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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

Vallejo, CA 94592-1133 File#: 69.25B
(707) 649-5453 ' '

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000392
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 17-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0366

Type of problem:

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

Procedural Procedural [] Description:

Reference Description: Unacceptal Base metal repair on OBG side panel

Description of Non-Conformance:

This Quality Assurance (QA) Inspector observed the in-process welding of a base metal repair being performed
on side plate SP307 and SP426A adjacent to side plate splice weld No.SEG028B-032 on OBG Segment 6AE.
Approximately four areas of 75mm x 75mm of filler material were deposited into four locations, in and around
the splice weld to rectify the fit up of the traveler rail bolt attachments by building up the surface thickness to
compensate the gap at the faying surface. These additional welds are not in the approved shop drawings or
weld map. Thisis an unacceptable base metal repair and was performed without the approval of the Engineer.

> VLU R e WS 2
9—5)‘%15@\ Base Metal Repairs
&

Base Metal Repairs 11 B

SP426A Weld No.SEG028B-032

X

Weld No.SEG028B-032

Applicablereference:

AWS D1.5 2002-Section 3.7.4.- “Prior approval of the engineer shall be obtained for repairs to base metal
(other than those required by 3.2), repair of major or delayed cracks, repairs to ESW and EGW welds with
internal defects, or for arevised design to compensate for defects.”

Who discovered the problem:  Rodney Patterson

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

Time and method of notification: 1030, Verbal

Name of Caltrans Engineer notified: = Ching Chao

Time and method of notification: 1100, Verbal

QC Ingpector's Name: Tao Lei

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

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

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: 01-Sep-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: 05.03.06-000356
Subject: NCR No. ZPMC-0366

Reference Description:  Unacceptal Base metal repair on OBG side panel

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
This Quality Assurance (QA) Inspector observed the in-process welding of a base metal repair being performed on side plate SP307 and
SP426A adjacent to side plate splice weld No.SEG028B-032 on OBG Segment 6AE. Approximately four areas of 75mm x 75mm of
filler material were deposited into four locations, in and around the splice weld to rectify the fit up of the traveler rail bolt attachments
by building up the surface thickness to compensate the gap at the faying surface. These additional welds are not in the approved shop
drawings or weld map. Thisis an unacceptable base metal repair and was performed without the approval of the Engineer.
Action Required and/or Action Taken:
Submit repair procedure to the engineer for approval.

Transmitted by: Bill Howe
Attachments: ZPMC-0366

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

H..,,.,w" 05.03.06-000356,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: 21-Sep-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-000362 Rev: 00
Ref: 05.03.06-000356

Subject:  NCR No. ZPMC-0366

Contractor's Proposed Resolution:
Reference Resolution: ABF has informed ZPMC that base metal repairs not pre-approved per section 9 of the WQCP require a CWR.

ABF has informed ZPMC that base metal repairs not pre-approved per section 9 of the WQCP require a CWR. For this application, ZPMC
performed repairs without a CWR, but did have a WRR to document the welding and inspection procedures used. ZPMC will provide the
necessary repair and inspection documentation at a later date for closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000362R00

Caltrans' comments: Status: AAP
Date: 22-Sep-2009

Will review and confirm the acceptance when the repair documentation including a CWR is submitted.

Submitted by:  Chao, Ching Date: 22-Sep-2009
Attachment(s):

‘E}' 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: 11-Jan-2010

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-000362 Rev: 01
Ref: 05.03.06-000356

Subject:  NCR No. ZPMC-0366

Contractor's Proposed Resolution:

Reference Resolution: ZPMC was in error providing a request for OBG within the request for Tower, therefore the work for this OBG part
was still ongoing. This panel has subsequently been green tagged.

ZPMC was in error providing a request for OBG within the request for Tower, therefore the work for this OBG part was still ongoing. This panel
has subsequently been green tagged. Also, for NCR’s of this type, please note that the Notification for Inspection is a time documented when
ZPMC will begin performing NDT, not necessarily that NDT is complete and accepted for the option of CT having a chance to observe the NDT
inprocess. ZPMC requests closure of this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000362R01;

Caltrans' comments: Status: REJ
Date: 11-Jan-2010

Unable to understand the description in the response letter. None of the information supplied is relevant to ZPMC NCR 366, therefore this
NPR is rejected.

Submitted by:  Howe, Bill Date: 11-Jan-2010
Attachment(s):

‘E}'I Page 1 of 1



No. B-560

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-7
REGARDING: NCR-000540(ZPMC-0513)

With this letter of response, ZPMC requests closure of CT NCR-000393(ZPMC-0366), after
reviewing the description of the non-conformance report we found that the notification
sheet(004853) was actually jus( for the tower but not any relation with the OBG panel inspection,
so please re-check and assure the corrected information as the component of each NCR, thanks for
you understand any good cooperation with us.

Remind that the panel have been got the green tag of 10595, please evaluated the real
situation and then decide to turn the incident report to NCR.

So base on the above clarification we are applying to close this NCR,

ATTACHMENT:
NCR-000540(ZPMC-0513)

Zézﬂdﬁi (% ga,g
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A O DEPARTIENT CF TRAMSPORYATION - Histrict £ Tol| Bridge
/ 333 Burma Road

o Ozldanc CA 94607
R Tel: Fax:
NON-CONFOFR M ANCE REPORT TRANSMITT AL
Te: AMERICAN BRIDGE/FLUOR. A 1AY Date: 24-Dec-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2 / 13.8
Dear: Mr. Charles Kanapicki Job Name; SAS Superstmcturc"\\
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-(12050]?‘—\&;
Subject: NCR No. ZPMC-0513 \ \( 8{ )/v
Reference Description:  Fillet Weld Excavation with Final QC Acceptance, Crossbeam CB17 //)‘ <\(< \::‘
The attached Non-Conformance Report describes an occurrence where the contractor did not comply \vi{ﬁ”%\reqt\i\rcir;‘c\r:shfllle contract document as
indicated below: o
Material or Workmanship not in conformance with contract documents, o E
L Quality Centrol (QC) not performed in conformince with contract documents, o) -\‘\\‘-..\
B Recurring QC issue that constitutes g systematic problem in quality control, (( ’/"/f)\‘.
[ Non-Conformance Resolved, & \ N
Material Location: Xbeam sl \\\\g Lift: (Qy/A

%
Remarks: \%\‘, 5.\\\\;
()

During z random in-process visual verification prior to performin o Rartigle Testj ) on a Floor Beam (FB) for
Crossbezm CB17 located at Bay # 6, ihe Caltrans Quality Assuranc ector o ' fillet weld that had been excavated
approximately 50 mm in length and 6 mm in depth. The m/ffactor (ZP offcred.@nna] NDT Inspection Notification Sheet,

acknowledging the weld was complete and that ZPMC ! icians had le@w accepled 100% MT on this FB. Additional

information identifying the non-conformance is I<r,_¥l w\) ©
&

-The Floor Beam is identified as FB3049, o
-The fillet weld connects the FB Web B 089A) 10 FB Gidfener (X3090R).

-The fillet weld size is 6 mm in size per the\gproved con awings,
-The NDT Inspection Notificatio { request num s identified as: 004835
Action Required and/or Actio ake

Submit a repair procedur@ eer for approval. A response for the resolution of this issue is expected within 7 days,

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
File: 05,03.06

W2 05.03.06.000501 nCT
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STATE OF CALiFORNfAnBUSINESS,TRANSF‘ORTACTIDN AND HOUSING AGENCY Arnold Schwarzenegger, Governor

AERARTIGENT OF TRAKSEO RTATION :
DIVISION OF ENGINEERING SERVICES ; /
Office of Structural Materials £ Hu i
Quality Assurance and Source Inspection g
Bay Area Branch Contori 94-“(2'12‘&}:‘9
690 Walnul Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592.1133 —_— T
(707) Bag:545a File #: 69.258
A i imatms—caaics PR

QUALITY ASSURANCE - NON-CONFORMANCE REPQRT
Location: Changxing Island, Shanghai, P.R. China Report No; NCR-000540
Prime Contractor: American Bridge/Fluor Enterprises, a TV Dazte: 17-Dec-2009

Submitting Contracter: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0513

Type of problem:

Welding Concrete [] Other d

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

Joint fitup [ Coating O other [0 Component: Crossbeam CB17

Procedural Procedural [] Description:

Reference Description: Fillet Weld Excavation with Final QC Acceptance, Crossbeam CB17

Description of Non-Conformance:

During a random in-process visual verification prior to performing Magnetic Particle Testing (MT) on a Floor

MT technicians had tested and accepted 100% MT on this FB. Additiona] information identifying the
non-conformance is listed below.

-The Floor Beam is identified as FB3049-017-008.

-The fillet weld connects the FB Web Plate (PL3089A) to FB Stiffener (X3090R),
-The fillet weld size is 6 mm in size per the approved contract drawings.

-The NDT Inspection Notification Sheet request number was identified as: 004835

B0 5 SRGRRIT. 15 1 T
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QUALITY ASSURANCE .. NQ N-CONFORMANCE

REPQRT

( Continued Page 2 of 2 )
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Applicable reference:
AWS D1.5 (02) Section 6.6.3; “The Contractor shall comply with all requests of the QA Inspector to correct
deficiencies in materials and workmanship, as specified in the contract documents.”

AWS D1.5 (02) Section 6.6.6; “The Contractor shall schedule NDT to facilitate attendance by the QA
Inspector. The QA Inspector shall be advised by the Contractor of operational and NDT schedules and

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Chang Bao Qian
Time and method of notification: 1000 hours, 12/17/09, Verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1400 hours, 12/17/09, Verbal
QC Inspector's Name: Li Jian

Was QC Inspector aware of the problem: 0] Yes [ No
Contractor's proposal to correct the problem:

Comments:

concemning repairs or remedial efforts please contact Eric Tsang, 15000422372, who represents the Office of
Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

ﬁ?_ TL-15,Quality Assurance -- Non-Conformance Report Page 27 2




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: 22-Jan-2010

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-000362 Rev: 02
Ref: 05.03.06-000356

Subject:  NCR No. ZPMC-0366

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC is providing the weld repair report and NDT of the areas repaired to show that the base metal is acceptable.
Based on this ZPMC requests this NCR be closed.

ZPMC is providing the weld repair report and NDT of the areas repaired to show that the base metal is acceptable. Based on this ZPMC
requests this NCR be closed.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000362R02;

Caltrans' comments: Status: REJ
Date: 26-Jan-2010

The documentation submitted by the contractor has been reviewed by the Engineer. ZPMC only provided NDT documentation for one of the
Side Panels listed in the NCR. NDT documentation was submitted for plates designated as PL1158 and PL 1160A, both of which are
associated with SP426A. In order to close this NCR, the Engineer will need verification that the weld metal added to SP307 is also in
conformance with Contract requirements.

Submitted by:  Chao, Ching Date: 26-Jan-2010
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-559

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-7
REGARDING: NCR-000392(ZPMC-0366)

With this letter of response, ZPMC requests closure of CT NCR-000393(ZPMC-0366), what
mentioned that QA observed improper buttering on base metal in 6AE.

ZPMC built up the surface thickness on several base metal areas around the Side Plates Splice
weld in order to rectify the faying surface of the traveler rail bolt attachments. ZPMC
acknowledged this was an unapproved procedure and has issued internal NCR. For warrant the
buttering areas’ quality, MT & UT were performed.

So ZPMC provides internal NCR, WWR & NDT documentations, hoping CT could take a review
and consider close this NCR.

ATTACHMENT:
NCR-000392(ZPMC-0366)
NCR-B-251(ZPMC-0366)
B-WR6970

VT FOR B-WR6970
B787-UT-10608
B787-MT-17561

%W
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y g DEPARTMENT OF TRANSPORTATION - Districl 4 Toll Bridge
@ Bo. 333 Burma Road
e Oakland CA 84607
(s Te!: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
Te: AMERICAN BRINDGEFLUOR, A TV Date: 01-Sep-2009
375 BURMA ROAD
OAKLARD CA 95607 Contract No: 04-0120F4
J4-5F-80-13.27 139
Dear: Mr. Charles Kanapicki Job Name: SAS Supesstructure
Attention: Mr. Thomas Nilsson  ProjectFabrication Menages Doecument Nao: 05.03.06-000356
Subject: NCR No. 7PMC-0366

Reference Deseription:  Unacceptal Base metal yepair on OBG side panei

The attached Non-Conformance Report describes an occurrence where the contraclor did not comply with a requirement ol the contract document 25
indicated below:
Muterinl o1 Workmanship not in confonnance with contract documents.
Quality Control (QC) not performed in conformance with contraet dozuments.
(| Recurring QC issue that constitules a systemaltic problem in quality contral.
1 Non-Conformance Resalved.
Material Location: 0BG Lift: 06
Remarks:
This Quality Assurance (QA) Inspector observed the in-process welding of a base metal repair being performed on side plaic SP307 and
SP426A adjacent to side plate splice weld No,SEG028B-032 o OBG Segment 6AE. Approximasely four areus of 75mm x 75mm of
filler material were deposiled into four Tocations, in and around she splice weld to rectify the fit up of the traveler rail bolr attachments
by building up the surfuce thickness to compensale the gap at the faving surface. These additional weids are not in the approved shap
drawings or weld map. This is an unacceptable base metal repair and was performed without the approval of the Engineer.
Action Required andfor Action Taken;

Submit repair procedure o the engineer {or approval,

Transmitted by: Bill Howe
Attachments: ZPMC-0366

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

ey g $.43.06-0003 56, NC
N 05.03.06-000356 NCT Poge tof 1



STATE OF CALIFORNIA-BUSIMESS. TRANSPOR [ ACTION AND HOUSING AGENCY Arnald Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Malerials P
Quality Assurance and Seurce Inspeclion o

: Contract #; 04-0[20F4
Bay Area Branch Sl L
690 Walnut Ave.51. 150 Cl}‘f SF/ALA Rie: ..8_9 PM: 13.2/13.9 .

Vallejo, CA 94592-1133 g g =
(707) 648-5453 File#:  69.25B

(707) 6455493
QUALITY ASSURANCE -- NON-CON FORMANCE REPORY
Location: Changxing Island, Shanghai, P.R. China - Report No: NCR-000392
Prime Contractor: American Bridge/Fluor Eaterprises, a TV Date: 17-Aug-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0366

Type of problem:

Welding Concrete  [J Other O

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

Joint fitup [ Coating [0 Other J Component: OBG Segment 6AE Side Panel Repair

Procedural Procedural [] Description:

Reference Description: Unacceptal Base metal repair on OBG side panel

Description of Nan-Conformance:

This Quality Assurance (QA) Inspector observed the in-process welding of a base metal repair being performed
on side plate SP307 and SPIEZGA adjacent to side plate splice weld No.SEG028B-032 on OBG Segment 6AE.
Approximately four areas of 75mm x 75mm of filler material were deposited into four locations, in and around
the splice weld to rectify the fit up of the traveler rail bolt attachments by building up the surface thickness to
compensate the gap at the faying surface. These additional welds are not in the approved shop drawings or
‘weld map. This is an unacceptable base metal repair and was performed without the

e e P — e

Applicable reference:

AWS D1.5 2002-Section 3.7.4 .- “Prior approval of the engineer shall be obtained for repairs to base metal
(other than those required by 3.2), repair of major or delayed cracks, repairs 10 ESW and EGW welds with
internal defects, or for a revised design to compensate for defects.”

Who discovered the problem: Rodney Patterson

Name of individual from Contractor notified: Lee Man Kit

‘1;‘ TL-15 Quatitv Asswrance - Nun-Congormance Repar: .
i Page | of 7
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ALITY ASSGRANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

Time and method of notification: 1030, Verbal

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 1100, Verbal

QC inspector's Name: Tzo Ler

Was QC Inspector aware of the problem: 3 Yes Na

Contractor's proposal to correct the problem:

N/A

Comments: G

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

Inspected By:  Tsang,Eric SMR

Reviewed By: =~ Wahbeh,Mazen SMR

o] -i3 lity Avsmance -- Nun-Conformance Repori
W7 7105 Quality Axsmar Nun-Conform epur Page 20 2



Y ! 1
— | Nonconformamnce Report
ZEPRACE
— i AREIIRE

Project Name: S.F.O.B.B ! NCR Number:  NCR-B-251

T3 H 8 7 =5 g ires KA | NCR %5 (ZPIVLC-0366)

[tem: “Unacceptable Base Metal Repair | Item Number: ' Drawing: - |
B CRENHEMEN R 5 N/A ,BE:  SP307,5P426A

Location: Qutside Yard Date: 7 A
VATE OBG $Hif ) Hil: 2009-09-10
_I-)_escripﬁon of Nonconformance:

AR A TR
CT Inspector observed the in—process welding of a base metal repair being performed on side plato
SP307 and SP426A adjacent fo side plate splice weld No. SEG028B-032 on OBG Segment GAE)
Approximately four areas of 75Smm x 75mm of filler material were deposited into four locations, in and
around the splice weld to rectify the fit up of the traveler rail bolt attachments by building up the surface
thickness to compensate the gap at the faying surface. These additional welds are not in the approved shop
drawing or weld map. This is an unacceptable base metal repair and was performed without the approval o
Engineer.
IR R AT 6AE FHEH SP307 1 SP4264 AL SEG028B-032 frBEACk RO . 4
4 SER% TSmm X 75mm KNGS, 3T KR AT A AR B R, O EMEN A B
Fesrfkid. RLMIMBLEHSEEXESNERERS. HF LR T EREOSITIRIm .
(ZHIRE AWD D1.5 FE45 3.7.4) r
Work By: J: ok o) / Prepared by.-,("r p /_{;'-""" Reviewed by QCE: 2 i 2o .

J

HTH: e | 5/ /o9 RETEI i
O Drawing Errdd O Material Defect L\—J\/" Fabrication Error [ Other 7 "7 -?
B 4REHR ARG TR HALRR
Disposition: [0 Useasis O Repair [0 Reject
SR TEHE T E1)E B jEdk
Recommendation:
FHWL:
Prepared by: Approved by QCA:
HE% TR

s G e Tl e ]

&uuuj’wj‘%fjchcw% J)'I’Db'{"_db e/jnc@i’

TRl Q%%ﬂ["}fp%ﬁ WW‘QI"%W%
Z’i\/)ﬁm@

chen repudl

Aﬁwvar«l y “‘/j“"“‘-”” ol Appro edb}rij“ﬂ:‘fﬁ'i:

Technical Justification for Use-As-1s/Repnir: (] Attachment Ij/ Non-attachment
[E A s iR R AR ; i . Deol with the pretlem pep Ryl Feport
DA %ﬁwﬁzzﬁ& AAFE, (o @D Lol i

Reviewed Hﬁ:rﬁ

: l ' ‘::- ] & ) N
Verification i Accepmb e rtl Unacceptable {}g\v% gﬂﬁ\t&/ﬂ H\T/JT @f’&

BiiA: mw 1 ZNGE: S R
Verified by QCUARTHIA: 7}1‘(”’ ! Reviewed by QCA/A L{E# &

#R787-QCP-1300



JE 2% o= | |
szC }::F é@ ]E(_ 'f% ?Eﬂ = l fiz 4 Rev. No.
Welding Repair Report 0
SHH 2 B pa NG #HES | SEG028/SEG036 | IREHT
i Report No. B-WWR6970
Project Name SFOBB Drawing No | sEGo3s
Ll
04-0120F4 B4k 4 2 NDTIR% %5
Contract No.: e A GAE/TBE/TCE s NA
P ltems Name Report No.of NDT
B H s ZP06-787
Project No.: _
I EEH FA 4R

Description of welding discontinuity:

TRAEATFTIR & 1075800 | 2 TREE R, 1L ER6AE/ TBE/ TCERIARIE AT B HE TR AL TR, THBIE | ST sk iy Tk

Fo WL it
According to inspection report 1075#

disposition,

CE relevant position to ensure flatness, see the following draft.

Ly Yoahos

it shall build up BAE/7BE/

#3: 5 (Inspector) : Li_Yanhua B #i(Date): 09.08.13
BB EFRE -
Draft of welding discontinuity:
PP37 PP38  PP39 PP pp5g PPSI PPS2  PPS3 PP54 PP55
HE 7BE 7CE
FHERTT T, feT




| EERE:

Caused:

JEE e A G R0 IE R = .

Weld distortion and fabricate error.

% 18] i §r A(Foreman): L‘l!v‘f‘*ﬂt B #i(Date). of. 4 "5
N3 G [
Disposition :
TR IEIRIE T 202 (WPS) F1 B85 s,
FHEIHAF100% MTE £, il CR S0 A0 2 ks
HRUEHEHEDT IR R s T 2UEE (WPS) BT A M 1R,
HEHR AT M A 1 B 5
I ATVT S MTE I

N

1. Remove all the defects according to the approved repair WPS by means of grinding.
Verify with MT and VT no defects remain in the repair area prior to weld;

Preheat and weld according to the relevant WPS.

Grind the weld flush with base metal after welding.

Perform VT and MT inspection of the repaired area.

oLl

T o i 1 ,
Technical engineer X P?} bows Approved by Date ‘7-*5"

#R787-QCP-900



Correction action to prevent re occurrence:

TR R S P RS, WD iRE,

1. Enhance supervision in process of welding and fabrication to

£17 i # A(Foreman): Z; 2k T‘”d B 4i(Date): v9. 33 .15

reduce error.

ya L& 2 4 A !
J::F éﬁ :L/}i 1@ EHEL = iz 4. Rev. No. .
— Welding Repair Report 0 |
55 H 4Rk T N A B2 | SEG028/SEG036 | 1L HT SVRESTO T
| Project Name SFOBB Drawing No | SEG038 REpeiche ’ |
<l 04-0120F 4 ——
Contract No.: AT AR GAE/7BE/TCE NDT4hE %5 i
=5 5 2 ltems Name Report No.of NDT
B &5
. ZP0G-787
Project No.:
£ i 3556

before welding

WPS-345-SMAW-4 - / )
WM WPSH G(4F)-Repair LER Xu- J)o}f[um
Repair WPS No. WPS-345-SMAW-4 [ technologist .
G(4F)-FCM-Repair «. 0817
Wiz (T ) i IR AR ; b (I . "
Preheat temperature /\/A Description /\//(
before gouging ’ of discontinuity
P Ak LA P i 0 AR 1Y
Inspection /}[ L Preheat temperature /07)

before welding

T A Tl s

T 0 & B
Max. depth of gouging Z)’h m Total length of gouging ;gﬂ’
1370 1R 15 i 1R '
welder 0é7é/v welding type é?l/][}w position Z; 6

B bl if

8 3 1L b

42 0 1

Current ”ﬂ) Voltage Qéy Speed / g é

WEREE

Inspection After repairing:

T ) i 58 i y ] o

AR R = }%d(/ Inspector ?ﬁ"“?/}wwj hai Date

VT result m%ﬁg )"’"7 RIS

I 1%

NDTH & ¢ A T W o i

NDT result ﬂ NDT pergof/ i - Date Wk_g i for 0L
7 '

RAjE ,

Witness/Review: \j

il

Remark :

#R787-QCP-900
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(ZBmcH

REPORT OF ULTRASONIC EXAMINATION

UTHGIRE

REPORT NO. %% B787-UT-10608 DATE 2009.11.05 PAGE 1 OF1 Revision No: 0
|PROJECT NO. :TH#{#S ZP06-787 CONTRACTOR : CALTRANS
lirems NaME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG SIDE PLATE SP426 }
=2 HS mHITRRS

REFERENCING CODE Z#33d

AWS D1.5-2002

ACCEPTANCE STANDARD#: 5 4RHE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 2F#5

ZPQC-UT-01

WELDING PROCESS BEHE

JOINT TYPE Jg.452 7

CALIBRATION DUE DATE {88 IF #7448

LEVEL-ll SIGN / DATE QNS

FCAW NA Dec. 28%7 ,2010
EQUIPMENT &% MANUFACTURER #1i&7 MODEL NO. #3458 SERIAL NO, F5l%S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK &i2 COUPLANT #&&%I MATERIAL/THICKNESS ## 5} LR
'lAWS Iw BLOCK TYPE II c.M.C AT09M-345T2-X 18/75mm
TRANSDUCER sk
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
HIE pi:lia = R g AR BTk R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #£5RI{EF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ DISCONTINUITY FiéElt 5
: ko
WELD S 12 |4 |~ lg 5. )5 3 "
= Onm|la | B EclEsEEED LOCATION OF DISCONTINUITY = &
o |ze|vE| X [E3|53|2883 A =
IDENTIFICATION | Elk |2 |8 S 283 |E £z & TEERAL T (mm) 2 | €
ju & Ey —_— — —_
” SFI8%1E" ¢ : i% |
RETFRS % E = Sound Depth from 4 : g =
- Length From'X | From'Y I
a b c| d P Path Surface SEX Y 0
R | mEemsm | [
‘| PL1158A+PL1160A 70 32 ACC. | 100%
BLANK
EXAMINED BYZ:37 REVIEWED BY it
A h Y A} \
13 1 iming Aue Hel vo9

LEVEL -1l SIGN [ DATE

0. H\T

FiH23 / QCM

5 SIGN / B DATE

F /A CUSTOMER

% SIGN/ B i DATE

(FORM# ZPQC-UTO0A)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

B R &
REPORT NO. iR 4% B787-MT-17561 DATEH I 2009.11.05 PAGE OFTHS 1M Revision No: 0
PROJECT NO. 2P06.767 CONTRACTOR: e —
TEHS: B &
DRAWING NO. SRde CALTRANS CONTRACT NO.:
04-0120F4

E: OBG SIDE PLATE nMIBSGEE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£ A TR e BF4&%S SR EEZN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT # 4% MANUFACTURER #i% g MODEL NO. #4534 SERIAL NO. ¥&:42
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AE
AL BR L 2284
PARTICLE TYPE Dry magnet powder YOKE SPACING

i 70~150mm
g Ayl TR AR AR
MATERIAL TO BE VWELDING i i

R Material & thickness P —_—
EXAMINED O CASTING #4% 4 JLEE
R O FORGING &% 18/75mm
WELDING PRO E
CESS R TYPE OF JOINT ik

R priadil)

WELD |.D DIEGONT NG PRl TEEE ACCEPT REJECT REMARKS

ey INDICATION TYPE NS = Bk B

4o
PL1 1581 PL1160 ACC —
BLANK
EXAMINED BYE# REVIEWED BY ## N
- \ )

Li Liming L iming )L\.Le H e YON
LEVEL-Il SIGN %% / DATERM O G\\ \\\ ) LEVEL-l  SIGN | DATERM Ocl\ l l 7
W& / QCMm A ACUSTOMER
% SIGN /| Y DATE %5 SIGN / B i DATE

(FORM# ZPQC-MTO1)




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: 02-Mar-2010
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-000362 Rev: 03
Ref: 05.03.06-000356

Subject:  NCR No. ZPMC-0366

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is submitting the requested documentation to show the plates which make up the SP307 are acceptable
after the weld built up. Based on this ZPMC requests closure of this NCR.

ZPMC is submitting the requested documentation to show the plates which make up the SP307 are acceptable after the weld built up. Based
on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000362R03;

Caltrans' comments: Status: CLO
Date: 07-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 07-Mar-2010
Attachment(s):

‘E}' Page 1 of 1



@[ No. B-631
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-2-28
REGARDING: NCR-000392 (ZPMC-0366)

With this letter of response, ZPMC requests closure of CT NCR-000392 (ZPMC-0366) what
mentioned about the issue of building up for SP.

Based on the requirement from NPR, ZPMC now providing the NDT documentations for
the plates associated with SP307 and requesting closure of this NCR.

ATTACHMENT:
ABF-NPR-000362 R0
B787-MT-19767
B787-UT-11491

/ 0

3/ 1-



American - AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge /‘/F L u o R P.0. BOX 23223 Oakland, CA 84623

Phane (510) 419-0120 / Fax (510) 839-0668

A& JOINT VESNTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 22-Jan-2010

333 Burma Road Contract No.: 04-0120F4

Dakland GA a0e 04-SF-80-13.2/13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000362 Rev: 02
Ref: 05.03.08-000356

Subject:  NCR No. ZPMC-0366

Contractor's Proposed Resolution:

Reference Resolution:  ZPMC is providing the weld repair report and NDT of the areas repaired to show that the base metal is acceptable.
Based on this ZPMC requests this NCR be closed.

ZPMC is providing the weld repair report and NDT of the areas repaired to show that the base metal is acceptable. Based on this ZPMC
requests this NCR be closed.

Submitted by:  Ishibashi, Joshua
Attachment{s): ABF-NPR-000362R02;

Ki

Caltrans’ comments: Status: REJ
Date: 26-Jan-2010

The documentation submitted by the contraclor has been reviewed by the Engineer, ZPMC only provided NDT documentation for one of the
Side Panels listed in the NCR. NDT documentation was submitted for plates designated as PL1158 and PL 1160A, both of which are
associated with SP426A. In order to close this NCR, the Engineer will need verification that the weld metal added to SP307 is also in
conformance with Contract requirements.

Submitted by:  Chao, Ching Date: 26-Jan-2010
Attachment(s):

Page I of 1



(ZPMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

RO SUAR o5

HREPORT NO. it % #5 B787-MT-19767 DATEH#] 2009.11.05 PAGE OFTIfG 111 Revision No: 0
PROJECT NO. ——— CONTRACTOR: T,

TEHRS: : Jii R

L) — CALTRANS CONTRACT NO.:

04-0120F4

E5. SIDE PLATE MM IRRES

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BRI B2 IRYE BE#HY s EE EfT 0N

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT &% MANUFACTURER #5571 MODEL NO. B34 % SERIAL NO. #4458
|mT yokE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT -

AL T RS e HLHE

PARTICLE TYPE Dry magnet powder YOKE SPACING il

MR % A ] mm

MATERIAL TO BE vV WELDING R4 i i

BB Material & thickness RO

EXAMINED O CASTING #14: B LI

o bt O FORGING {Bi% 18mm

WELDING PROCESS TYPE OF JOINT

SMAW - NA
B pink L 3]
WELD L.D SO R ACCEPT REJECT REMARKS
).Fll.’_»mgﬁ{} INDICATION TYPE LENGE-;EI_N i fraz e ik
1R il
PL916A+PLO168 ACC. 100%MT

Base meetal per B-WRG970

BLANK

& SIGN/ A DATE

EXAMINED gj—a\jﬁ \ _ REV[WW ~

[N R s 0. 2) “ Loaj NR3
LEVEL -1l SIGN &% |/ TEF ] ' LEVEL-Il S]GN// | DATEHM

Fiit£5 / QCM M # FIF'CUSTOMER ~

% SIGN/ FH 1 DATE

(FORM# ZPQC-MTD1)




(ZPMc

UTHRG S

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #i#imS B787-UT-11491 DATE 2009.11.05 PAGE 1 OF1 Revision No: 0
PROJECT NO. : L2 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SIDE PLATE o SP307 o
B4R R ik I LRSS

REFERENCING CODE #:3#3i7

AWS D1.5-2002

ACCEPTANCE STANDARD 5 #x

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. 455

WELDING PROCESS M4k
SMAW

JOINT TYPE &g

NA

Dec. 2857 ,200

9

CALIBRATION DUE DATE {3 4& IF 47 %48

EQUIPMENT &%

UT SCOPE

MANUFACTURER il i

PANAMETRICS

MODEL NO. B85

EPOCH-4B

SERIAL NO. J§*5 %5

071565311, 061488510,
061495811, 070152011,

CALIBRATION BLOCK i COUPLANT H5& 7 MATERIAL/THICKNESS #1 ¥} /EHE
AWS IIW BLOCK TYPE II C.M.C AT709M-345F2 18mm
TRANSDUCER ##:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
i bjifs G R~ i3t g FilE B RF
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3% R i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# 1 DISCONTINUITY gtk 2
- I_u ‘:E [T}
WELD S |3 |4 ~ls |2 I8 |s 2 &
z |89wulz_| & Es|ss[EElE T LOCATION OF DISCONTINUITY > &
o g é w = = 83 B 2 2 E 8 - P S A ATS w .'E
IDENTIFICATION |Elk (= [SE < S |gdge ARIELEAT B (mm) 2% £
S*|0&|8¥ |0 [ s £ & £
SEL L 2 (o b L O [TH [T] = c
MALESTER S 49: E - Sound | Depth from ; 5 o
= Length From'X | From'Y o
alb|lc]|d i Path Surface X sy o
mR | mRmEE [ ’ o
PL916A+PL916B 70 32 ACC. | 100%
0 20 ACC. 100%

Base metal per B-WR6970

BLANK

REV\?'EUL 2/ %

D BY #T

LEVEL -1l SIGN /

EXXIN}D BY_F\ N~ \_/g )'\99‘? 1/ Oy

LEVEL -1l SIGN

I DATE

v—ﬁ'@\ﬁ{’» Aﬂﬂjﬁ AR

14

HitE3 / QCM

JH FFCUSTOMER

%< SIGN / Hill DATE

45 SIGN/ HJH DATE

(FORM# ZPQC-UTO01)




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000539
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 10-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0366

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:  17-Aug-2009

Description of Non-Conformance:

This Quality Assurance (QA) Inspector observed the in-process welding of a base metal repair being performed
on side plate SP307 and SP426A adjacent to side plate splice weld No.SEG028B-032 on OBG Segment 6AE.
Approximately four areas of 75mm x 75mm of filler material were deposited into four locations, in and around
the splice weld to rectify the fit up of the traveler rail bolt attachments by building up the surface thickness to
compensate the gap at the faying surface. These additional welds are not in the approved shop drawings or
weld map. Thisis an unacceptable base metal repair and was performed without the approval of the Engineer.
Contractor's proposal to correct the problem:

Perform Magnetic Particle Testing (MT) to verify weld quality.

Corrective action taken:

Contractor submitted MT report verifying the quality of the welds.

Did corrective action require Engineer's approval ? [] Yeslvl No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis 152. 1675.3703, 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

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