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-000420
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 26-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0394

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: OBG Segment 9DW Side Panels

Procedural [ Procedural [J Description:

Reference Description: Heat Straightening not according to the Heat Straightening Procedure

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed that the contractor is deviating from the AWS D1.5 Code
requirements for heat straightening. The contractor used an overhead crane to lift one end of a side panel while
local heat was being applied. This method deviated from the ZPMC Heat Straightening Report (HSR1) #7439.
The side panel in question isfor OBG Segment 9DW (SEG 055A) with Side Panels designation SP772B,
SP732B, SP494B, and SP672B. The weld being heated in the photograph below isweld number 013.

L ODW SEG055A
HSR 7439

WG_04-0120F4_TL-15_B232_Heat-straightening=

Applicablereference:

Applicable reference: AWS D1.5 Section 3.7.3: “Members distorted by welding shall be straightened by
mechanica means or by carefully supervised application of alimited amount of localized heat as approved by
the Engineer. The temperature of the heated areas as measured by approved methods shall not exceed 600°C
[1100"F] for quenched and tempered steel nor 650°C [1200"F] (adull, red color) for other steels. The part to be
heated for straightening shall be substantially free of stress and from external forces, except those stresses
resulting from the mechanical straightening method used in conjunction with the application of heat.”

TL-15,Quality Assurance -- Non-Conformance Report

Page 1 of 2



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

Who discovered the problem:  Tim McClendon

Name of individual from Contractor notified: Li Man Kit

Time and method of notification: 1300 hours, verbal

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 0800 hours, verbal

QC Ingpector's Name: Wang Lu

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 Page 2 of 2



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: 23-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: 05.03.06-000383
Subject: NCR No. ZPMC-039%4

Reference Description:  Heat Straightening not according to the Heat Straightening Procedure

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: 09
Remarks:
This Quality Assurance Inspector (QA) observed that the contractor is deviating from the AWS D1.5 Code requirements for heat
straightening. The contractor used an overhead crane to lift one end of a side panel while local heat was being applied. This method
deviated from the ZPM C Heat Straightening Report (HSR1) #7439. The side panel in question isfor OBG Segment 9DW (SEG 055A)
with Side Panels designation SP772B, SP732B, SP494B, and SP672B. The weld being heated in the photograph below is weld number
013.
Action Required and/or Action Taken:
Submit repair procedure to the engineer for approval.

Transmitted by: Bill Howe
Attachments: ZPMC-03%4

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

ol " 05.03.06-000383,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: 16-Oct-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-000377 Rev: 00
Ref: 05.03.06-000383

Subject:  NCR No. ZPMC-0394

Contractor's Proposed Resolution:

Reference Resolution: ZPMC acknowledges the heat straightening observed deviated from the HSR1. ZPMC will submit NDT
documentation showing that the welds listed were not adversely affected.

ZPMC acknowledges the heat straightening observed deviated from the HSR1. ZPMC will submit NDT documentation showing that the welds
listed were not adversely affected. These documents will be submitted at a later date. ZPMC requests that this non conformance proposed
resolution be approved, with action pending until documents are submitted.

Submitted by:
Attachment(s): ABF-NPR-000377R00

Caltrans' comments: Status: AAP

Date: 29-Oct-2009

The contractor's proposed resolution is accepted with actions pending to close the NCR.

Submitted by:  Chao, Ching Date: 29-Oct-2009

Attachment(s):

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: 07-Dec-2009

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000377 Rev: 01
Ref: 05.03.06-000383

Subject:  NCR No. ZPMC-0394

Contractor's Proposed Resolution:

Reference Resolution: PMC is providing the HSR1 to show the procedure used to heat straighten and NDT documentation showing that
the welds affected are acceptable.

ZPMC concurs with this NCR and the QA Department has issued an internal NCR regarding this issue. ZPMC is providing the HSR1 to show
the procedure used to heat straighten and NDT documentation showing that the welds affected are acceptable. Based on this ZPMC is
requesting closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000377R01;

Caltrans' comments: Status: CLO
Date: 13-Dec-2009

The documentation submitted has been reviewed by the Engineer and is found to be acceptable.

Submitted by:  Chao, Ching Date: 13-Dec-2009
Attachment(s):

‘E}'I Page 1 of 1



No. B-516

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-04
REGARDING: NCR-000420(ZPMC-0394)

With this letter of response, ZPMC requests closure for Caltrans NCR-000420(ZPMC-0394) what
mentioned that QA discovered Heat Straightening Procedure was performing not according to
HSR1 for Side Plate SP772B.

ZPMC acknowledged this problem and issued interior NCR to warn this issue. And ZPMC has
corrected the wrong workmanship on site. After that UT was performed to warrant weld quality.
So ZPMC provided HSR1 report and NDT documentation, hoping Caltrans could take a review
and consider close this NCR.

ATTACHMENT:
NCR-B-263(ZPMC-0394)
NCR-000420(ZPMC-0394)
HSR1(B)-7439
#787-B-QCR-202
B-VT-37715
B787-UT-8453
B787-UT-8453R1

le B
2 (0% "”7



Nounconformance

(ZBRC ] Report

| R T s
Project Name: S.F.O.B.B ' NCR Number:
T H 4% %*éti?ﬂuy'-i-liﬁ}féjj\ﬁ NCR 4i%: NCR-B-263 (ZPMC-0394)
It_e;n: OBG Segment 9DW Side Item-Nuwm‘bﬁf.Tx Drawing: T &
Panels B CES: 9w
ZRRIER: IDW SRR | |
m't.io_r;:” Bay 14 Date:
AR 14 F[A] HJi: 2009-9-30
Description of Nonconformance:
A TR

This Quality Assurance Inspector (QA) obscrved that the contractor is deviating from the AWS
D1.5 Code requirements for heat straightening. The contractor used an overhead crane to lift one end
of a side panel while local heat was being applied. This method deviated from the ZPMC Heat
Straightening Report (HSR1) #7439. The side panel in question is for 0BG Segment 9D'E’*I(QEG 0554)
with Side Panels designation SP772B, SP732B, SP494B, and SP672B. The weld being heated in the
photograph below is weld number 013,

IR S B R BRME T AR # AWS D15 R TR K. H—HRl et 53K BREATR KBS, B
LRI MRAURAR M — 3. RFTEFHE ZPMC KA #7439, R LA 9DW
(SEGOSSA). H SP772B,SP732B,SP494B I SP672B 4. B kBIIRLE42 2 013,
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B 4RsR LRy s HlFERE R FHAbJRH
Disposition: E{f Use as is O Repair Ll Reject
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Prepared by: Approved by QCA:
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DECAR Ial W% CH U RENEFORATION - istiict £ Tt b ricpe

333 Burma Rosa

\ Oaldana CA 94607
Lifire e Tel: Fax:
NON-CONFQRMANCE REPORT TRANSM ITTAL

Fo AMERICAN BRIDGE/FLUOR, & Tv Date; 25-Sep-2009

375 BURMA ROAD

OAKLAND CA 95607 Cootract No: 04-0120F4

04-8F-80.13.2/13.9

Dear: vir. Charles Kanapicki Job Name: SAS Superstrucrure
Attention: Mr. Thomas Nilsson Project/Fabrication Manaper Document No: 05.03.06-000383
Subject: NCR Ne. ZPMC-0394

Reference Description:  Hear Swaightening not according to the Heat Straightening Procedure

The attached Non-Conformance Report describes an occurrence where the contracior did not comply with a requirement of the contrac! documient as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Contro) (QC) not performed in conformance with contract documents.
] Recurring QC issue that constitutes u systematic problem in quality control.
[3 Non-Conformence Resoived.
Material Location: OBG Lift: 09
Remarks: _
This Quality Assurance Inspector (QA) observed that the contracior is deviating from the AWS D1.5 Cude requirements for heat
straightening. The coniractor used an overhead crane to Jift one end of a side panel while local heat was being applied. This methad
deviated from the ZPMC Heat Siraightening Report (HSR1) #7439, The side panel in question is for QBG Segment 9DW (SEG 0554)
with Side Puncls designation SP7728, SP732B, SP494B, and SP672B. The weld being heated in the photograph below is weld number
013.
Action Required and/or Action Taken:

Submit repair procedure 1o the engineer for approval.

- ~ansmitted by: Bill Howe
Attachiments: ZPMC-03%4

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

%S 05.03.06-00038INCT Fage 1 of ]



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTICN AND HOUEING AGENCY

Arnold Echwarzenegger, Governor

DEPARTMENT OF TRANSFORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materiale

Quaity Assurance and Source Inspeciion

Bay Area Branch

B9l Walnut Ave.S1. 150 Cty;
Vallejo, CA 94552-1134

{707) 648-5453

1707) 648.5493

TESTETE TR it D L o G RIS TS s e i e R U T T e

QUALITY 4SSURANCE - NGN-CONF

Contract #: 04-0120F4
SF/ALARte: 80 PM: 13.2/139
File#: 69.25B1

T S T L A e e = S

ORMANCE REPORT

Location: Changxing Island, Shanghai. P.R. China
Prime Contractor: American Bridge/Fluor Enterprises, a TV

Report No: NCR-000420
Date: 26-Aug-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPM(), Changxing Island ~ NCR #: ZPMC-0394

Type of problem:
Welding O Concrete [0 Other

Welding U Curing O Procedural Bridge No: 34-0006
Joint fit-up [ Coating 00 Other O Compounent: OBG Segment 9DW Side Panels

Procedural [ Procedural [J Description:

Reference Description: Heat Straightening not according to the Heat Straightening Procedure

Description of Non-Conformance: ,
This Quality Assurance Inspector (QA) observed that the contractor

is deviating from the AWS D1.5 Code

requirements for heat straightening. The contractor used an overhead crane to lift one end of a side panc] while

local heat was being applied. This method deviated from the ZPMC

Heat Straightening Report (HSR1) #7439,

The side panel in question is for OBG Segment 9DW (SEG 055A) with Side Panels designation SP772B,

SP732B, SP494B, and SP672B. The weld being heated in the photo

T 7 o
A ey T

O e L
F5n rag0

Applicable reference:

Applicable reference: AWS D1.5 Section 3.7.3: “Members distorted
mechanical means or by carefully supervised application of a limited amount of localized heat as approved by
the Engineer. The temperature of the heated areas as measured by approved methods shall not exceed 600°C

[1100"F] for quenched and tempered steel nor 650°C [1200"F] (a du
heated for straightening shall be substantially free of stress and from

graph below is weld number 013,

by welding shall be straightened by

11, red color) for other steels. The part to be
external forces, except {hose stresses

resulting from the mechanical straightening method used in conjunction with the application of heat.”

5 ’3," TL-15,Quality Asswance -- Non-Conformance Repors
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Comtinued Page 2 of 2 )

Whe discovered the problem:  Tim MecClendon

Neme of individual from Coatractor notified: Li Man Kit

Time and method of notification: 1300 hours, verbal

Name of Caltrans Engineer notified; Ching Chao

Time and method of notificetion: 0800 hours, verbal

JC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: L Yes[2 No

Contractor's proposal to correct the problem:

N/A

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

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

‘ﬁ,f TL-15.Quality Assurance -- Non-Conformance Report Page 20f 2



REE Record # HSR1(B)-7439
/’ kL, &E ﬁ""‘( MRAE Revision #

0
. Heat Straighiening Record (HSR1) H#iDate |2009.08.28
Z[FH#FEA BT San Francisco Oakland Bay Bridge
CALTRANS #04-0120F 4 THE#EI0BY . ZP06-787
£ AcAssembly: MR EH# /Quality Control Representanve
fili%ESub-Assembly: e i Y, f
FEGird: 9DW SP772B+SP732B+SP494B+SP672B JEREEEEQuality Assurance Manager—-Appmval
HE Tower: N/A {" Lsjidiie, / 4
14 B Weld No: 012.013.014 a
1344110 ] SWeld Map No: SEG055A
15 728 Description of Condition
Causefi[# Welding distortion Bk % /E

Type of DefectifEEE  Welding distorlion FIEaE G

Inspection MethodFE & 57 Visual B

£ & 77 7% Disposition
R PR 2 B 5 #(Defect Removal Method): Flame Straightening by oxygen acetylene iz ] & Z BT TR K
FE4ENDE (Post-Removal NDE)' After finishing heat straightening, the weld of the heat area shall perform NDT according to the

approved shop drawing BAE, #EESERN BEEERATNDT 5.

Conlrol current . voitage and weld speed according to relevant WPS. if necessary anli-deformation
2| IEH 1 (Corrective Action(s)): or hold down device can be added . ft#FFHREINWPS M ERIBHIGF, HEFNIEEL, I,
AR LB RERTRIE.

SEI R 3 (Number of application) 1~3

& (Maximum temprature):<600°C

B Sketch
2300 ' 2978 ! 2550 2717
7% BAE K BB S mm. 22
Flame stfdighlening orea: the mg¥]

weigrmaliiin is oboul Smm.

KALALNY
LLRLRY

2003

_ SP6728B SP494B SP7328B SP772B
= =16 T=16 T=16 T=16
! SPCM SPCM SPCM SPCM
ab 2

2|
&

7
A

RXVTIMATISAY TRLVATTRNT A
TARLVILY &‘Z\\_\\\\\ ALIANLANY

R

&L"iﬁ-’fauﬁtweighi)
7

Lol G AL LT L '

! uA

ﬂ' A=A T a
#k ZE20~50mm o — o outsice force
The heat straighiening width is cbout 20~50mm.

***To be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***

5 0 Inspector: g iy £ i %‘?Signarure: I ot ol
CWIiH| r ST B ——
Il ZBE£5 NDE Certification: Level Il Closing Date:
Ji ki £ #QC Manager & #% H WReview Date:

Nate: All repair work shall be performed in accordance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5
2002.

#R787-QCP-1101



QUALITY ASEURANCE - NON-CONFQRMANCE REPCRT
¢ Continned Page Jof 7

Whe discovered the problem:  Tim MeClendon

Neme of individual from Contractor notified: Li Man Kit

Time and method of notification: 1300 hours, verbal

Nawmne of Celtrans Engineer notified:  Ching Chao

Time 2nd method of notificetion: 0800 hours, virbal

QC inspector's Name: Wang Lo

Was QC Inspector awere of the problem: U Yes 2 Mo

Comniraclor's groposal to correct the problem:

N/A

Cominents:

Thus report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making 1epair or fit for purpose recommendations. Should You reguire recommendations
couceming repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Difice of Structural Meterials for your project.

Inspected By: Tsang,Eric SMR
Reviewed By: Wahbeh Mazen SMR
’;‘1(' FLAS ity Aesisruree - Mok Canformune Fupor .
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REPORT NO, B4 S B787-UT-8453 DATE 2009.08.27 PAGE 1 OF 3 Revision No: 0
PROJECT NO. :Ti#E45 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 9DW PLATE PANEL DRAWING NO.: SEGOSSA CALTRANS CONTRACT NO.: 04-0120F4
2 SPLICE 2f=2 mMITEsS

AWS D1.5-2002

REFERENCING CODE &%

ACCEPTANCE STANDARDES {7k

PROCEDURE NO. &2

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

WELDING PROCESS F#7i%

JOINT TYPE {8482

vl

CALIBRATION DUE DATE {385 E 5 318

SAW ‘ BUTT Dec. 2857 2009
EQUIPMENT #% MANUFACTURER #ili& 7 MODEL NO. =55 SERIAL NO. 342
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495611, 070152011,
CALIBRATION BLOCK i COUPLANT #&71 MATERIALITHICKNESS 3 JE B
AWS IIW BLOCK TYPE 1I C.M.C AT09M-345F2-X 16mm
TRANSDUCER sk
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
HliET ylEd iz R Hia fE i +
Changchao 70° 2.5MH=z 18%18mm
Changchao 0 2.5MHz 20mm Reference Level #:7% R 20dB
Base metal inspected per AWS D1,5-2002 Section 6.19.5 0° UT OK.
DECIBELS# T DISCONTINUITY Rk =
o L c §
WELD z (4 | B ~ |5_18 |8 |5 = e
z .| 25 = = | =3B 3fE SR E LOCATION OF DISCONTINUITY 2 &
= 5 e O 5 3 bk fan Fans
ENTIFICATION |1k S8 |52 | S E32 358152 LA (mm) 25 | =
<um|n%E|oa = E R OE 2= g
ST o¥ g™ | @ £ £
S 2y il 4 B2 =
RAERMTRS % g = Sound | Depth from . & x
= Length From'X | From'Y I}
a|lb|c|d R Path Surface fix = ®
| e | ExEsE | a
SEG055A-006 1 701 A | 1 |43|34]| 2|+7| 20 44 14 +3 | 4215 | REJ. | 100%
SEG055A-007 1 70| A | 2 (46|34 4|+8] 20 81 5 -3 306 REJ. | 100%
2 70| A | 2 (44]34]| 3 [+7| 20 60 13 +1 671 REJ. | 100%
3 | 70| A | 2 |45]|34| 3|+8| 20 67 11 0 1037 | REJ. | 100%
4 | 70| A 1 [43|34) 1 |+8]| 20 38 12 -7 | 1451 | REJ | 100%
5 70| A | 2 (39|34]| 3[+2| 20 61 12 +3 | 1801 | REJ | 100%
EXAMINED BY 345 REVIEWED BY #
dnpony Sun T
LEVEL -1l SIGN | DATE @7.”’0’- 11 LEVEL -1l SIGN / DATE ”7‘ o). 2y
MitEE / QCM FH FCUSTOMER
55 SIGN / B DATEé’_ﬂD —~P ) %5 SIGN / B DATE
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REPORT O TE- M
REPORT NO. 4R&%S B787-UT-8453 DATE 2009.08.27 PAGE 2 OF3 Revision ho: 0
DECIBELS# M DISCONTINUITY FzEdfk 5
WELE g 2 18 (gl Bulse -
zo |28 2|8 EEliEEERE LOCATION OF DISCONTINUITY g= | #
EnTIFICATION |2k | <& | =% | S 32358 E AL AL (mm) 25| =
SF|eg|R¥ o F K[ E¥ | E
RERrHS % E " E Sound Depth from . E &
mE | EETRE a
SEGOS5A007 | 6 .| 70 | A | 2 | 45| 34| 3 |+8| 20 63 12 -6 | 1807 | REJ | 100%
7 | 70| A | 2 |44|34|3]+7| 20 71 10 +4 | 2489 | REJ | 100%
B | 70 | A | 1 |43|34|1]+8| 20 42 12 -3 | 3015 | REJ. | 100%
9 | 70 | A | 2 |46|34|4]|+8| 20 81 5 +5 | 3393 | REJ. | 100%
10 | 70 | A | 2 |45|34| 4|+7| 20 82 4 0 | 4007 | REJ. | 100%
SEG055A-008 | 1 | 70 | A | 1 |43|34| 1|+8| 20 34 1 7 107 | REJ. | 100%
2 70| A | 2 |4|3|3|+s]| 20 68 1 6 456 | REJ | 100%
3 (70| A | 2 |aa|3a|3]|+7| 20 65 12 5 | 1751 | REJ. | 100%
4 | 70 | A | 1 |42]|34f0]|+8] 20 30 9 -5 | 1931 | REL | 100%
s | 70 | A | 2 |aa|34| a]|+7| 20 &1 13 6 | 4105 | REJ. | 100%
6 | 70 | A | 2 |a5|34| 3|+8| 20 63 12 +3 | 4369 | REJ. | 100%
7 | 70| A | 2 |4a5|34| 3|+8| 20 65 1 0 | 4701 | REJ | 100%
SEGO055A-017 | 1 | 70 | A | 2 |a5|34| 5 |+6]| 20 83 5 +3 | 1087 | REL | 100%
2 | 70 | A | 1 |42|34|3]|+5] 20 63 12 +4 | 1469 | REJ. | 100%
SEG055A-018 70 34 ACC. | 100%
SEG055A-019 | 1 | 70 | A | 1 |41|3a| 0|+7| 20 27 8 #3 | 1037 | REJ. | 100%
2 | 70| A |1 |43|3a|3]|+6| 20 | &2 12 7 | 147 | REL | 100%
3 | 70| A | 1 |40]|34|1]|+s| 20 40 13 +4 | 1607 | REJ | 100%
4 | 70| A | 2 |44|3af3]|+7]| 20 69 10 7 | 2319 | REJ. | 100%
5 | 70 | A | 2 |45]|34| 3|+8]| 20 70 10 +3 | 2807 | REJ | 100%
6 70 A | 143|341 |+8| 20 39 13 +4 | 3119 | REJ | 100%
7 | 70| A | 2 |42]|34|3|+5]| 20 72 9 7 | 4083 | REJ | 100%
EXAMINED BY:# REVIEWED BY ##
Jin Teny Sin Yo
LEVEL -1l SIGN [ DATE 0’?_ 7% 27 LEVEL-Il SIGN /| DATE (97‘ 8.y
JEHET /7 QeM HIFFCUSTOMER
Ly 25—
2% SIGN / AJfi DATE C;_,Q = % SIGN / H il DATE
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‘ . PORT OF ULTRASCONIC EXAMIMNATION
TR A A
Ul ﬁhﬂ?’\ =]
REPORT NO. f45%S  B787-UT-8453 DATE 2000.08.27 PAGE 3 OF3 Revision No: 0
DECIBELS4} Il DISCONTINUITY AgEgifs &
Q
2 - w s s |5 c b~
WELD =2 = o > E_8_ I8 o |E o T 5
Zp|28|2a fj =sl5s[E 52 2 LOCATION OF DISCONTINUITY 5= N
1 = L a Oly s Mo fde 13 B I
IDENTIFICATION |E ik | w8 =% | T E3E3EEEE AELELLE(mm) 23 |
<& [my |04 = B EOE 3% @
[&] ¥ (U] et
maatss |8 (€ |2 [ Y : §
= Sound Depth from ? 8
Length From'’X | From'Y b
al|lb|lcec|d = Path Surface sy 5y =
mE | mEmEE | i
SEGO55A-012 70 34 ACC. 100%
SEGD55A-013 1 70 | A 2 |46 (34| 5 |+7| 20 86 4 -7 236 REJ. | 100%
2 70 A 2 |46 | 34| 5 |+7| 20 86 4 7 478 REJ. | 100%
3 70| A 2 |47|34) 5 |+8| 20 86 4 -8 1059 | REJ. | 100%
4 70| A 2 |44|34] 5 [+5]| 20 88 4 -7 3147 | REJ. | 100%
5 70 | A 2 |47)34| 5 |+8] 20 87 4 -8 3607 | REJ. | 100%
SEGD55A-014 1 70 | A 2 | 45| 34| 3 |+8] =20 60 12 +3 1031 | REJ. | 100%
2 70 | A 1 |41 34| 0o |+7| 20 31 10 +5 1459 | REJ. | 100%
3 70 | A 1 |42)|34| 0|+8| 20 30 9 +4 | 4131 | REJ. | 100%
4 70 A 2 |44|3a] 3|+7| 20 70 7 +9 4780 | REJ. | 100%
5 70| A 1 |41|34| 0|+7| 20 31 9 +4 | 4915 | REJ. | 100%
AFTER HSR1(B)-7444,7442,7439
BLANK
EXAMINED BYX4F REVIEWED BY &%
- 4
\m [0y CumMin
LEVEL -1l SIGN / DATE 07.95.1'] LEVEL -1l SIGN / DATE 0?1 o 28’
JEEE / QCM FIFCUSTOMER
%= SIGN / H i DATE M ._é? .o ) 455 SIGN / H i DATE
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| REPORT OF ULTRASONIC EXAMINATION
s ol
U T%’fﬂ % [:1
REPORT NO. #i{5#E B787-UT-8453R1 DATE 2009.11.07 PAGE 1 OF3 Revision No: 0
PROJECT NO. :IiE#HE ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 9DW PLATE PANEL PRAWING NO.: SEGOSSA CALTRANS CONTRACT NO.: 04-0120F4
B ETR SPLICE ms mHIERS
REFERENCING CODE #%il7a ACCEPTANCE STANDARDEF {51 PROCEDURE NO. EfH&S
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 27 JOINT TYPE {4287 CALIBRATION DUE DATE {¥ 2% IF 75 3315
FCAW BUTT Dec. 2857 2009
EQUIPMENT &£ . |MANUFACTURER #li& MODEL NO. #4538 SERIAL NO. [FFl55S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495841, 070152011,
CALIBRATION BLOCK itk COUPLANT #2431 MATERIAL/THICKNESS $#} 5 &
AWS lIW BLOCK TYPE O C.M.C AT09M-345F2-X 16mm
TRANSDUCER L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER, ANGLE FREQUENCY SIZE
HIEE AR b R+ EiEm RE M R
Changcharo 70° 2.5MHz 18%18mm ]
Changchao 0° 2.5MHz 20mm Reference Level 3% R F 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ 11 DISCONTINUITY gt g
3 w g .
WELD S |4 |4 |~z |z 5. ]s 2 e
Z O | = = H [ES|53E8 B LOCATION OF DISCONTINUITY &= 3
i m | W= = o = s ke g Ao
IDENTIFICATION |21k | S& |52 |5 R3g 35 8e 3 TELT T (mm) By | %
SE|loz|o= =k &k |E - 5
ﬁéﬁ%ﬂ'f’-}‘-ﬁ%? % E = Sound Depth from " g ©
= Length From'X | From" )
a b c d i Path Surface P v ]
ME | SEREFE o
SEGO055A-006 | 1R1 | 70 33 : ACC. | 100%
SEGO055A-007 | 1R1 | 70 33 ACC. | 100%
2R1| 70 | a3 ACC. | 100%
[} L4
3R1 | 70 33 ACC. | 100%
4R1{ 70 23 i ACC. | 100%
5R1 | 70 33 ACC. | 100%
EXAMINED BY:# REVIEWED 1%’&‘:‘.3\
N
o A \/j/[ ») w7
LEVEL - I! SIGN »ﬁl} &’/ / [LEVEL -1l SIGN |/ DATE J) /{, 07
JAMETE / QoM Ku ? B FCUSTOMER
%< SIGN | B DATE ' %57 SIGN / A DATE
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ULTRASONIC EXA]

| REPORT OF IC EXAMINATIO
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UTHRARE
REPORT NO. #%#% B787-UT-B453R1 DATE  200811.07  paGE 2 OF3 Revision No: 0
DECIBELS4 1 DISCONTINUITY it 5
o} w = B
TR g - 2 # g . i-% g E § E E 5 % g LOCATION OF DISCONTINUITY g i =
IDENTIFICATION | = I g %: =2 T - ;ﬁ;’ 3 g g & PEZE(mm) 2% £
OT ¥ |l |0 EE £
RESMERS |9 | @ - = Sound | Depth from . £ e
2 alb e temen | T | P | Fromx | Fromy | 8
“E| s | mxmse | | B | 3
6rR1 | 70 33 Acc. | 100%
7R1 | 70 33 acc. | 100%
8R1 | 70 13 ACC. | 100%
9r1 | 70 33 ACC. | 100%
10R1] 70 33 ACC. | 100%
SEG055A-008 | 1R1 | 70 13 ACC. | 100%
2Rt | 70 33 ACC. | 100%
3R1 | 70 33 ACC. | 100%
ar1 | 70 33 ACC. | 100%
51| 70 13 ACC. | 100%
6rR1 | 70 33 Acc. | 100%
7R1 | 70 33 Ace. | 100%
SEG055A-017 | 1R1 | 70 33 Acc. | 100%
2rR1 | 70 33 ACC. | 100%
SEG055A-019 | 1R1 | 70 33 Acc. | 100%
2R1 | 70 3 AcC. | 100%
3Rt | 70 33 ACC. | 100%
ar1 | 70 33 ACC. | 100%
5R1 | 70 ‘ 33 | ace. | 100%
| 6R1 | 70 33 ACC. | 100%
R | 70 33 Acc. | 100%
SEGD55A-013 1R1 70 33 ACC. 100%

EXAMINED FE
=

T ] v
d’ .
LEVEL -1l SIGN / ﬁﬁmz )/, /( 07

REVIEWED BY %6’\
R ad

FiEE / QCMm

¥ SIGN / B DATE

Lo fon fon 1]

LEVEL-Il SIGN / DATE ! 0’2)//, ()7
P

Fl/"CUSTOMER

%57 SIGN / H i DATE
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A YD MWD ™y TWRTE f“l ""1"')* D TTRT A MMT &%
KREFU J_“"- Wk 'J iy " i \ u&J I B i, 5 | .!L-Ll\:!f‘i; A lT
AR = m o
UT % @ﬁ[i =
REPORT NO. #4435 B787-UT-8453R1 DATE 2009.11.07 PAGE 3 OF3 Revision No: 0
DECIBELS# DISCONTINUITY it c
- o
o u i c s
WELD 2 . 0 ~ |E 3 1815 = 5
z |28 |s= | EsliecEis LOCATION OF DISCONTINUITY p= | €
oH = = | K 5 A sz 1 (i 5 =
IDENTIFICATION |E & |nS (52| C [E3|E35EEE FELE(T T (mm) >E =
<z @E |0 =R EE SZ | B
_ 8] o= |z 8 EE g
IBEERER S % E = a € 4
- Length == Capihiien From'X | From®Y g
alb|lc|d {:i?h Path Surface Ex s g
2 B | EmEsE | =
2R1 | 70 33 ACC. | 100%
31| 70, 33 ACC. | 100%
4R1 | 70 33 ACC. | 100%
5R1 70 33 ACC. 100%
SEG055A-014 | 1R1 | 70 33 -Acc. | 100%
2R1 | 70 a3 ACC. | 100%
3r1 70 33 ACC. 100%
4R1 | 70 33 ACC. | 100%
5R1 | 70 33 ACC. 100%
AFTER B-WR7226-7232
BLANK

T7
LEVEL - II/SIGN

/ Dﬁ(}l‘E (7/,//, )7

REVIEWE; it
Sj? mw%
LEVEL-Nl SIGN / DATE d) / d?

Hit&E / QeM

/'u e fosa 07.!1-97_

FF SIGN | Hil] DATE

FlFCUSTOMER

& F SIGN/ il DATE
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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, P.R. China Report No: NCS-000424
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  28-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0394

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:  26-Aug-2009

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed that the contractor is deviating from the AWS D1.5 Code
requirements for heat straightening. The contractor used an overhead crane to lift one end of a side panel while
local heat was being applied. This method deviated from the ZPMC Heat Straightening Report (HSR1) #7439.
The side panel in question isfor OBG Segment 9DW (SEG 055A) with Side Panels designation SP772B,
SP732B, SP494B, and SP672B. The weld being heated in the photograph below isweld number 013.
Contractor's proposal to correct the problem:

Perform NDT verification.

Corrective action taken:

ZPMC is providing the HSR1 to show the procedure used to heat straighten and NDT documentation showing
that the welds affected are acceptable.

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

I nspected By: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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