

PMC has made the welder and other welders aware that weld pazszes should be in confornance with 2= D15 to prevent Ltuwre ocourrences
of thiz non conformance. ZPMC has repaired the weld gated inthe NCR and provided documentation showing that weld iz acceptable. 7P MC
reguests dozure ofthiz NCR.

Subrritted by
Atachment(s): AEF NPR-O00321R01;

Caltrans’ comments: Status: CLO
Date: 10D ec-2000
The propozed resolution iz acceptable. The Department concurs that Mon-conform snce ZP MC 0321 is dosad.

Submitted bye Les, Ken Date: 10Dec-2009
Attachment(s):

s
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No. T-085

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-11-23
REGARDING: NCR-000347(ZPMC-0321)

ZPMC received NCR-000347(ZPMC-0321), it mentioned that CT inspector discovered
an approximdtely 30mm wide weld pass on South Tower, Lift 3, AE corner seam weld no.
SSTL3-1B/k-84B. The maximum FCAW weld pass width allowed in this position should be
16mm.

ZPMC acknowledged this problem, and had inculcated the welder and several other
welds of this non-conformance and to perform welding within the guidelines of the welding
parameters. Also ZPMC enhanced QC be more responsible. Here attached the CWR and
NDT Reports to prove the weld is sound after repairing,

So ZPMC hope Caltrans could take a review and close this NCR.

ATTACHMENT:
NCR-000347(ZPMC-0321)
T-CWR275
T787-UT-2083R2
T787-UT-2083R3
T787-MT-6291

i

1redt ) 13



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
. Oakland CA 94607
(ool Tel: 510-808-4618 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

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

375 BURMA ROAD

CAKLAND CA 95607 Contract No: 04-0120F4

. 04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsspn  Project/Fabrication Manager Document No: 05.03.06-000310
Subject: NCR No. ZPMC-0321

Reference Description:  Excessive weld pass width on South Tower, Lift 3, AE corner seam weld

The attached Non-Conformance Repoert describes an occurrence where the contractor did not comply with 2 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.
O Recurring QC issue that constitutes & systematic problem in quality control,
[J Non-Conformance Resolved.
Material Location: Tower Lift: 03
Remarlks:
During in-process visual inspection of South Tower, Lift 3, AE corner seam weld no. SSTL3-1 B/K-B4B, QA observed an '
approximetely 30mm wide weld pass. This Flux Core Arc Weld (FCAW) isa Camplete Joint Penetration (CIP) performed in the flat
position. The maximum FCAW weld pass width allowed in this position is 16mm.
Action Reguired and/or Action Taken:
Propose a resolution for the identified non-conformance to prevent future oceurrences and provide docurnentation of the corrective

measures taken.

Transmitted by: Ken Lee Transportation Engineer
Attachments:; ZPMC-0321

ce: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06

[
S
[
(Y

. Received
NCT-000310 05 Aug 08
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TATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

IEPARTMENT OF TRANSFORTATION
IVISION OF ENGINEERING SERVICES
fiice of Structural Materials

fox L+
w0
g

wality Assurance and Source Inspection S
Contract # 04-0120F4
ay Area Branch . e
90 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
allejo, CA 94592-1133 : 3
/07) 649.5453 File#: 69.25B
"07) 648-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PRC - Report No: NCR-000347
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 31-Jul-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0321

s

Type of problem:

Welding Concrete [] Other ]

Welding J Curing 0] Procedural [1  Bridge No: 34-0006
Joint fit-up [] Coating [0 Other [0  Component: South Tower

Procedural Procedural [] Description: South Tower, Lift 3, AE comer seam weld

Reference Description: Excessive weld pass width on South Tower, Lift 3, AE corner seam weld
Description of Non-Conformance:

During in-process visual inspection of South Tower, Lift 3, AE corner seam weld no. SSTL3-1B/K- 84B, QA
observed an approximately 30mm wide weld pass. This Flux Core Arc Weld (FCAW) is a Complete Joint
Penetration (CJP) performed in the flat position. The maximum FCAW weld pass width allowed in this
position is 16mm.

Snuth Tover Lift2 aarner seam ASE weld

SSTLL 1BACEAB wwvhe AR Awvveld nass
ol reove waldih Tiat position in Rirnately
S0,

JiBass of groowve weldin the
o - .
clio e approxinatels

2009:07 31 1010 18
NG _2533

2DOS:07 L1 10510
IMG 2624

Applicable reference:

AWS D1.5-2002, Section 4.14.1.5 FCAW: “When the width of a layer of a groove weld in the flat, horizontal,
or overhead position is 16 mm [5/8 in.] or greater, a multiple-pass split-layer technique-shall be used.”

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: Yang Yi Heng

Time and method of notification: 7-31-09, 10:15; Verbal

Name of Caltrans Engineer notified: = Ken Lee

Time and method of notification: 7-31-09, 15:45; E-mail

‘h," TL-13,0ualiry dssurance - Non-Conformance Report P4 o
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QUALITY ASSURANCE -- NON-CONFORMANCE REPQRT
( Continued Page 2 of 2 )

QC Inspector's Name:
Was QC Inspector aware of the problem: [J 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
concerming repairs or remedial efforts please contact Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: S'inevod,Serge ASMR

Reviewed By: ‘Wahbeh,Mazen SMR . p

"‘7,7' TL-15.Qualiry Assurance -- Non-Conformance Repori Bagesof ¢



| Welder IDNe. (BI@E):

; , Mk
;ré % j‘?‘ % i’ {5 fHTi = Rev. No.:
Critical Welding Repair Repori (CWR) 0

I

ARER | mmwmxs | mems . e )
Project Name: SFOBB Drawing No.: Report No.: T-CWR275

ERE .
Contract No.: 04-0120F4 WL THIRD LIFTING TOWE NDT HigigE

HEES ltem Name: RIS) ANGLE AE NDT Report No.; | | /o -UT-2083R2
Project No.: FFUGI8Y

PR R .

Description of Welding Discontinuity:

Rejected md:cation found by ultrasonic inspection at third time.
(UTHHEBEZ K. ) ESTL3-4BIK-85A/8 .

840261 040343 053869 053870,050041

. o . e
* . " B : -

U f..-_;:.-" .'-:""_._-..'r':_ I per o ?s)«kn T, ® '
s s skt .'° oY &M (’lnspector) ﬁg Xidg .shan- A'Eﬁ_(ngté}'z

2009.09.22 |

_Pogi-tfon-:({fl £): 26

BREESFrEE
Draft of Welding Discontinuity:
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ewWELD NUMBER: SSTL3-1B/K-84A/B
Please see the detail data from UT report!

This documeni is APPROVED
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FARE: _ |

Cause:

RO B LR, BROURD, ARBEVER A G, ]
TETETEN, THEH, ®EH4TEN0RGER. :

The access space was quite narrow resulting in making it dificult to arc-gouge the defects effectively.

The grinder was not abservant during the grinding operation resulting in the indications
not being completely removed.

EFAARA (Foreman): L. Yq‘e{axﬁ at): 5 - 0703

.Di

-

=
7] :"';':'E

1.
2,
3.
4,
5.
6.
7.
8.
9.
10

L

i gl !

ardl ;&9ﬁ$t§hgjf%moﬁi§or én’d;direct_thp welder and the grinder dairng Jhé repair operati
i 7% 2. Preheat before gouging; the témperature shall be af least 65°6." PR,
"+ . 3.Gouge the weld o remove identified defects. =~ -* s i BN .

i /ety with VT and T to ensure no defects remain in the weld joint prior s walding- -~ ..

1. VIMTHEENDTH R4,

spositign : : L : T BT | |

4. Joint details shall refer to the approved \{VRS'repéir. o _
5. Grind the gouged areas.to a smooth and shiny suface. .

P

"'Y.ﬁc_'shall monitor all welding passes belng _deposlt"_;‘i. _ o
8.QC shall ensure all slag has been removed prior the deposition of next pass.
9. Preheat and maintain interpass temperature control in accordance with the WPS.
10. Blend the weld repaired areas into the adjacent weld or base metal by grinding.
11. Perform VT, MT and UT NDT inspection to the repaired areas.

EREET, QC NEMEAESETATET,
RUZ M LAEHTRA, BEFET 65° C;
BRAIZBREREA,
RIEHTEEBRE, DAEE— N ERMELBR, -ﬂﬂ%&‘kﬂﬁ:iﬁ?‘%ﬂ.N&'ﬁﬁﬁ?bﬁﬁliiﬁfi(\!\'%);
HIREEITE AR
EREFREELREN, B VT 8 MT RIS e 2 5E,
EREEETD, QCFABEBRTS,
EHRATERGN, QC NEREHENHRKEES £,
1RI% WPS {2 Rl mE g,
 TEE#S RS T REMBH LT,

Wik, [ gt fus A

(L .
Technical Engineer: 2/ ‘2( A Approved By: Ay e A{,\ Date: ‘7‘ ‘j i e

vV

#R787-QCP-900

This domnegl is APP!;DVED
|
DEPARTMENT OF TRANSRORTATION
Pursuant to Section 5-1.02 of the
.. Stendard Specificalions
initial 353 ale o5 /2GS Jes
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RXEBEEELEHE -
Rev. No.:
Critical Welding Repair Report (CWR) i}
bt = EE A S HEEE
Froject Name: SFOBB Drawing No.: SSTL3-1B/K RepnrtNe T-CWR275
AR5
04-0120F4
Contract No.:
L THIRD LIFTING TOWE | NDT #&&HE
liem Name: RIS) ANGLE AE NDT Report No.: T787-UT-2083R2
AR ZP06-T8T
Projeci No.: g
B EH3E:

Corrective Action to Prevent Re-occurrence:

L &Mﬂﬁﬁ,%@ﬁﬂ&,wﬁmﬁmﬁﬁﬁﬁﬁﬂ%f%.;

2 ﬁ%&ﬁ%ﬁﬁ%ﬁﬂﬁﬁﬂﬁ:ﬁlﬁf
|3 ebinsB AR, ERMOCHTANEERS

‘ME

1. Grind srnoothly trarisition afler gouging: - Perform VT and MT to ensure an the defecis have been removed “,.'-;-:

2, fnstruci the welder that it is his responsmmty to pmduce sound we]ds and
3. Greater QC presence during critical welding operatmns

$ﬂﬁlﬁ)\ {Foreman) : T

“W]LU EI#J a)ate)

perform lnterpa.ss cleamng. 3

-aj 2..2.

BRMWPSH S
Repair WPS No.:

WPS-345- FCAW 1

e e = B (1F) -Repalr

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

WP S-345-SMAW-2
G(2F)-Repair

5 -

I#R ;
Technologist:

L
‘77., . A

B (BRE) BmAEE
Preheat Temperature
Before Gouging:

iE & 1B
Description
of Discontinuity:

Rt ERE
Inspection
Before Welding:

AT B R K
Preheat Temperature
Before Welding:

AR AR E Bl B K

Max. Depth of Gouge: Total Length of Gouge:

mT 2k 5 Ak

Welder: Wealding Position:
i Type: osition:

BERR BERK B

Current: Voltage: Speed:

BEERE

Inspection After Repair:

SR BRR B

VYT Result: Inspector: Date:

NDTE & HH R B M

NDT Result: NDT Person: Date:

WA -

Witness/Review:

&8

Remarlk :

#R787-QCP-900
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PORT OF ULTRASONIC EXAMINATION
[} L] 2
i 0=
UTHGH S
REPORT NO. %% T787-UT-2083R2 DATE 2008.08.22 PAGE 4 OF 2 Revision No: 0
PROJECT NO. :T#S ZP06-787 CONTRACTOR : CALTRANS
ITEM:S NAME: THIRD LIFTING  [DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
TOWER(S) ANGLE SSTL3-1B/K
s _ AE mE M TS
REFERENCING CODE £:£#17 ACCEPTANCE STANDARD S 15E PROCEDURE NO, 452
AWS D1.5-2002 AWS D1.5-2002(Table 6.4) ZPQC-UT-01
WELDING PROCESS &4 JOINT TYPE #ég2ey CALIBRATION DUE DATE {¥ 825 AT 8
FCAW CORNER-JOINT Dec. 28°" ,2009
EQUIPMENT 4% J MANUFACTURER #1357 [MoDEL No. BRme SERIAL NO. A5 S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i3t COUPLANT $47) MATERIALTHICKNESS #4%} BLHF
AWS lIW BLOCK TYPE II c.m.C A709M-345T2-Z 90/100mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
fizlbisq ] R = R+t it piilics i R+t
Changchao 70° 2.5MHz 18%18mm Changchao 60° 2.5MHz 18%18mm
_ Changchao 0® 2.5MHz 20mm Changchao 45° 2.5MHz 18x18mm
Reference Level 235 7 & 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ 1 DISCONTINUITY kit 5
o w = ‘g‘ i
WELD Z |la |8 |=1Is_18_I58.1s = H
z |9%]2 # BslEsEslE e LOCATION OF DISCONTINUITY S o
oW lag|LBlx |8al5525[Eg TR ai
IDENTIFICATION | E K |y =R [ C EHE-5EE AL (mm) 25 x
= |mf i‘oE & @ F K F E¥ | E
RERIR T 2 £ - Sound | Depthfrom s e
= Length FromX | From'Y i
ajblc|d Py Path Surface X Ty o
PR | ERERE o
SSTL3-1B/K-84A/B | 1R2 | 45 A | 243410 4]| 20 155 80 =20 | 18500 | REJ. | 100%
2R2 | 45 A | 222|347 |-18] 20 17 83 -20 | 21600 | REJ. | 100%
3R2 | 45 A | 2|4|34)10]4]| 20 148 a0 -5 5580 | REJ. | 100%
4R2 | 45 A | 2 ]34]34(8|-8]| 50 128 80 -5 5520 | REJ. | 100%
5R2 | 45 34 ACC. | 100%
6R2 | 45 34 ACC. | 100%
7R2 | 45 34 " ACC. | 100%
8R2 | 45 34 ACC. | 100%
EXAMINED BYZ# REVIEWED BY #1#
Tangxingshanémv%\;%]ﬁéﬁ \_A/;A{'JL/Q,,;) P {)Z( 11
. ‘NS AT
LEVEL-Il SIGN /  DAT £, of 9 LJLEVEL-1I SIGN |  DATE
# /QCM - FI/°CUSTOMER
% SIGN/ B DATE EF SIGN / ] DATE

(FORM# ZPQC-UT01)
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-
= -_Téf‘ RId POR7 oF ULTR_A‘SON] CEH E)Q—‘« IVTTNA lON ,
1 j% = \
REPORT NO. ##&4%  T787-UT-2083R2 DATE 2008.09.22 PAGE 2 OF 2 Revision No: 0
DECIBELS4} I DISCONTINUITY ikt 5 |
o |w i g ‘
WELD = - > ~ 5 |8 [ ]s 2
z |S=|2. | % Bel5sf iR e LOCATION OF DISCONTINUITY O
oW g |wLE|x [E5E32E8 83 TGy W
IDENTIFICATION | Elk |nE |58 |C B[S IEEE SELEA T (mm) 2 =
<m mE|oce = &£ B E 2x | &
. |E°|8%|8% g Es |
14 48 74 E=1
RABHIRS = o o L Sound | Depth from 5 o
- ength From™ | From'Y o
el blc]| d I Path Surface yEX Y »
mE | memam | ° o
9R2 | 60 34 ACC. | 100%
AFTER T-WR2295
BLANK
EXAMINED BY£H&_——— REVIEWED BY
Tang xing shan ;;v ~ _J/w - i v er . )_ o
LEVEL-1l SIGN / DA { P T L(JLEVEL-U SIGN / DATE
FESE / QoM FiF*CUSTOMER
4 SIGN/ B ¥ DATE %< SIGN / B DATE

(FORM# ZPQC-UTO01)
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EPORT OF ULTRASQONIC EX AMINA TI ON
UTHRG &
IREPORT NO. #4415 T787-UT-2083R3 DATE 2008.09.28 PAGE 1 OF i Revision No: 0
PROJECT NO. : T§24&% ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: THIRD LIFTING  DRAWING NO.: CALTRANS CONTRACT NO.: 04-09120F4
TOWER(S) ANGLE SSTL3-1BIK
e 7 AE [ER=s MM IEERS
REFERENCING CODE #3417 ACCEPTANCE STANDARD {2471 PROCEDURE NO. #F458
AWS D1.5-2002 AWS D1.5-2002(Table 6.4) ZPQC-UT-01

WELDING PROCESS & 7

JOINT TYPE #5225 1Y

CALIBRATION DUE DATE {X #3487 IF 4 241

FCAW CORNER-JOINT Dec. 2857 ;2009
HEQUIPMENT i3 7 MANUFACTURER {3 /5§ MODEL NO. #R%S SERIAL NO. §7)i &
071565311, 061488510,
uTt S;OPE PANAMETRICS EPOCH~4B 061495811, 070152011,
CALIBRATION BLOCK if#t COUPLANT #5477 MATERIALITHICKNESS #4 ¥} /T if
AWS IIW BLOCK TYPE 11 C.M.C AT09M-345T2-Z 90/100mm
TRANSDUCER i3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
S e piilia H# R filkdit] biili:d Hi Rt
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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, PRC Report No: NCS-000342
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  30-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0321

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:  31-Jul-2009

Description of Non-Conformance:

During in-process visual inspection of South Tower, Lift 3, AE corner seam weld no. SSTL3-1B/K-84B, QA
observed an approximately 30mm wide weld pass. This Flux Core Arc Weld (FCAW) is a Complete Joint
Penetration (CJP) performed in the flat position. The maximum FCAW weld pass width allowed in this
position is 16mm.

Contractor's proposal to correct the problem:

ZPMC to inform the welders that all welding must be performed in accordance with AWS D1.5.

Corrective action taken:

ZPMC welders have been instructed that all welding must be performed in accordance with AWS D1.5.
Furthermore, NDT documentation has been submitted indicating that the affected weld is sound.

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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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