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-000359
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 11-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0333

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other []  Component: 4AE & 4BE

Procedural [ Procedural [J Description:

Reference Description: CWR Not Followed Durring Repair

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed Critical Welding Repair (CWR) work was performed on
Floor Beam to Diaphragm welds (SSD19-PP024-004/005, SSD20-PP025-004/005, SSD16A -PP026-003/004,
SSD17A-PP027-003/004, SSD18A-PP028-004/005) located at Panel Points 24~28 of Segment 4AE and 4BE.
The CWR is associated with the removal of transverse cracks observed by Magnetic Particle Testing (MT)
performed by ZPMC. The below listed observations do not comply with the approved Critical Weld Repair
procedure (B-CWR-595 R1).

1. ZPMC did not provide awritten or verbal notification to the Engineer prior to performing Hardness Testing
and facilitate the Engineer to witness the testing. Hardness Testing was only performed after the repair work
was complete with no prior Engineer Notification provided by ZPMC.

2. Theresults of the Hardness Testing were not provided to the Engineer for review prior to repair.

3. A separate CWR is heeded if cracks are found in the base metal HAZ.

4. If excessive root gap (5mm or more) is found during grinding of the repair area. The contractor shall seek
Engineers approval.

5. Gouging shall not be used for this repair.

For further information, please see the attached pictures below.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

_ [ZPMC QC performing the hardness test
repairs at panel point 25.
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MT performed on repair work at panel
point 28.

Applicablereference:

Approved CWR; B-CWR-595 revision 1

Who discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: Steve Lawton
Time and method of notification: 1130 hours, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 1230 hours, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector awar e of the problem: [ Yeslvl 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
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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: 04-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: 05.03.06-000312
Subject: NCR No. ZPMC-0333

Reference Description:  CWR Not Followed Durring Repair

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: 04
Remarks:
Caltrans Quality Assurance (QA) Inspector observed Critical Welding Repair (CWR) work was performed on Floor Beam to
Diaphragm welds (SSD19-PP024-004/005, SSD20-PP025-004/005, SSD16A-PP026-003/004, SSD17A-PP027-003/004,
SSD18A-PP028-004/005) located at Panel Points 24~28 of Segment 4AE and 4BE. The CWR is associated with the removal of
transverse cracks observed by Magnetic Particle Testing (MT) performed by ZPMC. The below listed observations do not comply with
the approved Critical Weld Repair procedure (B-CWR-595 R1).
1. ZPMC did not provide awritten or verbal notification to the Engineer prior to performing Hardness Testing and facilitate the
Engineer to witness the testing. Hardness Testing was only performed after the repair work was complete with no prior Engineer
Notification provided by ZPMC.
2. Theresults of the Hardness Testing were not provided to the Engineer for review prior to repair.
3. A separate CWR is needed if cracks are found in the base metal HAZ.
4. If excessive root gap (5mm or more) is found during grinding of the repair area. The contractor shall seek Engineers approval.
5. Gouging shall not be used for this repair.
See attached NCR No. ZPMC-0333 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to remedy defect work, resolve QC issue and prevent
future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0333

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

ogral " 05.03.06-000312,NCT
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AmEI’iE}aﬂ < 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-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-000297 Rev: 00
Ref: 05.03.06-000312

Subject:  NCR No. ZPMC-0333

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has provided a letter of response as well as providing all relative inspection documentation. ZPMC requests
closure of this NCR.

ZPMC has provided a letter of response as well as providing all relative inspection documentation. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000297R00;

Caltrans' comments: Status: CLO
Date: 20-Aug-2009

The proposed resolution is acceptable. The hardness testing results mentioned in the attached documents have been received in China. Also,
the welds in question have been accepted by MT and UT as shown in the attached documents. The Department concurs that Non-
Conformance ZPMC-0333 is closed.

Submitted by:  Wright, Doug Date: 20-Aug-2009
Attachment(s):

‘h‘? Page 1 of 1



@ | No. B-445

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-8-12
REGARDING: NCR-00035% (ZPM(C-333)

With this letter of response, ZPMC requests closure for Caltrans NCR-000359
(ZPMC-333). Zpme submitted the CWR 595 for the engineer approval prior the crack welding
repair, but the report was refused some times and each time the comments not mentioned in the
before time rejected or turned back directly by hand. Even we looking for the information before
weekend (Friday ), the engineer also informed us that CWR will be rejected on next Monday.
Therefore as the pressure of the fabrication schedule, we start to perform the repair as nat received
the response from engineer. For the comments of the CWR we provide the answers as follow:

1). we have perform the hardness test only include the both side of the base metal, for the
fillet weld size not enough with the hardness test machine torch, and witness the process with the
engineer afler the weld repair.

2). we have submitted the hardness test report to engineer with the transmittal letter.

3). We have submitted a separate CWR640 which the crack extend to the base metal and got

the approval from caltrans.

4). The PP24 and PP25 have been changed the CJP weld with the require of the ABF’S

formal letler to ZPMC, and the final UT and MT inspection all complete.

5). Some areas for example the cope hole we use the gouging method instead of the

grinding for the limited location that not enough to the baby grind head.
By the way we have done the 100% MT for 4E all PP points on the weld, and do the
100% UT for the PP24/25 about the drawing changed to CJP weld. That should be all can support
the good quality and can accepted by all parties.
s0 base on the above explanation and attached documentations, ZPMC applies
to close the caltrans’s report NCR-000359 (ZPMC-333).

Please reference attached document for acceptance and closure the NCR-000359

(ZPMC-333).

ATTACHMENT:
NCR-000359 (ZPMC-333)

The approved CWR595/629/640
The process and final UT/MT reporis

e

wo i 8./



foo ! DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
. 666 Feng Bin Road Room 708, Changxing Island
\ Shanghal 201913 PR China

laltrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL -

Ta: AMERICAN BRIDGE/FLUOR, A TV Date: 04-Aup-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: 05.03.06-000312
Subject: NCR No. ZPMC-0333

Reference Description:  CWR Not Followed Durring Repair

s

The attached Non-Conformance Report describes an occurrence where the contraetor did not comply with a requirement of the contract document as
indicated below:
/] Material or Workmanship not in conformance with contract documents.
Quality Contro} {(QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[Z] Non-Conformance Resolved.
Material Location: 0BG Lift: 04
Remarks:
Caltrans Quality Assurance (QA) Inspector observed Critical Welding Repair (CWR}) work was performed on Floor Beam to
Diaphragm welds (SSD19-PP024-004/005, SSD20-PP025-004/005, SSD16A-PP026-003/004, SSD17A-PP027-003/004,
SSD18A-PP028-004/005) located at Panel Points 24~28 of Segment 4AE and 4BE. The CWR is associated with the removal of
transverse cracks observed by Magnetic Particle Testing (MT) performed by ZPMC. The below listed observations do not comply with
the appraved Critical Weld Repair procedure {(B-CWR-595 R1).
1. ZPMC did not provide a written or verbal notification to the Engineer prior to performing Hardness Testing and facilitate the
Engincer to witness the testing. Hardness Testing was only performed after the repair work was complete with no prior Engineer
Notification provided by ZPMC.
2. The resuits of the Hardness Tesling were not provided to the Engineer for review prior to repair.
3. A separate CWR is needed if cracks are found in the base metal HAZ.
4. If excessive root gap (5mm or mare) is found during grinding of the repair area, The contractor shall seek Engineers approval.
5. Gouging shall not be used for this repair,
See attached NCR No. ZPMC-0333 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to remedy defect work, resolve QC issue and prevent

future occurrences,

Transmitied by: Ching Chao
Attachments: ZPMC-0333

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Doug Coe, Jeson Tom, Contract Files, Ching Chao
File: 05.03.06
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION i
DIVISION OF ENGINEERING SERVICES & N
Office of Structural Materials ) = Ry

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch

690 Wainut Ave,St. 150 - Cty: SF/ALARte: 80 PM: 13.2/13.9
VEI“EjCI, CA 84592-1133 File #: 69.258

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Lacation: Changxing Island, Shanghai, PRC Report No: NCR-000359
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 11-Jul-2009
Submitting Contracter: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0333

Type of problem:

Welding  [J Concrete [] Other

Welding [] Curing ] Procedural Bridge No: 34-0006

Joint fitup [J Coating ] Other i Component: 4AL & 4BE

Procedural [] Procedural [] Description:

Reference Description: CWR Not Followed Durring Repair

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed Critical Welding Repair (CWR) work was performed on
Floor Beam t¢ Diaphragm welds (SSD19-PP024-004/005, SSD20-PP025-004/005, SSD16A-PP026-003/004,
SSD17A-PP027-003/004, SSD18A-PP028-004/005) located at Panel Points 24~28 of Segment 4AE and 4BE.
The CWR is associated with the removal of transverse cracks observed by Magnetic Particle Testing (MT)
performed by ZPMC. The below listed observations do not comply with the approved Critical Weld Repair
procedure (B-CWR-595 R1).

1. ZPMC did not provide a written or verbal notification to the Engineer prior to performing Hardness Testing
and facilitate the Engineer to witness the testing. Hardness Testing was only performed afier the repair work
was complete with no prior Engineer Notification provided by ZPMC.

2. The results of the Hardness Testing were not provided to the Engineer for review prior to repair.

3. A separate CWR is needed if cracks are found in the base metal HAZ.

4. If excessive root gap (5mm or more) is found during grinding of the repair area. The contractor shall seek
Engineers approval.

5. Gouging shall not be used {or this repair.

For further information, please see the attached pictures below.

.‘m_ TL-15,Quality Assurance — Non-Conformance Report Page 1 of 2



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )
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|ZPMC QG parorming the hardness tes
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Applicable reference;

Approved CWR; B-CWR-595 revision 1

Whe discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: Steve Lawton
Time and method of notification: 1130 hours, Verbal

Name of Caltrans Engineer notified: Stanley Ku

‘Time and method of notification; 1230 hours, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: [ Yes 7] No
Contractor's proposal to correct the problem:

Conunents:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or {it 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

‘}'{;i TL-15,Quality dssurance -- Non-Conformance Repsrt Page 2 of 2
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Critical Welding Repair Report (CWR) 1
BB LEBEAH HeES BREHRT
Project Name: |  SFOBB Drawing No.: | Scort8 SEEO0 | Report No. B-CWR595
HEE
04-0120F4
Contract No.: B 4AE PLATE PANEL| NDT &HE |~
HEES item Name: SPLIGE NDT Report No.: R
Project No. - gH06sit?
R EAR

Description of Welding Discontinuity:

Eighlesn cracks were found by use of MT on weld S50168-PP024-004 Walder ID No.058661  Position:i2F Yt=a01Y

2=31?5‘.Y3=71DD;Y4=1DBSD:YE=12250;Y6=14920:Y7‘=15900:YB=15B7D:Y9=1EUBU:Y10=15150:‘(11:15520;‘112:1745

D:¥13=17660:Y§4=18400;Y15=18680:Y1 §=18750;Y17=18800;Y18=18600;

five cracks were found by use of MT on weld 58D19-FPO24-005 Welder 1D No.850242  Poslition:2F

Y1=1750;Y2=2530;Y3=5640;Y4=6350;Y5=6570,

Twelve cracks were found by use of MT on weld SSD20-PP025-004 Welder ID No.088551 Position:2F d

Y1=500:Y2=560;Y3=11OD;Y4=BQOU;Y5=9700;YE=11BGO;Y7=12000;Y8=121ED;YB=124BD;Y10=15130;\"11=154Eﬂ: Y12

=15520;

Eourleen cracks were found by use of MT on weld SSD20-PP025-DD5 Welder D No., 050242 Position:2F y1=170

u;Y2=354D;YSHSDBD:Y4=7BQB;Y5=7140:Y6=‘-14EUD;Y7=14880:YB=1511B;Y9=1BZDD:Y1B=17930:Y‘11=19200: Y42=203

20; Y13=20400:Y14=20560;

One fransverse Crack was found by use of MT on weld S5D16A-PP026-003 Welder ID No,058551  Position:2F

Y1=46100;

Three cracks were found by use of MT on weld SSD16A-PP026-004 Welder iD No.050242 Position:2F y1=7100;

¥a=T170;Y3=14430;

Four cracks were found by use of MT on weld 58D 7A-PP027-003 Welder ID No.058561 Positlan:2F

¥1=25: y2=5420;Y3=188580,Y4=22250;

Four cracks were found by use of MT on waid SSD17A-PP027-004 Welder 1D No, 650242 Position:2F ¥1=1730;
v2=0080:¥3=17470,Y4=19220;

Seven cracks were found by use of MT on weld SSD18A-PP026-004 Welder iD No.058551 Positlon:2F vi1=740

0; Y2=7500:Y3=7520;Y4=77385; Y5=14645;Y6=18630;¥7=17400;

Six cracks were found by use of MT on weld SSD18A-PP028-005 Welder ID No.050242 Position:2F

Y1=7400; Y2=7460;Y3=13030:Y4=14250; Y5=16150:Y6=23200;

The detail length see the aliached MT repgr.t.

#BBER (Inspector) : Bo_tip _rul A#§ (Date) : 2009.06-28

it

maEEURTRER
Draft of Welding Discontinuity:

WELD NUMBER : SSD16A-PP026-003/004

$5D17A-PPO27-003/004 WELD NUMBER:SSD19-PP024-004/005
55D18A-PPD28-004/005 s5D20-PP025-004/005

| /- | ‘ /
| 4AE
\ / SEGO18
This document is APPROVED 45 l\rv’tr.a(
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P S rsuant to Section B-1,02
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FERE:

Cause:

1 KM, KREFELMNERAEZTMRETRRES,
1. Moisture wasn't completely removed during drying operation (prehealing) or..

the ares w%&heated sufficiently.
~ Har Lk < ol ot~ focefron wihere Hhe daas Cracks 7@“

J
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‘ (&t 7z
E@ARA (Foreman): 2 '2}“?&4’ B (Date) ¢ 7 ) 07 o T fthe

s ]
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BB, QCHlLeader CWIEITSIEBATIE, MBS T, be sbaial 0 S48,
%’%ﬁﬁﬂﬁﬂﬁ. ?E‘C%%nge{;del; ;VE%EEM?ECV%R{?%EMP: FANT prie -'r‘ﬂl‘ipﬂﬂ*j- :
QCFLeader OWHE SRS, DHRIEE BHIRMBE R - Groede. 00 aymnt 3 aseded 1
TR ARMT B B S B AU ‘
ool Gracis ot Bod s Hhe g mett HAT:
BE—MERNELT, AESEHRNGEEWPS,

EEW, VIHMTRARAE BK SRR, AR B S BB MM, bR e RN
TREEH, AT Leecassile ot gap (S or pged r:MJ‘m»j-
0. IREHMENESEET ENETHEAE. ﬁr.-mbja of Ha fefair arta, L cptractr il
10, SBANKRITIE 5B H Sa 4R T3, o1 aged gy 7z
11, VIRSRLE, HRARH10-1.50% p & A0 M A DNTERIHT R, 22

12, BEENFANREETI00%MMTRR, SEEENER, UiRERENRKS, sty )

el Bl ol

1. The Engineer shall be notified and present during this repair. Indicate repajr procedure, f
illet weld; ﬁﬁf‘j Thall pof-be MF%K_/;{“ Pepeco

rd
2. QC and a Lead CWI shall be present and direct all gojjgin( grinding and welding operations

during fhis repair,

3. QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair.

4. QC and a Lead CWI shall direct the repair to ensure the repair Is per the disposition require
ments.

5. Paint shall be removed in the area requiring MT: -—-E’K

6. Remove the crack by means of grinding. ) 5\99? 7#

7. Prepare excavation according to the approved repair WPS. -

8. Before thls repair, Verify with VT and MT repair arsas are crack free, and also MT shall be

perform on the base moetal hearby transverse cracks to ensure that no cracks we
fe propagated in to the base metal;

8. Preheat and weld according to the approved repair WPS.

10. Grind the repaired area flush with base metal or the adjacent weld.

11. Perform VT after repair and additional¥% NDT requirement stated in special provisi
on 10-1.59 “inspection testing” note 3;

12. 100%MT all these welds after the wsid repair, including the opposite side of the r
epaired weld that didn’t require repalr previously.

I B L7 =}H
Technical Engineer: fyn ‘bf“ﬂ' Approved By: /7/7 Mﬁ%ﬂ Dale: 17 . 0 7 ¢ 5
Ferr clioubin

-
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| %%E%ﬂ@?ﬁm Rev. No.:
' Critical Welding Repair Report (CWR) 4
TEE®R REMFE AR Ee HERT
Project Name: SFOBB Drawing Nao,: SEGO18 SEG020 Report No.: B-CWR595
&R
g 04-0120F4 F
Contract No.: LR 4AE PLATE PANE| NDT #&58
. Hem Name; L SPLICE NDT Report No.: BT87-MT-11921
e 2ZP06-787
Project No.: T
B EHE, R
Corrective Action to Prevent Re-occurrence:
1R, QCHAHHATH, KL En,
1. QC shall verify sufiicient preheat has been spplied, to remove moisture, prior to welding, ’
EEHABMA [Foreman): A- lA"‘ 7“4/ Hi (Date): “7 i ,,7 va 1
WPS-SMAW-345-2G( - v f
£ H YR § 2F)-Repair . TER /VMTM
Repair WPS No.: WPS-FCAW-346-26( | Technologist:
2F)-Repal-1 27 -n7, ag
7
i CBE) W A A S5 4 B 5k 18 ’
Preheat Temperature Description
Before Gouging: ey of Discontinuity: C;QO\,(‘/)(\
0 Al A 2 R EAMEE
Inspection Preheat Temperature o
Before Welding: /é L Before Welding: gg ¢
tiodrki R B s
Max. Depth of Gouge: ( Total Length of Gouge: 8000}}1,144,
i ARy AELE
Welder: Yuolilp Welding Type: QMAU\/ Position: 3_6,
BEQH BERE BRER
Current: ,{56 Voltage: ;l.g, Speed; 12
EEERE
Inspection After Repair:
SERE BB B Litanhug [ g g
VT Result: ACU Inspector: 1367 1 Date: 2v0g £ 7,
NDPTHE# HG A S
NDT Result: M NDT Person: |/, Date:
U/Uu%'/”ﬁq Jcrrf % ﬂ'lo
A : |
Witness/Review:
&
Remark :

#R787-QCP-900

This document is APPROVED m; na’fc.aL
o o
Inifial sﬁﬁs‘?ﬁzv?g / 09




REPORT OF MAGNETIC PARTICLE EXAMINATION

BER R HIB &
REPCRT NO. i #45 B787-MT-11921R1 DATER #1 2008.08.09 PAGE OFI# 112 Revision No: 0
PROJECT NO. 2506787 CONTRACTOR: CALTRANS
TE%S: ’ , A A
DRAWING NO. SEG018/20 CALTRANS CONTRAGT NO.: 04-0120F4
e OBG 2AW PLATE PANEL SPLICE  |InHITE%S
REFERENCING GODE ACCEPTANCE STANDARD - |PROCEDURE NO. CALIBRATION DUE DATE
FAEMTE R #RiER BYSS BB IE A 30
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" 2008
EQUIPMENT 4% = MANUFACTURER #35 7 MODEL NO. 4% SERIAL NO. BT
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
B4k B B
PARTICLE TYPE Dry magnet powder YOKE SPACING ——
RUE 2R FRB R4 F B mm
= - = -
MATERIAL TO B VWELDING R4 Material & thickness LTIy
EXAMINED O CASTING %4 BH [RHE
MR D FORGING 4838 14120 mm
WELDING PROCESS TYPE OF JOINT
"FCAW TJOINT
B H B pits 2gi]
DISCONTINUITY F % ift
WELD 1D, TENGT] ACCEPT REJECT REMARKS
EEp S INDICATION TYPE 18 Bz EIETH Hix

BR E=3i()
S5D16A-PP0OZ6-003 1R1 ACC.
S5D16A-PPD26-004 1R1 ACC.

2R1 ACC,

3R1 ACC,
SSD17A-PP027-003 1R1 ACC.

2R1 ACC.

3R1 ACC.

4R1 ACC.
SSD17A-PP027-004 1R1 ACC.

2R1 ACC.

3R1 ACC,

AR1 ACC,
S§SD18A-PP028-004 1R1 ACC.

2R1 ACC,

3R1 ACC.,

4R1 ACC.

EXAMINED BY E#

(1550 o

REVIEWED BY Zﬁ&‘

HF SIGN/ HiA DATE

[ %LIA’M‘ 8/‘1/‘510)

Gu Yunwu
LEVEL-I SIGN%%£ | DATERM . ﬁfla LEVELNl _/SIGN ! DATER# pr . gX’OTO
JESE / QCM H P CUSTOMER 1

/

£F SIGN/ B#I DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

o
REPORT NO. #5542 B787-MT-11921R" DATERH# 2009.08.08 PAGE OFII 2/2 Revision No: 0
PROJECT NO. et B CONTRACTOR: CALTRANS
TITBEgS. A P
DRAWING NO. SEGO18/20 CALTRANS CONTRACT NO.: o
&e. OBG 2AW PLATE PANEL SPLICE  |HITBRGE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEPERE R BHe WE g
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Bec. 2857 2008
EQUIPMENT ¥ % MANUFACTURER 43 ¥ BMODEL NO. #4548 SERIAL NO, 448
MT YOKE = PARKER 83105 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
AL Biatiken HL
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150
BRI FiH RS B -
1A E D 3
MATERIAL TO B Y WELDING 178k Material & thickness ATOOM-345T2-X
EXAMINED O CASTING 84t Bt B
B E O FORGING §i% ' 14{20 mm
WELDING PROCESS e TYPE OF JOINT = BT
B¥EH Pt Eohil]
DISCONTINUITY Anid &t ¢4
WELD I.D. TeneTa]  ACCEPT REJECT REMARKS
it INDICATION TYPE ®i e Eik g &

- E- L]

5R1 ACC,

6R1 ACC.

7R1 ACC.
SSD18A-PP028-005 1R1 ACC.

2R1 ACC.

3R1 ACC.

4R1 ACC,

5R1 ACC.

6R1 ACC.

AFTER B-CWR595

|25 SIGN/ B DATE

[on B hres 8/‘)

BLANK
EXAMINED BY3: 45 { REV]7VED BT k-3
Gu Yunwu [ﬂlﬂ\' d qﬂ. A nﬂA
LEVEL-l SIGN%% / DATERM a*f’ . a‘P LEVEL-I AIGN | DATEAM mp‘ & .O‘P
FiR2E / QCM B FPCUSTOMER { {

¥ SIGN/ Hifi DATE

(FORM# ZPQC-MT01)




Ik
VY XEBE L BB HE s Rev. No.:
 (ZPRC = N
! Critical Welding Repair Repert (CWR) 0
WA £ S EEY KR B AeE -
Project Name: SFOBB Drawing No.: ] _RepoffNe.: B-CWRe29
A“H
Con;:fm . 04-0120F4 PLATE PANEL ]
Ou At sPuce seae | D1 EMS NA
ltern Name: NDT Report No.:
WERE ZP06-787 )
Project No.: )
P elindies T
Description of Welding Discontinuity: - )
E'!ABFHQEFﬂEEEH?PPZl/PPZZZ%E‘E. 4EAYPP25 521, PP24 - ACWRS595R1 _l:%—’l‘,f.‘ﬁ.,ﬁ!'téISODDmmﬂb*ii

B EESJ{X#E%H@IE&'Iﬁ":«r“:ﬁ%ﬁﬁ@ﬂﬁ?%ﬁﬁ%ﬁﬁﬁ%‘l‘ﬁn#&ti@fifﬂ%%ﬂ%ﬁkﬂaCJP%%é’i’g.,
According to the ABF requirement that PP21/PP22 of 3E and PP25 of 4E, pPp24 from first Y

point of CWR595R1 to 15000 mm gouging welds both sides and change the welg joints to
CIP.

Fl (Date) : 2008-07-48

L;.L.‘;“m ’
BRA (inspector) : ljilimip

BEEEH T RER :
Draft of Welding Discontinulty:

| il _IP_P—Z‘*« i |
Lt p]:go. pigg_ ! ;Pfg_ﬁq ppﬂ_ B
VL L e

3E 4R

This docy g ROVED
I

ATION
P‘“‘g’“’““s&a
bntia ;39 £y Date -7/;-;/., ]



BT TY ]
Cause:

1. At R E A &

2. RIEmIN, Jkﬁ?ﬁﬁf"‘aétH‘J%ﬁﬁ?ﬁi‘%ﬁﬁ‘fiﬁfﬂﬁ%ﬁﬁ@ﬁ;

1. The inner elress resirained by the cdmponentdeagm

2. Moisture wasn't completely removed during drying operaiion (prehesting) or

the area wasn't preheated sufficienily, -
EMAFA (Foreman): Gaﬁ Tum Bl (Pate): «9. of . ;7
IS , I '
Disposition : ,
LU H A 5B —me, TE B sleCIp CIE B K T SmmBk 25 C TPz 4 ) AR R 3 g
A, BATE MR EL, o T8 1) BY 70 # 65~100°C,
MR B AT e v, 5 & |

. OTERE, TR P AN F e, HEBRFEME B, '

4. BEAT WiHhe5-100T .

5. BRI R A B, B 4C B 49600mm, VE G BB SR S e e s 50mm, Bl R fpeia s
=R :iﬁﬁléﬁﬁﬁ#ﬂéﬁ%ﬁﬁ&ﬂfﬁimﬁﬁmiﬁﬂiﬁﬁﬁmﬁﬂﬂ&%EE:

8. R A A=, Xﬁﬁ%&ﬁﬁﬂﬁﬁﬂﬂi‘ﬁﬂﬁﬂﬂﬁ:
7. R T ERMTR I, 2 Qamnovis Conns o- Eadtme POl TT Hoade G
1 8. T 65-100C , COoANE BAg mETRLU pRales EXSY, SERE PuLTRRe ARRROVAL
9, MBEEEFS, TOWRE Tv eomPLETING LLPRLa .
10, HEATVTRINTE 1) .
1. Remove weld by gouging entire lengih. For Segment 4 panel poiny 24, the

transition from CJP to Fillet shall be & 2-1/2 o | taper.
2. Grind weld prep to bright metal,
3. MT weld preparations to verify ecraecks are completely removed and do not exist
in the Base Metal. - r TR o oy o A Lo
4. Pre-heat base metal tg 65-100C; - -, ST
9. Progressive welding. cach veld pass is abour 600mm, and and wach Pass end
should he covered with the next pass initiai almm. after welding total firs
t weld pass, use progressive weld to finjsh second weld pass 1o finish sing
le side weld:
6. Backgouging second side velds as required by grinding or EOuging.
7. MT backgouge,
8. Pre-heat weld toB5-100°C,
9. Progressive welding, cach weld Pass is about B00mm, anpd and each pass end
should be covered with the next pass initial Smm, after velding total fir
st weld pass, use progressive weld to finish sceond weld pass to finish weld
ing of second side.

10. Perform VT and MT weld after cooling to ambient temperature,
OYELFOMM AT ant AL AL 2EMES
° MY Quer wndy Orl Borrona SInE Of FLANGE 4

AF EdTvE wiglth S genaoviah %Y c"::cmc—mqam REMoVE cRACYC B
Geaindua e puct, to TRAYOL AN & GO Ey

I HH 7 A L0 "B
Technical Engineer: M‘a'fie/f'w// Approved By: MJW Date: “7‘ "7' ! ;\

This dgcumam is JED ;
. E DEPA.RTME =1 "W .7
#R787-QCP-800 RTMEN] g &%fugﬁfm’”" g

Sih
Il gf\j‘” %93.@77; 3o



[ BWPSE 5

Repalr WPS No.:

+ WP8-345-FCAW-2G(

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

= 7

Technologist:

——r—— . VE L& 2 Az M R
9% % J:=r— —% 1)2 'ﬂ? :.Fﬁ = Rev. No.:
' Critical Welding Repair Report (CWR) g
- [y YN oy . - & o !
A& wmmgcn | wems | | aggs |
Project Name: SFOBB : Drawing No.: | , . ReportNo.: B-CWR629 i
2R ' i !
04-0120F4 ; . II "
Coniraet No.: | Ha PLATE PANEL NDT R85 |
ltem Name: | SPLICE -3Ei4E NDT Report No.: ' NA
AREE ZP0s.787 ' .
Project No.: :
B E iRk ]
Corrective Action to Prevent Re-occurrence: -
1A, QCRAH KRMTH, iihaspzn, °
1.QC shall verily sufficient preheat has been appiled, lo remove moisture, prior to welding.
EZEHAR/A (Foreman): Gra,o J(‘"" B (Date): . 7. o f tf
WPS-345-SMAW-2G( ST ’

: aj. 97. 7‘

B (BED HEAER

Preheat Temp

erature

iE

. b (c[o(,

Baheris

Description-

Before Gouglng: @ of Discontinuity: C’AGL(/L/
BiTRkERE B BRER
Inspection Preheat Temperature

Before Welding:

A

Before Welding:

[o§

#R787-QCP-900

il EH Iy

BZ.J 8 ?/n/d)

ﬂk&@liﬂﬁir lﬁﬂﬂﬁ‘lﬁ 6
Max. Depth Gouge: Total L th of & :
ax. Depth of Gouge g‘ otal Length of Gouge 13)__ 0 M A
|mx bl | mznm . mEmE
Welder: OQM-U\? Welding Type: F’C’“W Posltion: )"51
BHEa BHEwk BREHE
Current: 1,0 Voltage: 31 Speed: 35‘ 6
EEEEE
Inspection After Repair:
HRRE BB R Iion s g g
VT Result: A-c.‘_/ Inspector: N1 8le| | Date: 2 UQCI . g~ 3
noTER | UTAR 5145 B ' B °7-°4.#]
NDT Result: MT Au NDT Person: (/[]:bm e | Date: 09, 0§01
L : '
Witness/Review: This g
T DEPARTUEAS S Calfimlz V-0
Remark : m‘.;g?grtum Seclion 51 E?f@"”
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————

e

UTH GRS

REPORT OF ULTRASONIC EEsiémfff_l“\%‘T.IOi’;T

REPORT NO. f#H$&%% B787-UT-7861R1 DATE 2009.07.29 PAGE 1 OF 1 Revision No: 0
PROJECT NO. . TBHE ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL RPRAWING NO.: CALTRANS CONTRACT NO.: D4-0120F4
T SPLICE me S9D20 IR
REFERENCING CODE #%i ACCEPTANCE STANDARD #3351 PROCEDURE NO, Bffég &
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01

WELDING PROCESS B#FiE JOINT TYPE 12438 CALIBRATION DUE DATE £ B/ E¥ 51
SMAW T-JOINT Dec. 2857 ,2000
EQUIPMENT #% MANUFACTURER $8i% MODEL NO. B8 E SERIAL NO. 5%
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK 12 COUPLANT $£&%) MATERIALITHICKNESS # 5 B
AWS 1IW BLOCK TYPE 1I c.M.C ATOOM-345T2.X 1420mm
TRANSDUCER #3%
MANUFACTURER ANGLE FREQUENCY sIZE MANUFACTURER| ANGLE FREQUENCY SIZE
HIE T AE kA R e B Hix R
Changchao 70° 28MHz -+ | 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level $3% AEFF 20dB
Base metal inspected per AWS D1.5-2002 Section 5,19.5 0° UT OK.
DECIBELSA T DISCONTINUITY it 5
. -
o w g y
WELD 2 @ 8 ~ |5 |8 I8 |5 i #H
z |2®|<s|® BslEsE52 2 LOCATION OF DISCONTINUITY s #
o S|l | K B2IEZ2855 &
IDENTIFICATION |Ek |n= (=8| 33 5l - ANEELEAT R (mm) 25 =
< || Ca s |z I3 5 5]
ST e®|ET | 8 - £% | §
RIS % E I'ﬂ Sound | Depth from S x
= Length From™X | From™Y x)
al|lb ¢ | d K Path Surface X Y k]
R ik, Jinf. 5 ) o
S$8D20-PPO25-004 | 1R1 | 70 32 ACC. | 100%
2R1| 70 32 ACC. | 100%
3R1 | 70 3z ACC. | 100%
4R1 | 70 32 ACC. | 100%
5R1 | 70 32 ACC. | 100%
BR1 | 70 32 ACC. | 100%
7R1 | 70 32 ACC. | 100%
6R1 | 70 32 ACC. | 100%
AFTER B-WRE575
EXAMIW REVIEWED BY ## ,
/s 20 0/.29 o7
! - g
ILEVEL -1l sIGN™ DATE |LEVEL -1 sIGN] / DATE? 7
AR ZE 7 QCM W AP CUSTOMER v |
%5 SIGN / B DATE Q#’J <3Q 2 > |lee sionNs B DATE

(FORM# ZPQC-UT01)




' REPQRT OF ULTRASONIC EXAMINATIO

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

—_—
—F‘—‘@ UT /ﬁﬁﬁ&
r® 3‘]( 5
REPORT NO, i&#% B787-UT-7870R2 DATE 2009,08.01 PAGE 1 OF 2 Revision No: 0
PROJECT NO. :TH#&S ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: OBG PLATE PANEL PRAWING NO.: ssD1 CALTRANS CONTRACT NO.: 04-0120F4
B4 42 5 SPLLICE B M TRRE i

REFERENCING CODE £33 ACCEPTANCE STANDARD &5 bR PROCEDURE NO. EFrRs

WELDING PROCESS i JOINT TYPE #4587 CALIBRATION DUE DATE {% 8485 455
SMAW BUTT Dec. 28°7 2009
EQUIPMENT %% MANUFACTURER %i& W MODEL NO. &+ SERIAL NO, FEFliES
071565311, 061488510,
HUT SCOPE PANAMETRICS EPOCH-4B 061405811, 070152011,
‘CALIBRATION BLOCK &t COUPLANT ##-&4 MATERIALTHICKNESS # 3 i
_JAWS IIW BLOCK TYPE Ii cme AT09M-345T2-X 14/20mm
TRANSDUCER #fsL
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER! ANGLE FREQUENCY SIZE
S piil: 4 ik R+ HiiE T Ak s R
Changchao 70° 2.5MHz 18x183mm !
Changchao o° 2.5MHz 20mm Reference Level #:%RERF 20dB
{Base metal inspected per AWS D1.5-2002 Section 6.18.5 ¢° UT OK.
DECIBELS 4 I DISCONTINUITY i £
: %
WELD 2 |3 |8 |als ls 5. ]e 2. 4
Z 0 2 % 23[53[3 e 2 LOCATION OF DISCONTINUITY R e
IDENTIFICATION |E 1k |2 | o (B 93835503 AL R (mm) 2% | «
SE(aE|oR(F B & [ 32| =
OF | 5% | & o tE 3
HEMHR TS 2 g — ] Sound | Depthfrom £ ®
== ength From™ | From" ]
alb|lc|d P Path Surface BEX Y @
mE EREER a]
| SSD19-PP24.004 | 1R2 | 7O 32 ACC. | 100%
2R2 70 32 ACC. 100%
3R1 | 70 34 ACC. | 100%
4R1 70 34 ACC. 100%
5R1 70 34 ACC. 100%
6R1 | 70 34 ACC. | 100%
7R1 | 70 34 ACC, | 100%
8R1 70 34 ACC. 100%
grR1 | 70 34 ACC. | 100%
EXAMINED BYX# REVIEWED BY 9
/‘\‘-TI‘M o P -7 . N U,r I}éjé
LEVEL-Il SIGN / DATE ' LEVEL - il /8IGN / E ’ /
IEEH / QCM L/L’/L—Q A FCUSTOMER
¥ SIGN/ B} DATE c;,_—,z?_,-,P =7 2+ SIGN / H# DATE

{FORM# ZFQC-UT01)




T S =

(FORM# ZPQC-UT01)

Ll g .
e * REPORT OF ULTRASONIC EXAMINATION
Lt 141 2k
f UTHRG#H &
REPORT MO. ##% B787-UT-7870R2 DATE 2009.0801  pAGE 2 OF 2 Revision No: 0
DECIBELS# R 'DISCONTINUITY Riset £
[} w = ‘g. :
WELD = = o] ~ |E . e . I5 b = el
z. |21 |2. | % BslEsE5lE e LOCATION OF DISCONTINUITY . &
ow|Z2|fE(X [EEEEEdEs w e
IDENTIFICATION Bk S5 |=® | S BE3E 3585 8 PELEE (mm) 28 | £
SEIZg|ER | F & R 2| &
5 [ -|E |g@ 2 :
RENAHS Z o - L Sound | Depthfrom 5 x
ength From'X | From'Y o
a|b|lc|d R Patiy Surface o iy k]
BE | ERERE =
10R1| 70 34 ACC. | 100%
11R1| 70 34 ACC. | 100%
12Rt| 70 34 ACC. | 100%
13R1| 70 34 ACC. | 100%
14R1| 70 34 ACC. | 100%
15R1| 70 34 ACC. | 100%
AFTER B-WR6635
BLANK
EXAMINED BYZ# REVIEWED BY %%
/0\_4., TE-—CM—\_V c—f,ug’_o) t.‘fcuvm/j(b\___,fé/]«,@m Uf “ﬁ "ﬂ
A"} . -
LEVEL-Il SIGN '/ DATE Lever -t fon DAj'g)
BREE / QCM A FCUSTOMER
¥ SIGN / H#i DATE 6—,0\J7P¢ =Y/ 45 SIGN / B DATE

-



GE 1@ REPORT OF MAGNETIC PARTICLE EXAMINATION
R R R

REPORT NO. #1442 B787-MT-12845 DATEF # 2009.07.21 (PAGE OF3TH 1M1 Revision No: ¢
PROJECT NO. 2P06.787 CONTRACTOR: -

IE%S: R F~:

DRAWING NO. SEG018/20 CALTRANS CONTRACT NO.: T

zaf=8 OBG 2AW PLATE PANEL SPLICE  |mH TBH=

REFERENCING CODE ACCEPTANCE STANDARD |[PROCEDURE NO. CALIBRATION DUE DATE

S BHD BB R 1R BRI

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2009
|EQUIPMENT % MANUFACTURER 43 MODEL NO, #3458 SERIAL NO. Z4:58

MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuocus magnetic yoke |CURRENT A6

L R MinA E ek i

PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150

BT TR R EE mm

MATERIAL TO BE VY WELDING #£4&4 i i

B4 Material & thickness -

EXAMINED O CASTING %4 B4, BLAL

R EHH O FORGING % 14/20 mm

WELDING PROCESS TYPE OF JOINT

FCAW T ~JOINT
BEEFE ki byl
DISCONTINUITY ikt
WELD I.D. “EnaTi ] ACCEPT REJECT REMARKS
18 e INDICATION TYPE Vet H2 15 &5
Hixw Ebit
S5SD16A-PP026-003 ACC. after excavation
S5D19-PP024-004 ACC. after excavation
55019-PP024-005 ACC. after excavation
SS8D20-PP025-004 ACC. after excavalion
55D20-PP025-005 ACC. after excavation
SSD16A-PPO26-004 ACC. after excavation
SSD17A-PP027-003 ACC. after excavation
SSD17A-PP027-004 ACC. afler excavation
S8D18A-PP028-004 ACC. after excavation
S5D18A-PP028-005 ACC, after excavation
BLANK
EXAMINED BY 4§ REV WED BY #Hik
Gu Yunwu 61’1 T‘Um WA ﬂﬂ 5?’ M//// =
LEVEL-Il SIGN%Z#% / DATEEH P o Ll LEVELH/ 'SIGN I _DATEEM ol °]. U]
BR28 / acm ' v B FPCUSTOMER /
L .v;\p\ nhone, ?//',/] /g;

% SIGN / H Il DATE % SIGN / A3 DATE

(FORM# ZPQC-MTO1)




z“l REPORT OF MAGNETIC PARTICLE EXAMINATION
.' EhRHE
REPORT NO. 84542 B787-WMT-12706 DATEE#1 2009.08.02 PAGE OFHH 1/ Revision No; 0
PROJECT NO. 2P06.767 CONTRACTOR: CALTRANS
TERE: i H FA:
DRAWING NO, §SD19 CALTRANS CONTRACT NO.: 04012074
e 4AE PLATE PANEL SPLICE M IEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NG. CALIBRATION DUE DATE
FHEIHRIG BRIRE BEFRE B EE R
AWS D1.5-2062 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2000
EQUIPMENT &4 MANUFACTURER ST MODEL NO. #3445 SERIAL NO. E&E4E
[MT YOKE PARKER B3108 5395 5617 5620
rﬁAGNET!ZING METHOD Continuous magnetic yoks  |CURRENT s
BT B E B
PARTICLE TYPE Dry magfnet powder YOKE SPACING o e
e Ap i FRE BRI mm
MATERIAL TO BE YWELDING B4 Material & thickness
|EXAMINED O CASTING %4 B B AT09M-345T2-X
B RE U FORGING 4538 ' 20/14mm
AWELDING PROCESS TYPE OF JOINT
FCAW
bnsere masE TJOINT
DISCONTINUITY Rk tt .
WELD 1.D. T ACCEPT REJECT REMARKS
B S INDICATION TYPE g BT iy &
BRE e i)
S8D19-PP024- AFTER
004 ACC. REPAIRED
SSD18-PP024- AFTER
005 ACC. REPAIRED
AFTER B-CWR628
BLANK
IEXAMINED sviﬁs/\ REVIEWED BY #i%
20 )
Cai xin xin { C\bCVDL(f) A : /\IJ(}'M W £ 2
leveL.u_sionz# s pateRm 2} L LEVEL-l _SIGN | DATEE# e
' AFCUSTOMER -

FRERE / QCM

%5 SIGN / 48 DATE

/,,%——Q/
S

£ SIGN | B DATE

{(FORM# ZFQC-MTO1)




KRB E R & v, R

Critical Welding Repall Report (CWK) (
WEZ#% % EMER A H HAEE S5D20 M me
Project Name: SFOBB Drawing No.: |« Repori No.: BACAel
ER%E
Cont nt D 0£-0120F4 _— SAETREUE SRR TR
ontraet No.: F#*
ltem Name: 4AE PLATE PAREL NDT Repori No.: BT87-MiT-125714
HEHS ZPOG.787 SPLICE
Project No.:
BEGEEH®R: -

Degcription of Welding Discontinuity:

X SSD20-PP025-004 K IR, RIMo4b M Bey, Babig Y.

Two longitudinal cracks and Six transverse cracks were found by use of MT on SSD20-PP025-004
WelderiDNo. (H I 4% 2):050242 051356 044801 Posltion: ({1 #): 26G
FEXSSD20-PPO25-0054 M, RINSLH MBL, skt mE.

Six longitudinal cracks and eight transverse cracks were found by use of MT on 58D20-FPP025-005
Welder ID No, (# T4 2 ):044795 044774 Position:(fi &): 2G

Please see the detall datz from MT report!

G X Xiw

REA (Inspector) : Cal_xin xin H3#§ (Date) : 2008-07-31

BB RrER
Draft of Welding Discontinuity:

WELD NUMBER: SSD20~PP025-004/005

/A

|'-<§




FFQEE :
Cause:

T KIEMAN, KRRE AN LR B R SRR,

1. Maoisture wasn’t completely removed during drying operaiion {preheating) or
the area wasn't preheated sufficiently,

EEAFA (Foreman): é(w 7% B (Date); 7 s7- 3|

SLERE L -

Disposition :

1. ZWEEN, QCMLeader CWIEITH T £, RERTIE SRS T DRI SRR A BE DT,
2. BAREMEE, QCHiLeader CWIRL 2 #tHECWR I B B

3. %&ﬁk%ﬁﬁﬁt&%’i‘ﬁIﬁ“.l_l:TVJ\-T*25mmﬁWﬂﬁiﬁlﬁ:
4,

ARITERTEEREY, T84 0566, TERBREDRRMEEE—HM50mm, HTF 518 MNEe, TE
BAETE R 2 4 OIS 938 £ 00 1€.50mm.

| AR R SR, R S B R R B e BN B RSB Fomm, 5% EZETHNENE

HAACIPIRE, HEITEEREBSEEYERBTMTR N,
6. REMKEREEE T SMEWPS)EE B ELTR,

7. BAERY, VIRMTR QRS KSR A NSRS ETE, b SE A B B EMT, (R NS
. WMRTESH LRIV, WBIECWR, .

8. IR AMREE S T EMBWPS) T mniieg,

o CRHERNR T 5 BH SR RS TR,

10. BEFLRAF10-1.59 “SLH" b Rl ERITHIMTAY, SREEEEEIRR (REABEE
4845 — 4 in50mm) B I 70 2 S TR A9 A R 1 X S S 0 ) TE T B T 4, AP FCIPRE, NDTHERU
THIMT.

1. QC and a Lead CWI shall be present, direct and supervise all grinding and welding operations during this re
i pair to ensure the repair is per the disposition requirements

2. QC and a Lead CW! shall have an approved copy of the CWR in hand prior to the repair.
3. Remove paint=25mm in all direction of HAZ prior fo MT.

4. Remove cracks by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack r
epairs, and 50mm beyond the outermost cracks for multiple crack repairs.

| 5. If base metal is damaged by grinding, the damaged area shall be ground clean prior to pefforming weld repa

| ir. If gap>5mm is found during or afier grinding, a CJP weld is required in that location, and perform MT aft
er performing grinding the defects away.

6. Prepare excavalion in accordance with an approved repair WPS prior to welding,

7. Before this repair, Verify with VT and MT repair areas are defecls free, and also MT shall be performed on
the base metal iaying abroad cracks to ensure that no cracks were propagated to the base melal. Separate
CWR approval is needed if cracks are found in the base metal.

8. Preheat and weld according to the approved repair WPS,

9. Grind the repaired area flush with base metal or the adjacent weld.

' 10. Perform MT inspection to all repaired welds (along with an additional 50mm at each end of the wel
d repair) which include the near side and far side on the upper and botiom side of flange in the same are
a where the repair was performed according to additional NDT requirement stated in special provision 10-1.59
“inspection testing” note 3. Perform UT and MT inspection o CJP weld,

T %: B i

L -
| Technical Engineer:  A/;, T ‘&ﬁ/Approved By: Ld‘v\jf-ﬁnl“l' M Date: uj EYIRY |

#R787-QCP-900



FEIBLEE L&

&%

Rev. o,
Critical Welding Repair Report (CWR) (O
BE A 3 E A KT BHES ssp20 WEHS
Project Name: SFOBB Drawing No.: Report No.: B-CWRe40
g 04-0120F¢ ¥
B 3 - AETHE B 1 ~
Coniract No.: T, " NDT 3R
PANEL - -
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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-000258
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0333

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: 11-Jul-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed Critical Welding Repair (CWR) work was performed on
Floor Beam to Diaphragm welds (SSD19-PP024-004/005, SSD20-PP025-004/005, SSD16A -PP026-003/004,
SSD17A-PP027-003/004, SSD18A-PP028-004/005) located at Panel Points 24~28 of Segment 4AE and 4BE.
The CWR is associated with the removal of transverse cracks observed by Magnetic Particle Testing (MT)
performed by ZPMC. The below listed observations do not comply with the approved Critical Weld Repair
procedure (B-CWR-595 R1).

1. ZPMC did not provide awritten or verbal notification to the Engineer prior to performing Hardness Testing
and facilitate the Engineer to witness the testing. Hardness Testing was only performed after the repair work
was complete with no prior Engineer Notification provided by ZPMC.

2. Theresults of the Hardness Testing were not provided to the Engineer for review prior to repair.

3. A separate CWR is heeded if cracks are found in the base metal HAZ.

4. If excessive root gap (5mm or more) is found during grinding of the repair area. The contractor shall seek
Engineers approval.

5. Gouging shall not be used for this repair.

For further information, please see the attached pictures below.

Contractor's proposal to correct the problem:

Repair areain question and submit subsequent NDT.

Corrective action taken:

Contractor submitted CWR aswell asMT and UT reports verifying repair was performed in conformance with
Contract specifications.

Did corrective action require Engineer's approval ?

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



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

[ Yeslvl No
If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yes¥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, who represents the Office of Structural
Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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