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

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALA
Vallejo, CA 94592-1133

(707) 649-5453

(707) 649-5493

Contract # 04-0120F4
Rte: 80 PM: 13.2/13.9
File#: 69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island
Prime Contractor: American Bridge/Fluor Enterprises, a vV

Report No: NCR-000348
Date: 08-Jul-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0322

Type of problem:
Welding Concrete [1 Other []

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

Procedural Procedural [] Description:
Reference Description: Oversized Fillet Welds
Description of Non-Conformance:

During random in-process visual inspection on various X37A stiffeners, Caltrans Quality Assurance (QA)

Inspector observed single pass fillet welds that exceeded the maximum allowabl

le single pass weld size

qualified and noted on WPS # WPS-B-T-2133. The following weld numbers are affected of CAS58A — 065.
The number of welds affected is approximately eighty welds on forty-four members. The weld sizes have been
measured and range between 11mm and 14mm, the maximum qualified single pass weld is 9mm
(WPS-B-T-2133). Examples of welds with this condition are as follows: Approximately 14mm single pass
weld size at weld number CA58A-065 and weld number CA64A —35 has asingle passfillet weld size

measuring approximately 12mm. This does not comply with applicable approv
where the maximum fillet weld size for single pass should be 9mm.
All members were located in Bay 3 at the time of thisreview.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:

Approved WPS#WPS—-B — T —2133.

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Shen Rushan
Time and method of notification: 1030 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 800 hours, Verbal

QC Ingpector's Name: Yin Dong Hai

Was QC Inspector awar e of the problem: L] Yesl4 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 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

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: 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: 05.03.06-000333
Subject: NCR No. ZPMC-0322

Reference Description:  Oversized Fillet Welds

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: Xbeam Lift: 10
Remarks:
During random in-process visual inspection on various X37A stiffeners, Caltrans Quality Assurance (QA) Inspector observed single
pass fillet welds that exceeded the maximum allowable single pass weld size qualified and noted on WPS # WPS-B-T-2133. The
following weld numbers are affected of CA58A — 065. The number of welds affected is approximately eighty welds on forty-four
members. The weld sizes have been measured and range between 11mm and 14mm, the maximum qualified single pass weld is 9mm
(WPS-B-T-2133). Examples of welds with this condition are as follows: Approximately 14mm single pass weld size at weld number
CAB58A-065 and weld number CAB64A —35 has asingle pass fillet weld size measuring approximately 12mm. This does not comply
with applicable approved WPS # WPS — B — T — 2133, where the maximum fillet weld size for single pass should be 9mm.
All members were located in Bay 3 at the time of thisreview. Tisisarecurring QC issue that constitutes a systematic problem in
quality control.
Action Required and/or Action Taken:
Submit repair procedure for approval. Thisisarecurring QC issue that constitutes a systematic problem in quality control.

Transmitted by: Bill Howe
Attachments: ZPMC-0322

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

ol " 05.03.06-000333,NCT
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

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

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000322 Rev: 00
Ref: 05.03.06-000333

Subject:  NCR No. ZPMC-0322

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC will remove the excessive weld. ZPMC will submit inspection reports at a later date to close this NCR.

ZPMC will remove the excessive weld. ZPMC will submit inspection reports at a later date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000322R00

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 removal mentioned above, and provide documentation of acceptable inspection after re-welding.
The Department will review the Contractor's proposal to close Non-Conformance ZPMC-0322 at that time.

Submitted by:  Wright, Doug Date: 28-Aug-2009
Attachment(s):

‘E}'I Page 1 of 1



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

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 14-Dec-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-000322 Rev: 01
Ref: 05.03.06-000333

Subject: NCR No. ZPMC-0322

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has attached NDT documentation of the welds after they were ground to show they are acceptable. Based
on this ZPMC requests closure of this NCR.

ZPMC acknowledges in this case the oversized fillets welds were missed during the QC'’s visual inspection. ZPMC QA Department issued a
internal NCR to the QC Department, which identified lack of supervision of the work leader and inadequate inspection by the QC as the reason
for the oversized fillets. ZPMC QA will continue to improve their inspection technique and ensure their production monitors the fabrication more
closely. The welds were ground to remove the excessive weld. ZPMC has attached NDT documentation of the welds after they were ground to
show they are acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000322R01,;

Caltrans' comments: Status: CLO
Date: 22-Dec-2009

Documentation received is acceptable for closure of this NCR.

Submitted by:  Howe, Bill Date: 22-Dec-2009
Attachment(s):
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| @ | ‘ No. B—529
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-12
REGARDING: NCR-000348 (ZPMC-0322)

With this letter ;:»f response, ZPMC requests closure for CALTRANS NCR-000348 (ZPMC-0322)
what mentioned that QA observed oversize fillet welds.

ZPMC acknowledged this problem and has issued internal NCR. ZPMC will enhance our visual
inspection at such issue and check drawing more carefully. ZPMC has arranged grinding to
remove the excessive weld. After that NDT was perforimed to warrant welds’ quality.

According to CT’s comments in NPR, ZPMC providing internal NCR and NDT documentations,
hoping CALTRANS could take a review and consider close the NCR.

ATTACHMENT:
NCR-B-219

NCR-000348 (ZPMC-0322)
B-VT-34384

B-VT-34379
B787-MT-12526
B787-MT-12523



Nonconformance

EPE | Report

AREE TR &

Project Name: S.F.0.B.B \I NCR Number:

WEEH:  REmMEE KR | NCR#%: NCR-B219 (ZPMC-0322)
Ttem: Ovseréized Fillet welds E Item Nun‘lbeir':__ —5 Drﬁ;ving:

R R A Rt E¥: 0BG X37A

» g 0BG X37A | |
Location: BAY3 OBG corner assembly ' Date:

BF:  B=%E, 0BG I JEBE: 2009812

Description of Nonconformance:
A ETRAEHIR:

During random in-process visual inspection on varfous X37A stiffeners, Caltrans Quality Quality
Assurance (QA) Inspector observed single pass fillet welds that exceeded the maximum allowable singld
pass weld size qualified and noted on WPS# WPS-B-T-2133. The following weld numbers are affected of
CAS58A-065.The number of welds affected is approximately eight welds on forty-four members. Thd
weld sizes have been measured and range between 1lmm and 14mm, the maximum follows:
Approximately 14mm single pass weld size at weld number CA58A-065 and weld number CAG4A-39
has a single pass [illet weld size measuring approximately 12mm. This does not comply with applicablg
approved WPS# WPS-B-T-2133, where the maximum fillet weld size for single pass should be 9mm,

All members were loeated in Bay 3 at the time of this review. This is a recurring QC issue thai
constitutes a systematie problem in quality control.
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Reason for Nonconformance:
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i ' DEPARTMENT OF TRANSPORTATION - District 4 Toil Bridge
. i 333 Burma Road
- Oakland CA 94607

(D ffrnns Tel: 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-80-13.3/13.%

Dear: Mr. Charles Kanapicki Job Name: SAS Superstrucnire
Attention: Mr. Thomas Nilsson  Projecv/Fabrieation Manager Document No: 05.03.06-000333
Subjeet: NCR No. ZPMC-0322

Reference Description:  Oversized Fillel Welds

The atrached Non-Conformance Repori describes an occurrence where the contractor did not comply with a requircment of the contriet document as
indicated below:
@ Materia) or Workmanship nol in conformance with contract documents.
[7] Quality Control (QC) not perfonmed in conformance with contract documents,
(] Recurring QC issue that constituies a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Xbeam Lift: 10
Remarks:
During random in-process visual inspection on various X37A stiffeners, Caltrans Quality Assutance (QA) Inspector observed single
pass fillet welds thal exceeded the maximum allowable single pass weld size qualified and noted on WPS # WPS-B-T-2133. The
following weld numbers are affected of CAS8A — 065, The number of welds affected is approximately eighty welds on Forty-four
members. The weld sizes have been measured and range between 11mm and 14mm, the maximumn qualified single pass weld is 9mm
(WPS-B-T-2133). Examples of welds with this condition are as follows: Approximately 14mm single pass weld size at weld pumber
CA58A-065 and weld number CAG4A 35 has e single puss fillel weld size measuring approximately }2mm. This does not comply
with applicable approved WPS # WPS - B - T - 2133, where the maximur filler weld size for single pass should be 9mm.
All members were located in Bay 3 at the time of this review. Tis is 2 recurting QC issus that constitutes a systematic problem in
quality conirol.
tion Required and/or Action Taken:
Submit repair procedure for approval. This is 2 recurring QC issue that constitutes a systematic prablem in quality conlrol.

Transmitted by: Bill'Howe
Attachments: ZPMC-0322

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

‘RE 05.03.06-000113 NCT Poge 1 f 1



STATE OF CALIFORNIA-BUSINESS TRANSPORTACTION ANG HOUSING AGENCY Arnold Schwarzenegger, Gevernar
DEPARTMENT OF TRANSPORTATION =

DIVISIGN OF ENGINEERING SERVICES
Ofiice of Slructural Malerials
Quality Assurance and Source Inspaclion

Contract # 04-0120F4
Bay Area Branch -

B90 Walnut Ave St 150 Cry: SE/ALARte: 80 PM: 13.2/13.9
Vallgjo. CA 84552-1133 o - ;

(707) 649-5453 Pl £9.238

{707} 648-5483

QUALITY ABSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island Report No: NCR-000348
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 08-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0322

’

Type of problem:

Welding Concrete [ Other ]

Welding  [1 Curing [0 Procedural (]  Bridge No: 34-0006

Joint fitup [J Conting [J Other 0 Component: Miscelaneous OBG Component
Procedural Procedural [] Description:

Reference Description: Oversized Fillet Welds

Description of Non-Conformance:

During random in-process visual inspection on varions X37A stiffeners, Caltrans Quality Assurance (QA)
[nspector observed single pass fillet welds that exceeded the maximum allowable single pass weld size
qualified and noted on WPS # WPS-B-T-2133. The following weld numbers are affected of CA58A — 065.
The number of welds affected is approximately eighty welds on forty-four members. The weld sizes have been
measured and range between [ Imm and 14mm, the maximum qualified sin gle pass weld is 9mm
(WPS-B-T-2133). Examples of welds with this condition are as follows: Approximately 14mm single pass
weld size at weld number CA58A-065 and weld number CA64A —35 has a single pass fillet weld size
measuring approximately 12mm. This does not comply with applicable approved WPS # WPS--B - T - 2133,
where the maximum fillet weld size for single pass should be 9mm.

All members were located in Bay'3 at the time of this review.

‘_.52 TL-15. Quality Assuronce -- Non-Conformance Report Page {of 7
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QUALITY ASSURANCE - NON-CONFORMANCE REPORT
( Continued Puge 2 of 2 )

Applicable reference;

Approved WPS # WPS— B - T — 2133,

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Shen Rushan
Time and method of notification: 1030 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao

Time and methoed of notification: 800 hours, Verbal

QC Inspector's Name: Yin Dong Haj

Was QC Inspector aware of the problem: O Yes[4 No
Contractor's proposal te 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 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,’ T4-13.Quality Assurance - Non-Conformance Report Puge 2of 2
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REPORT OF MAGNETIC PARTICLE EXAMINATION

(REPORT NO. i 455 B787-MT-12526

DATEH# 2009.07.28 - = F

PAGE OFm 1/4

-|Revision No: 0

PROJECT NO. 7P06.787 CONTRACTOR: CALTRANS

THEEHS: A P

DRAWING NO. CADB4 CALTRANS CONTRACT NO. 04-0120F4

2= Sth lifting corner assembly . MHIESS

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE

BEMTBED 2R EFRT B ER N

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec, 28°T 2009

EQUIPMENT #% MANUFACTURER #1357 MODEL NO. R &= SERIAL NO, BE4EE T

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC

Bk T BiRf ey B

PARTICLE TYPE Dry magnet powder YOKE SPACING 05150

R TR RAE mm

MATERIAL TO BE v WELDING 4 Material & thickness —

EXAMINED O CASTING %4t 34, BE

Ry E L1 FORGING it 16/25mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT

PR b il

WELD I.D Sl 2 LD ACCEPT REJECT REMARKS
.D. ~ ILENGTH IN mm|
ey INDICATION TYPE HENCINm s ik Bk
1P #*#m

CA064-031 ACC. 100%MT
CA064-032 ACC. 100%MT
CA064-0356 ACC, 100%MT
CA064-104 ACC. 100%MT
CAD064-035 ACC. 100%MT"
CA064-103 ACC. 100%MT
CA064-033 ACC. 100%MT
CADB4-034 ACC. 100%MT
CA064-079 ACC. 100%MT
CA064-080 ACC. 100%MT
CAD064-084 ACC. 100%MT
CAD64-112 ACC. 100%MT
CAD64-083 ACC. 100%MT
CAD064-111 ACC, 100%MT

EXAMINED BYZ& _ REVIEWED BY ® &

Xu Huaxiang >[[/k P‘ ua M I‘ U"*’)r 44 I~ G 7.8 Lf;//‘l a.-‘k/f_
LEVEL-Il SIGN%% /[ DATERN (r? 0713,5; LEVEL-l  SIGN :/ DATEA i u% \;7’ 7/5
JERSE / QoM . F/CUSTOMER
WM”—/L’\
¥ SIGN / Bl DATE /@ﬁ‘c SR o ) 48 SIGN / i DATE

(FORM# ZPQC-MTO1)




SR / aem

£ SIGN [ Hili DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION
gk i gy
REPORT NO. iR &S B787-MT-12526 |DATEE i1 2009.07.28 IPAGE OFEE 2/4 [Revision No: 0
PROJECT NO. CONTRACTOR: .
i ZP06-787 CALTRANS
ITESS: H P
DRAWING NO. CA064 CALTRANS CONTRACT NO.:
04-0120F4
BE: gth lifting corner assembly hHIERS
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
EEFATEHED - EB2iRk BREE BEETEM
AWS D1.5-2002 AWS-D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT &4 MANUFACTURER 77 MODEL NO. #4528 SERIAL NO. B85 5
|MT YOKE PARKER B310S 5395 5617 5620
IMAGNET!ZING METHOD [' Continuous magnetlc yoke CURRENT
AC
BAL T B ELE B3
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R ER TREE BAREE
MATERIAL TO BE Y WELDING 2§ i
2 Material & thickness AT0OM-345T2-X
EXAMINED O CASTING ##f &+ ERF
BRI O FORGING it 16/25mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT .
B gt it
DISCONTINUITY A&kt
WELD I.D. TEnaa =] ACCEPT REJECT REMARKS
iy INDICATION TYPE L I il Pl
BT 2%
CAD64-081 ACC. 100%MT
CAD064-082 ACC. 100%MT
CADB64-055 ACC. 1009%MT
CA064-056 ACC. 100%MT
CAD64-060 ACC. 100%MT
CAD64-108 ACC. 100%MT
CAD64-059 ACC. 100%MT
CA064-107 ACC. 100%MT
CAD64-057 ACC. 100%MT
CAD64-058 ACC. 100%MT
CA064-019 ACC. 100%MT
CADB4-020 ACC. 100%MT
CADG4-023 ACC. 100%MT
CA064-101 ACC. 100%MT
EXAMINED BYzZ:#8 / REVIEWED-BY &
Xu Huaxiang XU i-{ wanl ) anq g‘i G Oluawr
LEVEL-I sieN%®% / oateEm /) OLY%  levern siew ) pateam) [)’37 o)Ly
F FCUSTOMER

7 SIGN / B DATE

(FORM# ZPQC-MTO01)
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REPORT NO. #5455 B787-MT-12526

]DATEE{JEH 2009.07.28

IPAGE OFLFS 3/4 lRevision No: 0

Lo L Se

% SIGN / B DATE

T P o

PROJECT NO. CONTRACTOR: .
ZP06-787 CAL
TRSS: . ) " A ihaka
DRAWING NO. CADB4 CALTRANS CONTRACT NO.:
- 04-0120F4
El5: Sth lifting corner assembly nH TRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
g M A0 ERIRE BFES DS ]
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2657 2009
EQUIPMENT #% MANUFACTURER & MODEL NO. A4S SERIAL NO. ZE4E8%
MT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD i Continuous magnetic yoke CURRENT
A
BL B BRI B §
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
et TR : R e B
MATERIAL TO BE Y WELDING 5&:44: i i
17 Material & thickness AT09M-345T2-X
EXAMINED O CASTING & B+,
B E Ol FORGING B 16/25mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BT BT
DISCONTINUITY et it
WELD |.D. T AGCEPT REJECT REMARKS
ooty INDICATION I i P Joid
EFEE =311
CA064-024 ACC. 100%MT
CAD64-102 ACC. 100%MT
CAD64-021 ACC. 100%MT
CA064-022 ACC. 100%MT
CAD64-067 ACC. 100%MT
CAD64-068 ACC. 100%MT
CAD64-072 ACC. 100%MT
CADB4-110 ACC, 100%MT
CA064-071 ACC. 100%MT
CADG4-109 ACC. 100%MT
CAD64-069 ACC, 100%MT
CA064-070 ACC. 100%MT
CA064-043 ACC. 100%MT
CAD64-044 ACC, 100%MT
EXAMINED BYZ:4E REV[EWE?’Y B
Xu Huaxiang ‘—}MC‘ )(/ Gh’f’ L1 N GJP\J, /’4& nf
LEVEL -1l SIGN ﬁz { DATERM us) 07 ’VS/ LEVEL-I  SIGN ! DIATEEJLH / cj’j _—;7 )
RS / acM B FCUSTOMER

FF SIGN / H i DATE

(FORM## ZPQC-MTO1)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #1#5{&5 B787-MT-12526

[DATEE{JU} 2009.07.28

IPAGE OFME 4/4

IRevision No: 0

PROJECT NO. CONTRACTOR: ~
ZP06-787 CALTRANS
TR H A
DRAWING NO. CAO064 CALTRANS CONTRACT NO.:
04-0120F4
B 9th lifting corner assembly mHIBRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
o e EZinE BFST LR EFHN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2000
EQUIPMENT #4 MANUFACTURER &7 MODEL NO. 52 SERIAL NO, EEGig &
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Contirnuous magnetic yoke CURRENT
AC
REAL T B L HHE
PARTICLE TYPE Dry magnet powder YOKE SPACING
- 70~150mm
R T TR REaE B
MATERIAL TO BE Y WELDING #2#f i icknes
- Material & thickness A709M-345T2-X
EXAMINED O CASTING %4 B, BEE
Fid b gl O FORGING 4 16/25mm
VWELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
IR piot byl
DISCONTINUITY At
WELD 1.D. o] ACCEPT REJECT REMARKS
JRGEe INDICATION TYPE s g2 JEI C g
i s et =

CADB4-048 ACC. 100%MT

CA064-106 ACC. 100%MT

CA064-047 ACC. 100%MT

CAD64-105 : ACC. 100%MT

CA064-045 ACC. 100%MT

CA064-046 ACC. 100%MT

BLANK

EXAMINED BY 4

Vi Hau Yl e 4

REVIEWED BY &%

Xu Huaxiang A ’Q ) G)ka? C/!U*"“y
LEVEL -1l SIGN %% / DATEHM J &% 2/, “z,g LEVEL-Il  SIGN ! taterm (72’ %4
7 F1/*CUSTOMER

TS / Qon -
L) L A=

EFSIGN/ AR DATE _N—~ O g

4 SIGM [ H¥ DATE

(FORM# ZPQC-MT01)
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REPORT NO. #3452 B787-MT-12523 DATEH #ii 2009.07.28 PAGE OFRFZ 1/3 Revision No: 0

PROJECT NO. R CONTRACTOR: CALTRANS;

TE%S: i A F:

DRAWING NO. CAO058 CALTRANS CONTRACT NO.:

‘ 04-0120F4

BE: 9th lifting corner assembly . MHTERS

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE

SEABED BERE BFSS B RIFE R

AWS D1.5-2002 AWS D1.5-2002 ZPQGC-MT-01 Dec. 28°7 ,2009

EQUIPMENT #% MANUFACTURER H3E 75 MODEL NO. BX&2 SERIAL NO. 52

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -

B FE ‘ B B

PARTICLE TYPE Dry magnet powder YOKE SPACING ——

BB HA FR# R mm

MATERIAL TO BE v WELDING #g4 Material & thickness

AT09M-345T2-X

EXAMINED O CASTING %4 b, L RE

BRI E O FORGING 555 16/25mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT

R piske i)

WELD I.D Lt DI ACCEPT REJECT REMARKS
e INDICATION TYPE Nz s e
BT E-E1¢]

CA058-051 ACC. 100%MT
CA058-052 ACC 100%MT
CAD58-056 ACC. 100%MT
CAD58-071 ACC. . 100%MT
CAQ058-055 ACC. 100%MT
CA058-072 ACC. 100%MT
CA058-053 ACC. 100%MT
CA058-054 ACC. 100%MT
CAD58-039 ACC. 100%MT
CA058-040 ACC. 100%MT
CA058-044 ACC. 100%MT
CAD58-069 ACC. 100%MT
CAQ058-043 ACC. 100%MT
CAD58-070 ACC. 100%MT

EXAMINED BY 1%

Xu Huaxiang )/‘:M !—‘f Lt BZ .) a»f

REVIEWED BY %

LEVEL-lI SIGN

;; L é:o‘.vf chorf

LEVEL-1l SIGNE#% / DATERM }J o1, L&
FIEE / aon T

70

BESIGN/AMIOATE N o _ P 5 2

Fi A CUSTOMER

1) DATER )Dﬁ’ 97 T\/%

2T SIGN/ B DATE

(FORM# ZPQC-MTO1)




REPORT OF

MAGNETIC PARTICLE EXAMINATION
B R IR &

REPORT NO. if &4 B787-MT-12523

IDATEEIE] 2009.07.28

‘PAGE OFIH 2/3 IRavision No: 0

PROJECT NO. CONTRACTOR: - .

TEEe: ZP06-787 5 CALTRANS

DRAWING NO. CAO058 CALTRANS CONTRACT NO.:

04-0120F4

B §th lifting corner assembly mMIESS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

gkl HRRE EFEes WESE e

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009

EQUIPMENT &% MANUFACTURER 4377 MODEL NO. #452 SERIAL NO. g5 8

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetjc yoka CURRENT

‘ AC

B4k [t WS =t

BT TR . |wsmE mm

MATERIAL TO BE Y WELDING # i i

M Material & thickness AT09M-345T2-X

EXAMINED O CASTING %44 R R

[ekiL o O FORGING &% 16/25mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
BT ol
i, DISCONTINUITY A4t ”
DI.D. et | ACCEPT REJECT REMARK
iy INDICATION TYPE ™ e e el
EEPN %5 -

CA058-041 ACC. 100%MT
CAD58-042 ACC. 100%MT
CAD58-015 ACC. 100%MT
CAD58-016 ACC. 100%MT
CAD58-019 ACC. 100%MT
CA058-065 ACC. 100%MT
CA058-020 ACC. 100%MT
CA058-066 ACC. 100%MT
CA058-017 ACC. 100%MT
CA058-018 ACC. 100%MT
CAD58-027 ACC. 100%MT
CA058-028 ACC: 100%MT
CA058-032 ACC. 100%MT
CAD58-067 ACC. 100%MT

EXAMINED BYX#

LEVEL -1l SIGN %%

Xu Huaxiang 3 pi%! \‘ILLO[ -\“\0’1’(

! DATERY )()j b )%

REVIEWED BY # &

g:,.n gm/f’ C/I/LQ/*‘"?
LEVELAI  siGN /) DATERM J G 5 Thf

RIS TE / QCMW?

[}

Fd

%5 SIGN / Bl DATE

F FCUSTOMER

2 o R o>

45 SIGN / H i DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

e RS
REPORT NO. i} 49 B787-MT-12523 |DATER# 2009.07.28 |PAGE OFE® /3 |[Revision No: 0
PROJECT NO, CONTRACTOR: - :
R ZP0G-787 B e CALTRANS
DRAWING NO. CA058 CALTRANS CONTRACT NO.: :
He: Sth lifting corner assembly M ITEEE CAAMIRORS
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
BEERT BRI e B REAY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT &% MANUFACTURER &l MODEL NO. B R& % SERIAL NO. =& &S
MT YOKE PARKER B310S 5395 5617 5620
|MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
R BT s A
[PARTICLE TYPE Dry magnet powder YOKE SPACING
Rt 2 FRE RIS 70~150mm
MATERIAL TO BE v WELDING #2454 Material & thickness o —
EXAMINED. O CASTING & B, B
i+ O FORGING #& 16/25mm
WELDING PROCESS TYPE OF JOINT
FCAW . T-JOINT
REE R fRaem
DISCONTINUITY gk
".}’@fg,'?;_’ﬁ';%? ' INDICATION TYPE 'LE“GI,:EN i A?;;PT RféF&CT RET;\E-RKS
Eib et
CA058-031 ACC. 100%MT
CA058-068 ACC. 100%MT
CAQ058-029 ACC. 100%MT
CA058-030 ACC. 100%MT
BLANK

EXAMINED BYX{g

Xu Huasxiang

jﬁh e co Xiory

LEVEL-Il SIGN%&% / DATEAM IVE 5’717/§

REVIEWE@.BY HH

Sl (wﬂvi’ PR

LEVEL-II SIGN

i —!‘.')A'!‘:E’EED;! J\_7’§ o7‘ )/&

TS / Qecm
L//Z‘/C"(

FHFCUSTOMER

~
| sieN / 7 DATE &7_5?&; =

%F SIGM / H il 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 Report No: NCS-000386
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  22-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0322

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:  08-Jul-2009

Description of Non-Conformance:

During random in-process visual inspection on various X37A stiffeners, Caltrans Quality Assurance (QA)
Inspector observed single pass fillet welds that exceeded the maximum allowable single pass weld size
qualified and noted on WPS # WPS-B-T-2133. The following weld numbers are affected of CAS58A — 065.
The number of welds affected is approximately eighty welds on forty-four members. The weld sizes have been
measured and range between 11mm and 14mm, the maximum qualified single pass weld is 9mm
(WPS-B-T-2133). Examples of welds with this condition are as follows. Approximately 14mm single pass
weld size at weld number CA58A-065 and weld number CA64A —35 has asingle passfillet weld size
measuring approximately 12mm. This does not comply with applicable approved WPS# WPS—-B — T — 2133,
where the maximum fillet weld size for single pass should be 9mm.

All members were located in Bay 3 at the time of thisreview.

Contractor's proposal to correct the problem:

Perform NDT to verify that the welds are acceptable per the contract requirement.

Corrective action taken:

The contractor ground the welds in removing the excessive welds. The welds of concerns were verified by
ZPMC NDT with acceptable test result. The contractor acknowledged that there was no existing qualified
procedure to perform single pass fillet weld as large as 14mm; therefore, shall not be used as an approved
procedure for future welding.

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

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



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

I nspected By: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

‘‘‘‘‘ TL-16,QA -- Non-Conformance Resolution Page 2 of 2
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