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

L ocation: Changxing Island Report No: NCR-000371
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 29-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0345

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other [J]  Component: OBG 3AW

Procedural [ Procedural [1 Description:

Reference Description: Longitudinal Diaphragm & Deck Plate

Description of Non-Conformance:

During in process visual inspection of the OBG Trial Assembly of Segment 3AE, Caltrans Quality Assurance
(QA) Inspector discovered isolated distortion damage at Longitudinal Diaphragm and Bottom Plate between
Panel Point 19 and 20 (Cross Beam Side). The distortion damage appears as a viable bulge in the Diaphragm
and Bottom Plate at alocation where an external support was positioned. The bulge appears to be related to
heat straightening repairs. The heat straightening was performed without submitting a Heat Straightening
Request to the Engineer. See the below photos for further information.

3AE- Longitudinal Diaphragm
il P19.t0,PP20
{eigss beam SIAC) 3AE- Bottom Panel
S5mm depth of I PP19 to PP20
distortion ;

9mm depth of distortion

(Cross beam side)

2009:06:30 16:56:45
3AE-LD(Between PP19 to PP20)

2009:06:30 16:53:07
3AE-BP(Between PP19 to PP20)

Applicablereference:

AWSD1.5 2002, Section 3.7.3; “Members distorted by welding shall be straightened by mechanical means or
by carefully supervised application of alimited amount of localized heat as approved by the Engineer.”

Who discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: Zhang Xiao Biu

Time and method of notification: 1550/ verbal
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1630/ 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:

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

N7 TL-15Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 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: 05.03.06-000324
Subject: NCR No. ZPMC-0345

Reference Description:  Longitudina Diaphragm & Deck Plate

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: 03
Remarks:
During in process visual inspection of the OBG Trial Assembly of Segment 3AE, Caltrans Quality Assurance (QA) Inspector
discovered isolated distortion damage at Longitudinal Diaphragm and Bottom Plate between Panel Point 19 and 20 (Cross Beam Side).
The distortion damage appears as a viable bulge in the Diaphragm and Bottom Plate at alocation where an external support was
positioned. The bulge appears to be related to heat straightening repairs. The heat straightening was performed without submitting a
Heat Straightening Request to the Engineer.
See attached NCR No. ZPMC-0345 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to remedy defect work, address QC issue and prevent
future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0345

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

Y/ 05.03.06-000324,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: 17-Aug-2009
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000300 Rev: 00
Ref: 05.03.06-000324

Subject:  NCR No. ZPMC-0345

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has provided the necessary documents for closure of this NCR. Please note that the remedial is verified
closed out on the Punch list.

ZPMC has provided the necessary documents for closure of this NCR. Please note that the remedial is verified closed out on the Punch list.

Submitted by:
Attachment(s): ABF-NPR-000300R00;

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

The proposed resolution is acceptable. The welds in question have been accepted by VT and MT as shown in the attached documents. The
Department concurs that Non-Conformance ZPMC-0345 is closed.

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

‘E}' Page 1 of 1



No. B-449

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-8-15
REGARDING: NCR-000371 (ZPMC-345)

With this letter of response, ZPMC requests closure for Caltrans NCR-000371
(ZPMC-345), We agree what are submilted the FCN for the engineer approval thai change one
part of the 1D in the middle to replace the distorted position, and also perform the round CJP weld
per the WPS and drawing require, right now we provide the documentation to prove that the repair
have been conducted and the weld were acceptable by NDT and visual inspection, by the way
remind here that the corresponding item in the punchlist have been closed out by caltrans and
ABF

so base on the above explanation and attached documentations, ZPMC applies
to close the caltrans’s report NCR-060371 (ZPMC-345).

Please reference attached document for acceptance and closure the NCR-000371
(ZPMC-345).

ATTACHMENT:
NCR-000371 (ZPMC-345)

The splice round weld VI/NDT report of the LD
The side plate and bottom plate VT/NDT reports after repairing




FEURE G5 Y\ (%

il 2 T
ZPMC %’{% 'ff EF’ 1,£ NAME OF PRODUICT
T N APPLICATION FORM FOR NDT = E A
gg-m@% OBE3 = iy 1Eera] 100%UT o5 ZP06—787
Drawing No Test type No
FER{EL TR oR B OE L
Iterns P Material ATOIM-345 Quantit
T RS maxm|  wEmER pTmy | BTRE | 4% | &
NZ: NDT No. Weld type thickness/diameter Welder name | Welder No. | Result |remark
LD019-001-013 St 14*14%350 220066 v
5 LD019-001-014 PIEE 14*14*1100 220066 <
5 LD019-001-015 w 14%14*350 220066 v
4
5
6
7
8
9
® B L B B B
Scheme showing the test part
O #E
3AER: 2pPP19
PP20 D Bk
e e e [V WR/CWR Bkt /&
| WR/CWRF
; LDO19-001-014 890
- I _ =l O WR/ICWR R
. . S — WR/CWR NO:
I g___._.___ -..! :
o e Ao T O SPCM
LD019-001-013/ LD019-001-015
O XE®
8 ShEaitdEmit
BiEH:: SMAW
W , H
Bl A A # ERF -&,\wﬁg Date u&ﬁ'[}
Applicant T Date 076 ” Inspectedby n b




CZPMc) ae
= 2009.08.11
Visual Weld Inspection Report Girder/ 3 : OBG PlatePanelSplice
HGEH YR BERE Tower/ 3 :
Caltrans m,om?m“.nq No. 04-0120F4 Quality Control mmmwmmmimn..\m..
A S SFttZ:
Profect No.: v San Francisco Oakland Bay Bridge Cwi: s
FE# S EEBAHT REA: ms o T ey
Project No.. 2 ZP0B-787 Quality Assurance Manager ~Approval ’ v \ _
H#i5: - R
= Quality
Project No.:
Vil Y ZP06-787 >mmwmﬁn
G Welding . ; Accept or . >mnn_uﬁ ar
Weld No. Welder L.D.#| Location consumables Undercut | Porosity | Over lap | Crater | Arc strike| Spatters | Crack Reiect Repair | Reject after
mams | mTARS | A8 i WA | RA | B | T | R | W | R | BAE |repair &
B AR PR —
e Iy Gad ) m
LDOVS-001-013 5 5066 3G |supercore71H(d1.4) Y ) i ) y + Y ACC NA NA
LD019-001-014
220066 2G  |supercore7 IH({®1.4) Y Y ) i v R ¥ ACC NA NA
LD019-001-015
220066 3G |supercore71H(d1.4) Y ¢ g_ + v + N ACC NA NA
1 After root weld [ After cover pass
X7 After CWR or WRR No.: WRLT/ O] After HSR No. : O Others

#R787-QCP-603

" ¥ "isnodefects. " X" is defects. "NA" is not applicable.



UTHGHR S

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #i#%E%S B787-UT-B154 DATE 2009.08.11 PAGE 1 OF 1

Revision No: 0

IPROJECT NO. :TiE{R = ZP06-787

CONTRACTOR: CALTRANS

liTEMS NAME: 3AE PLATE PANEL [PRAWING NO.: SFE CALTRANS CONTRACT NO.: 04-0120F%
2 R SPLICE me M ITREEe
|IREFERENCING CODE #4H5 AGCEPTANCE STANDARD & ZirH: PROCEDURE NO. B2
AWS D1.5-2002 AWS D1.5-2002{Table 6.3} ~ |zrQC-UT-01
WELDING PROCESS 1454 JOINT TYPE #5435 CALIBRATION DUE DATE {834 L35 % 1A
[SMAW BUTT Dec. 2857 2009
EQUIPMENT &% MANUFACTURER Hli T MODEL NO. ¥4 SERIAL NO. FEH45%
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
|cALIBRATION BLOCK i COUPLANT #8471 MATERIALITHICKNESS #13 B jiz
AWS |IW BLOCK TYPE 1 cM.C A709M-345 14mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE  |MANUFACTURER ANGLE FREQUENCY SIZE
I T e ;= R~ i 7 il 3 s Rt
Changchaa 70" 2.5MHz 18x18mm
Changchac 0° 2.5MHz 20mm Reference Level #3% RE 20dB
Base metal Inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELSS+ I DISCONTINUITY FiEgi £
] E
WELD 2 |3 |uw |~ H . = P
Z 2w e | B EEEEEEEE LOCATION OF DISCONTINUITY gE | @
DENTIFICATION | £k [ 8 (& | & ES3 35858 L (mm) 22 | =
[ i 3 & [T}
BAHRS % E o Sound | Depth from S r
- Length FromX | FromY )
alb [ d P Path Surface X Y K
EE | e a
LD019-001-013 70 32 ACC. | 100%
LD019-001-014 70 32 ACC. | 100%
LD019-001-015 70 32 ACC. | 100%
AFTER B-WR6866
BLANK
EXAMINED BY =4 ?,, REVIEWED BY # & )
__Sun yin QW‘" | 4 'ZTJN" e’
LEVEL-Il SIGN / DATE ';] sk ] |LEVEL -1t siGN /  DaTE -’ﬁ 7Y
RS / QoM | F§ ACUSTOMER f
%7 SIGN/ Hill DATE &5 SIGN / B DATE

{FORM# ZPQC-UT01)




A3y e/

TG E &S
i o= I b & %
TZPMC ] %E ‘ff $ I5=] NAME OF PRODUICT
i APPLICATION FORM FOR NDT = B A .
| EEGES T . 4 B _ |
=i OBE3 ot o 100%MT - ZP06—787 |
E LTS B & "
Items S Material T Quantit
@ LT muasn  EEER mTws | mres | s |2
NZ NDT No. Weld type thickness/diameter Welder name | Welder No. | Result |remark
3 LD019-001-013 poE: 14*14%350%2 220066 S
5 LD019-001-014 R EES 14*14*1100%2 220066 |
3 1D019-001-015 PRE: 14*14%350%2 220066 /
4
5
6
7
8
9
oo B B
Scheme showing the test part
O B
JAEK + £#PP19
: PP20) O &K
[ Bega—— - —— = ] [ WR/CWR Bt 5
| WR/CWR NO;
| LD019-001-014 VRIS
R S T S O WR/ICWR E{/5
R - WR/CWR NO;
[~ T T
- - _4 i\ O SPeM
LD019-001-013/ - LD019-001-015
0O XE
] A
B SMAW
B A L2l B TH#F Al
T ¥ = S D 1
Applicant e Date Oqg” InspectedbyM ae (97\g‘ /

\
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: d
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REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R AR &
REPORT NO. i #4%% B787-MT-12934 DATEHHI 2809.08.11 PAGE OFRE 111 Revision No: 0
PROJECT NO. A —— CONTRACTOR! P
TRES: m P
DRAWING NO. OBE3 CALTRANS CONTRACT NO.: 04012074
BE. 0BG PLATE PANEL SPLICE INHIEEE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
BEHABRRE SRR BrERT BB EEEN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT &4 MANUFACTURER #3575 MODEL NO. HR&E SERIAL NO. 248
MT YOKE -~ |PARKER B3108 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke  |CURRENT e
Rk ik M =24
PARTICLE TYPE Dry magnet powder YOKE SPACING D
R FRB BRI mm
MATERIAL TO BE VWELDING 1334 Material & thickness Bl Taazus
EXAMINED O CASTING 4k B, A
RFHE O FORGING {83 ‘ 20/14mm
WELDING PROCESS TYPE OF JOINT
SMAW BUTT/T-LOINT
BE: po¥: i)
WELD I.D DISCONTRIUMY AR ACCEPT REJECT REMARKS
ppoyiyy INDICATION TYPE “"ENGT*H&N i P P
i8R =i
SEG014B-020 ACC. Hhier
excavation
SEG014B-021 ACC. after'
excavation
LDO19-001-013 ACC. BHLSK
excavation
LD019-001-014 ACC. ERECE
excavation
LD019-001-015 ACC. after
excavation
BLANK
|EXAMINED BYI:=3§ [REVIEWED BY %7
Sun Gongchang 1 A ("nm/\j M <\3_4 We :‘
ILEVEL -1 SIGN gx ! | |LEVEL#  siGN { DATEAM b_p QQ ' /
FEBEE / QCM U |AFCUSTOMER ) /
B SIGN / A H DATE S SIGN/ Bili DATE

{FORM# ZPQC-MTO1)




933

B S 45
& AR E ‘ oF o
| FZBMC T8 NAME OF PRODUICT
APPLICATION FORM FOR NDL 2 E HgE A H
THiFEY w15 % 5l . % =
CBRawing /")AE OB@S Test type 100%MT No ZP06-787
5 3r i A7 Fi = ;
FEREH /réiﬁi/ﬂrééb‘i & H AT09M-345T2 L %
Items Material Quantit -
i Rl pasn  REEE BIs | AIHE | % | &
N:c') NDL No. -~ |Weld type|  thickness/diameter Welder name | Welder No. | Result |remark
vl ) \/
1 SEG14A-005 PUEE:S 22#20%900 4657 /
2
EXTEE BiE:
| Scheme showing the test part:
| : O &R
O #&kiE
— [ WR/CWR B85
LD19a WR/CWR NO:
D/WR/CWR BEE
WR/CWR NO: s p 6
O SPCM
SEGla4A—00S / o 0 ﬁ‘fz
R FCAW,SMAW
FRfE
HOiE A | ErE B# | 20090730 | X8HEH | _- A H #
Applicant HBEZE | Date Inspectedby G$ﬂ'% Date U’th-Ia _

)




CZBMC m |
H A7 09.08.03
Visual Weld Inspection Report Girder/ 3 : OBG PlateSanelSploce
s SRLE H AR B IR Tower/ &:
Caltrans \m,ow?mm No. 04-0120F4 Quality Control mbmﬁﬁmmmimg&m..
W E 45 U :
Project No.: San Francisco Oakland Bay Bridge /[ CWi: 3
TAAH AR AHF 17 Lo 02t 22
Project No.: Quality Assurance Manager ~Ap, f
= ZP06-787 4 ger ~Approva
TEH5 R EE.
Accept or
Reject after
Welding Accept or repair
Weld No. |Welder 1.D.#| Location consumables Undercut | Porosity | Over lap| Crater | Arc strike| Spatters | Crack Reject Repair | iREFES
Bams | BTHAS GAYA SRR liravi] L i) Lo mmg%ﬁ Wk | e | EREIER| EE BRI
obbS7) | LG | TS Hyipho NA
SEGI4A-005 | 220063 |G Supercored71HA1. 4 J J J v J ¥ J ACC NA
O After root weld [1 After cover pass :
A/ After CWR or WRR No. :B-WR6492 [0 After HSR No. : ] Others
#k787-QCP-603 _ _ _ _

" ¥ "isnodefects. " X" is defects. "NA" is not applicable.

1




REPORT OF MAGNETIC PARTICLE EXAMINATION

B R RRE

IREPOR’F NO. &5 8 B787-MT-12033 DATEB 8 20809.08.13 PAGE OFRLIE 111 Revislon No: 0
|PROJECT NO. 2P06.787 CONTRACTOR: L

TR Ao

[DRAWING NO. OBE3 CALTRANS CONTRACT NO.: 0401204

Ee: OBG PLATE PANEL SPLICE A TESS

WREFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE

BEF TR HEIRE BEFeS {0 B EH I

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT &4 MANUFACTURER #li& MODEL NO. H 4% SERIAL NO, #4542

[MT YOKE PARKER B3108 5305 5817 5620
[MAGNETIZING METHOD Continuous magnetic yoke [CURRENT | e

1. 3 A 7S winst g HyFE

|PARTICLE TYPE Pry magnet powder YOKE SPACING S —

R Iea TRH R[] L

MATER!AL TO BE Y WELDING i

pit: g Material & thickness ATOSM-345T2

EXAMINED O CASTING &4 B, A

BRHE O FORGING g% 22/20mm

|WELDING PROCESS TYPE OF JOINT

FCAWISMAW BUTT
BRI bt C¥it)
WELD 1D e NIINON 6 ACCEPT REJECT REMARKS
Eg&gﬁ.@. INDICATION TYPE LENGE&N | E= 1] a5 £
EET Eoativ)
SEG14A-005 ACC. BAEET
Tenairer]
BLANK
IEXAMINED BY::i% ' REVIEWED BY ¥ Wﬂ df\%
Ding Acheng \‘Va\ J Ly S :"‘9\ '

|LEVEL-i SIGN%ZEZ / JDATEH}VJ '%l‘ " LEVEL-H  SIGN ! DglrELEi} i . ’3 i J
FREE / QCM [ Fi/"CUSTOMER !

%5 SIGN / A#l DATE &F SIGN ! B DATE

(FORM# ZPQC-MTO1)




T R L
) . T o &
""' %[_‘{ ’Fﬁ EF‘ §7=] NAME OF PRODUICT
X - APPLICATION FORM FOR NDT = E i
g%ﬁ{%% OBE3 ® x5 100%UT w5 ZP06—787
Drawing No Test type No
FH 2T 3AE " ﬂ AT09M-345 A %
ftems Material Quantity
E o TR o L gt REER BT BITHRS % | 25
N? NDT No. Weld type| thickness/diameter | Welder name | Welder No.  |Result| remark
0.
1 SEG014A-005 FOE:S 20*20*1000 2200634066571 | \ Y/
2
3
4
5
6
.
8
9
B 6 B E HE
Scheme showing the test part
O BE
A Bk
SAERZEM HIR(B) - 306
— 0 WR/CWR Bkillf5
WR/CWR NO:
; /" 0 WRICWR /5
WR/CWR NO:
\ Y iy O SPoM
SEG041A-005 o
O K&
6, SHFfHtEmin
BHEJT:: SMAW
B ) H #8
HOE A BH |, 8 H * ®H & J‘A‘\@ Date 03 g_l\
Applicant ¥R Date ?‘ ; Inspectedby 7 1




O After CWR or WRR No. :

¥ After HSR No. : %.%\wc\

(ZPMC mr | s
57 2008.08.11
Visual Weld Inspection Report Girder/ 3: OBG PlatePanelSplice
R4t H R B IR Tower/ 3 :
Caltrans Contract No. 7 04-0120F4 Quality Controf mw_c__.mmm:wm?\m..
ME G5 SR
Project No.: A | San Francisco Oakland Bay Bridge E cCwi: i
L AT BEA: T Yo Jin &) paob] |
Project No.: WH Quality Assurance M ~A, i '
ZP0B-T787 Yy nce Manager ~Approva.
5 RSB
. Quality
Project No.:
TS ZP06-787 >mm_M.m=n
. Accept or Accept or
Weld No. Welder LD.# | Location Welding consumables | Undercut| Porosity | Overlap | Crater | Arcstrike| Spatters | Crack | Reject Repair [ Reject after
BIBRS BIiRH= A R e ik ] Wy | IR | WE | RO | HRaUE | BE repair
tH 15 {68 FE e o
SEGO14A-003 supercore7 |H(®1.4)+TL-
220063+066571 | 1G+4G SOS(HAY CA0) Al v v v v v ¢ ACC | NA NA
1
O After root weld {47 After cover pass
1 Others

#R787-QCP-603

" J "is no defects. " X " is defects. "NA" is not applicable.
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REPORT OF ULTRASONIC EXAMINATION

W&

REPORT NO. #{&&% B787-UT-8153 DATE 2009.08.11 PAGE 1 OF 1 Revision No: 0
PROJECT NO. :Ti84%% ZP06-787 CONTRACTOR: CALTRANS
|ITEMS NAME: 3AE PLATE PANEL PRAWING NO.: oBES CALTRANS CONTRACT NO.: 04-0120F4

it SPLICE ik TS

REFERENCING CODE £ 3172

AWS D1.5-2002

ACCEPTANCE STANDARD 8 4r¥7E

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. B3
ZPQC-UT-01

WELDING PROCESS BiEHik

JOINT TYPE 18552¢R

CALIBRATION DUE DATE {Y &R T 3l

SMAW BUTT Dec. 28°7 2000
EQUIPMENT i % MANUFACTURER #i57 MODEL NO. 4% SERIAL NO. [5:¥[52
071565311, 061488510,
{uT scope PANAMETRICS EPOCH-4B 061485611, 070152011,
|CALIBRATION BLOCK iRt COUPLANT 547 MATERIALTHICKNESS #1518
AWS IIW BLOCK TYPE I cM.C ATO9M-345 20mm
TRANSDUCER #3k
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER ANGLE | FREQUENCY SIZE
HIET RE EES R=r Bl yiili 3 ;= Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level $% R A 20dp
Base metal inspacted per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 I DISCONTINUITY aeditt 5
b=
o w c g -
WELD z = o ~ 1518 _I= _|Is = #
MENEREL HEHHE LOCATION OF DISCONTINUITY Eo| &
[/ N . )
IDENTIFICATION | £ I | Zl== S ElgiEese ARG E (mm) zF | ¢
4E ng | O = = & |= I = a
o o E o £ E
BEAHRS aQ 4 o e o«
£ o Length | S°und | Depthfrom | o | Eromy a
a b | e d £ Path Surface EEX SEY 8
HE EEmEN =1
S5EG014A-005 70 32 ACC. | 100%
AFTER HSR1(B)-306
BLANK
EXAMINED BYX:& REVIEWED BY ## .
__Sunyin $‘~V‘z M ?‘"b L = "
LEVEL-!l SIGN / DATE ) ~=& L ] LEVEL -1l SIGN / DATE 'ﬁ 7K\ !
FESE / QCM l 32 CUSTOMER /
% SIGN / Bl DATE 45 SIGN / H i DATE

(FORM# ZPQIC-UT01)




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island Report No: NCS-000257
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0345

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-Conformance Report waswritten:  29-Jun-2009

Description of Non-Conformance:

During in process visual inspection of the OBG Trial Assembly of Segment 3AE, Caltrans Quality Assurance
(QA) Inspector discovered isolated distortion damage at Longitudinal Diaphragm and Bottom Plate between
Panel Point 19 and 20 (Cross Beam Side). The distortion damage appears as a viable bulge in the Diaphragm
and Bottom Plate at a location where an external support was positioned. The bulge appears to be related to
heat straightening repairs. The heat straightening was performed without submitting a Heat Straightening
Request to the Engineer. See the below photos for further information.

Contractor's proposal to correct the problem:

Contractor has acknowledged that this item must be addressed, and the item was added to the Master Punchlist.
Corrective action taken:

Work was completed and item was cleared on Master Punchlist by Caltrans on 8-12-2009. Submittal of
documentation by Contractor being tracked on Documentation Punchlist.

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 Jim Simonis, who represents the Office of Structural
Materials for your project.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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