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. Report No: NCR-000451
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0424

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: OBG 2AW Floor Beam Flange Weld

Procedural [ Procedural [ Description: Floorbeam Flange Weld # SSD11-PP15-002

Reference Description: Missed UT indications by QC on OBG 2AW Floor Beam Flange Weld
Description of Non-Conformance:

During the random Quality Assurance (QA) verification of Ultrasonic Testing (UT) on weld joint identified as
SSD11-PP15-002 located at panel point 15 2AW. The QA inspector discovered one (1) class“A” indication
measuring approximately 15 mm in length. Thisinspection was performed in response to ZMPC'sNDT
Inspection Notification Sheet document No. 004340.

Thisweld was previously UT tested and accepted by ZPMC QC personnel.

Applicablereference:

Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D1.5-2002 Section 6, Table 6.3; Class A, any indication in this category shall be rejected (regardless of
length).

AWS D1.5-2002 Section 6.261.1; “The welds shall have no cracks.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Who discovered the problem:  Christopher D'souza

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 1530 hours, Email

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 1630 hours, Email

QC Ingpector's Name: Zhang We

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.

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR
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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: 26-Oct-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: 05.03.06-000414
Subject: NCR No. ZPMC-0424

Reference Description:  Missed UT indications by QC on OBG 2AW Floor Beam Flange Weld

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: 02
Remarks:
During the random Quality Assurance (QA) verification of Ultrasonic Testing (UT) on weld joint identified as SSD11-PP15-002
located at panel point 15 2AW. The QA inspector discovered one (1) class“A” indication measuring approximately 15 mm in length.
This inspection was performed in response to ZMPC’ s NDT Inspection Notification Sheet document No. 004340.
Thisweld was previously UT tested and accepted by ZPMC QC personnel.
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval.
Note: Thisindication was found after acceptance by ZPMC QC personnel.

Transmitted by: Bill Howe
Attachments: ZPMC-0424

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

Y/ 05.03.06-000414,NCT

Pagelof 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: 19-Nov-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-000424 Rev: 00
Ref: 05.03.06-000414

Subject:  NCR No. ZPMC-0424

Contractor's Proposed Resolution:

Reference Resolution: ZPMC acknowledges the non conformance and is providing the weld repair report and NDT documentation to show
the weld was acceptable after repair. ZPMC requests closure of this NCR.

ZPMC acknowledges the non conformance and is providing the weld repair report and NDT documentation to show the weld was acceptable
after repair. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000424R00;

Caltrans' comments: Status: CLO
Date: 30-Nov-2009

The documentation submitted has been reviewed by the Engineer and is considered sufficient to clsoe the NCR.

Submitted by:  Chao, Ching Date:  30-Nov-2009
Attachment(s):

‘E}' Page 1 of 1



TL-004985

(ZPMcT TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE: 11/19/2009

TO: ROSE MARY/ ABFJV QA DEPARTMENT

FROM: ZPMC'QA DEPARTMENT

SUBJECT: CT NCR FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE COPY OF

(1) LETTER OF RESPONSE WITH NO.B-495 FOR CLOSURE.
(2) CT NCR-000451(ZPMC-0424)

(3) ZPMC INTERNAL NCR

(4) THE WELDING REPAIR REPORT

(5) THE ACCEPTABLE UT REPORTS

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:
D, Lb: (&
M RECEIVEDN 10 M0Y 7009
PLAN HOLDER L/ DATE
COMPANY PHONE NO.

PLAN NUMBER: N/A
#R787-QCP-102



No. B-495

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-11-19

REGARDING: NCR-000451 (ZPMC-0424)
f

With this letter of response, ZPMC requests closure for Caltrans NCR-000451
(ZPMC-0424). We agree what describe in the non-conformance report. And have found the detail
with our NDT operator, the defect indicated on the base metal which extend to the weld areas, that
just caused the different evaluation between ZPMC and CT, but we have confirm the defect and
performed the weld repair the complete remove the defect.

By the way we are providing the related weld repair report and final UT report to support
the weld repair has been complete and accepted with the NDT method.

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000451 (ZPMC-0424),

Please reference attached document for acceptance and closure the NCR-000451
(ZPMC-0424),

ATTACHMENT:
NCR-000451 (ZPMC-0424)
ZPMC internal NCR

The welding repair report
The acceptable UT reports

20v7. L]



Nonconformance Report

PAFE TR
Project Name: S.F.0.B.B NCR Number:
TR & Fk: R E A A __| NCR %i’5: NCR-B-286 (ZPMC-0424)
Item: Miss UT indications Item Number: I Drawing:
B UT BR #5: Nia HS:  Na
Location: OBG 2AW Date:
PLE: : H3: 2009-11-04
Description of Nonconformance:
ARFETRAHAR:

During the random Quality Assurance verification f Ultrasonic Testing on weld joint identified as
SSD11-PP15-002 located at panel point 15 2AW, The QA inspector discovered one class ‘A”indication
measuring approximately 15mm in length. This inspection was performed in response to ZPMC’S NDT
Inspection Notification sheet No 004340.

This weld was previously UT tested and accepted by ZPMC QC personnel,

2AW PP15 SSD11-PP15-002 X445 M %I ZPMC & UT FHL. I A BB BEL N 15 mm.

Work By: L_&, Prepared by: M — Reviewed by QCE: o ;
I = Wt ‘j’ Zis R TR ZA‘“”KA WW”‘L
U  Drawing Error El% Material Defect [51/ Fabrication Error [J Other “
B AR5 RIS HIEHHR HAt R
Disposition: O Useasis O Repair O Reject
AL . [FH B EizLh
Recommendation:
1Y . T s : «
R ﬂm%{éﬂ%. a#m\wﬂ Fefal
Prepared by: _b-\\\ L& \,\} \,\/)/ Approved by QCA:
" “ '8 mEsmme

Reason for Nonconformance:

PRERE: 1320 - 7
pejzﬁ&ﬁﬂiﬁ' 17&5‘7 f%%%” i‘i@; %%%HFW,

Prevention of Re-occurrence: ;

T 5 it
PSS Ak by
Lot
Erkance  bage metad d“%?(ut sGEe ) \ PR
co Approg: by _ 5 J}}/W /%
Technical Justification for Use-As-Is/Repair: [ Attachment O Non-attachment /
[ BB A AR 4 M 7 K
Reviewed /it
Verification: 00 Acceptable 00  Unacceptable
ik GIE: 32 ZIE: 3

Verified by QCI/FH ik Reviewed by QCA/Fi#y =4E8 4.




DEPARTIMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burmz Road

s Oakland CA 94607

&ffiﬁﬁ@ Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUQOR, A IV Date; 26-0ci-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mz. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000414
Subject: NCR No. ZPMC-0424

Reference Description:  Missed UT indications by QC on OBG 2AW Floor Beam Flange Weld

The attached Non-Conformance Report deseribes an oceurrence where the contractor did not comply with a requirement of the contract document as
i~djcated below:
Material or Workmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG ‘ © Lift: 02
Remarks:
During the random Quality Assurance (QA) verification of Ultrasonic Testing (UT) on weld jaint identified as SSD] 1-PP15-002
located at pane] point 15 2AW. The QA inspector discovered one (1) class “A™ indication measuring approximately 15 mm in length.
This inspection was performed in respanse to ZMPC's NDT Inspection Notification Sheet document No. 004340,
This weld was previously UT tested and accepted by ZPMC QC personnel,
Action Required and/or Action Taken:
Submit a repair procedure to the engineer for approval.

Note: This indication was found after acceptance by ZPMC QC personnel,

Transmitted by: Bill Howe
Attachments: ZPMC-0424

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

02 a?! 1(;;.[936-0004}4,1\'@ | oy P Received
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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: SE/ALARte: 80 PM: 13.2/13.9

(707) 649-5453
(707) 649-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. Report No: NCR-000451
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 03-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0424

Type of problem:

Welding [0 Concrete [J Other

Welding [0 Curing [0 Procedural [J  Bridge No: 34-0006

Joint fit-up [J Coating [0 Other Component: OBG 2AW Floor Beam Flange Weld
Procedural [] Procedural [J Description: Floorbeam Flange Weld # SSD11-PP15-002

Reference Description: Missed UT indications by QC on OBG 2AW Floor Beam Flange Weld
Description of Non-Conformance: ‘

During the random Quality Assurance (QA) verification of Ultrasonic Testing (UT) on weld joint identified as
SSD11-PP15-002 located at panel point 15 2AW. The QA inspector discovered one (1) class “A™ indication
measuring approximately 15 mm in length. This inspection was performed in response to ZMPC’s NDT
Inspection Notification Sheet document No. 004340.

This weld was previously UT tested and accepted by ZPMC QC personnel.

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D1.5-2002 Section 6, Table 6.3; Class A, any indication in this category shall be rejected (regardless of
length).

AWS D1.5-2002 Section 6.261.1; “The welds shall have no cracks.”

ﬁz TL-15,Quality Assurance - Non-Conformance Report Page 1 of 2
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 ) :

Who discovered the problem: Christopher D'souza
Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 1530 hours, Email

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 1630 hours, Email

QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem: O 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
COncemning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By:  Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

m_ TL-15,Quality Assurance — Non- Conformance Report Poge 2of 2



S E REPORT OF ULTRASONIC EXAMINATION
| - @2‘% = F ) ;
REPORT NO. &85 B787-UT-9055 DATE 2008.10.08 PAGE 1 OF 1 Revision No: 0
PROJECT NO. :I_¥8%:5 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 2A CORNER DRAWING NO.: 2aW CALTRANS CONTRACT NO.: 04-0120F4

B ASSEMBLY 55 I TS

IREFERENCING CODE £:£41¥

AWS D1.5-2002

ACCEPTANCE STANDARD #2151

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. EF#%§
ZPQC-UT-01

WELDING PROCESS B 7%

JOINT TYPE 154257

CALIBRATION DUE DATE {¥ S84 IF 77 2

[FcAwW sMAW BUTT Dec. 2857 ,2009
EQUIPMENT %% ' MANUFACTURER #{i 7§ MODEL NO. #0459 SERIAL NO. 54 S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061435811, 070152011,
CALIBRATION BLOCK &3t . COUPLANT 45 MATERIAL/THICKNESS #4 ) /AT
AWS IIW BLOCK TYPE II c.M.C AT09M-345T2/F2-X 20mm
TRANSDUCER #k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
T yiilid i R & fanE bk Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £ REF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 I DISCONTINUITY FEitk 5
. B
WELD S 13 |y [~z s I5.]s 2 o
2 O | ” fﬁ =s|5s(E 88 2 LOCATION OF DISCONTINUITY F s 2
ow = | wE| = = o8BS o i
IDENTIFICATION | Ik “=l=r| T g- 2 3R TREELEAT T (mm) >E "
s =2 B = b = = ]
SFIB%|2F| o < Ex | £
Elyf'ﬁ i : o= a—t
RAEEHRE % E = Sound | Depth from i E =
- Length From'X | From"Y 0
alb|lc]|d s Path Surface . iy a
S5 opR | mmmwE | . a
8SD11-PP15-002 1 70 A 1139|3360 70 o8 7 -10 0 REJ. | 100%
BLANK
EXAMINED BY {7 REVIEWED BY; M M
elis,_.12.08 2 G g s
LEVEL - I SIGN gj DAT LEVEL - II SIGN pate Y ‘a 5 F
JElt&Z3 / QCM / ¥ / FA/CUSTOMER !
V=] {faa et paln
% SIGN/ Bji DATE (0.8 F SIGN / Hilj DATE

(FORM# ZPQC-UT01)
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Welding Repair Report

2% Rev. No.
L mr o

0

7 E 2 xEBEAE | HEES | BEET
Project Name SFOBB Drawing No Report No. B-WR8103
LEE
Cnniij,\,n . Ul20R4 #4474 .| 2A CORNER ASSE| NDTIR4 %5 oo
TH &5 ltems Name MBLY Report No.of NDT -
Project No.: ZPO6-787
At SR A

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection

is less than the

WELD NUMBER: SSD11-PP15-002

maximum
allowance agfregate length.
NUT%‘&‘ ﬂ&jﬁtﬁﬁutfsﬂx%ﬁkﬁiﬁtﬁﬁn) SSD11-PP15-002
|
IR (Inspector) ! Xue Ha|ronquEl—‘fJ(Date 09.10.08"
l“’ HESEETER -
Draft of welding discontinuity:
Y
AE
l _
— TN )
- R L RRYRRAN
a E‘L:l {Dj | - X
| A=y
B /ST
) L7




BT T 7

| Caused:
REREELEYT .
1. Did not clear the weld pass completely in time.

1 51 3t A(Foreman): /2/,, 7‘%’“’7 a%e]([)ate);"i'o'os"

FErs)
Disposition :

1o M R BB B s T i — (D<0.65T, DAGMIRE, THIRE) AT B = BRAR b,

[\
\311“

SREBERETZME (WPS) EREMAELTR, e,
3. Eﬁﬁiﬁ{%%l‘IZiEﬁiﬁﬁVTﬁﬁiﬂfJ{%iﬂE@\ﬁﬁ?é&ﬁ'ﬂ%:
4 KBTS RS B s AT R T,

5. REMEMNEREESR TS

1. Gouge or grind from nearer side from metal edge (D<065T, “D” i depth of defects, “T” is thickness of

metal) to remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding; y
4. Grind the repaired area flush with base metal or the adjacent weld:

3. Check the welds according to the working drawings.

T % H%,ML,V\\ | i M,\ﬂw\/[mﬂ« A% pﬁ /1. /5

Technical engineer 9% Approved by Date

0‘7_ i

L

#R787-QCP-900




oy S K

1
! 4 Rev. No. ‘
| Welding Repair Report ! 0
IE &% 3 B AR i H 5 2AW HE 5T ‘
Project Name SFOBB Drawing No Report No. B-WR8103
“FE5
Contract Na PR #4274 | 2 CORNER ASSE| NDTIEL 42
FEHGBE ltems Name MBLY Report No.of NDT | B787-UT-9055
T E 455
. _ ZP0B-787
Project No.:

2| iE 455k

Correction action to prevent re occurrence:

1 INS8IR 5 Mg A (A s =

1. Improve monitoring of welding and interpass cleaning.
[

Z 8 fiH #r A(Foreman): Z, }/

7‘“”7 A Hi(Date): o7, /026

ZHRESWPSH 2
Repair WPS No.

WPS-345. SM%
G(1F)-Repeir i~

WPS-345-FCAW-1
G(1F)-Repair-1
WPS-345-SMAW-4

C(4F)-Rempir 7 -

\'i;if_t.w \/ \pr ,‘n;} ‘07‘1:;'4?

techno!ogmt

i

Heaxeo=™

07.””%

| before gouging

Bl (B4 simasE
Preheat temperature

M

,ﬁ 1 Bjﬁﬁ”
Description
of discontinuity

i1

Inspection
before welding

hee

AW AR B
Preheat temperature
before welding

By KU i B
Max. depth of gouging -

6‘[«% )

Bk & 1€
Total length of gouging

Remark :

BT A ] ; BEM®
welder UZ,DCD(, ‘7"7 welding type SIHAW position /(T
¥

15 ; BEsE ‘ BEEE ‘
Current f5'9 Voltage :7/23 ‘ Sp:ed B (%?
BREERE

Inspection After repairing:

——— IR 4 N - B H#§

e [ Wi Shicleo IR A

TR - ey G%Opﬂyr’ AR

| NDT & i& E1 A ' B

NDT result /Q(< NDT person HW%;&UW Date d?‘//c/
RiE - ik
Witness/Review:

&%

#R787-QCP-900



1 ] A
REPORT OF ULTRASONIC EXAMINATION
UTHRG IR &
=
REPORT NO. H%&4HS B787-UT-8055R1 DATE 2009.11.09 PAGE 1 OF 1 Revision No: 0
PROJECT NO. ;: T#%5 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 2A CORNER DRAWING NO.: AW CALTRANS CONTRACT NO.: 04-0120F4
4 ASSEMBLY e M TGS
REFERENCING CODE £# il ACCEPTANCE STANDARD #4451 PROCEDURE NO. £ #:%
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS &4 JOINT TYPE i 4$258¢ CALIBRATION DUE DATE {¥ 31 145 %30
SMAW g BUTT Dec. 28°7 ,2009
EQUIPMENT # % MANUFACTURER fili% i MODEL NO. #3445 SERIAL NO. 515 9
| 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK if#t COUPLANT #8457 MATERIALITHICKNESS #4%} /5 i
AWS IIW BLOCK TYPE 1I c.M.C AT09M-345T2/F2-X 20mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il 7§ il EHiE Rt S . FEE EHik R
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #3 R AL 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 I DISCONTINUITY Ri&:ik: £
: %
WELD 2 |a |y |~ls [z I5.]s i "
z |9um|a.|= BelssfEeE g LOCATION OF DISCONTINUITY a0 [ &
ow|Zzs|LE|x |B353258123 A T (mm) '
IDENTIFICATION | = Ik = =SR2 - |2 el Suwlg e £ m é‘ﬁ x
<= ImZ|o& s k= EOfF S = @
SF 8% |B¥ | ¢ g% | E
3 &k i Sl 440 =
PRI S % E = Sound | Depth from & o
= Length From'X | From'Y o
a b c d P Path Surface 5EX SRy o
ey HE T v E o
SSD11-PP15-002 70 33 ACC. 100%
AFTER B-WR8103
BLANK
REVIEWED BY ¥
i 0 7
ILEVEL -1l SIGN
SR / QCM 0 A FCUSTOMER
(’ 1] &M&’m‘a
&5 SIGN/ EWIDATE /.9 % SIGN / B i DATE

(FORM# ZPQC-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, Shanghai, P.R. Report No: NCS-000411
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  25-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0424

Type of problem:

Welding [] Concrete [ 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:  03-Oct-2009

Description of Non-Conformance:

During the random Quality Assurance (QA) verification of Ultrasonic Testing (UT) on weld joint identified as
SSD11-PP15-002 located at panel point 15 2AW. The QA inspector discovered one (1) class“A” indication
measuring approximately 15 mm in length. Thisinspection was performed in response to ZMPC'sNDT
Inspection Notification Sheet document No. 004340.

Thisweld was previously UT tested and accepted by ZPMC QC personnel.

Contractor's proposal to correct the problem:

The contractor will repair the weld and perform NDT to verify that the weld is acceptable.

Corrective action taken:

ZPMC has repaired the indications documented in the NCR. ABFJV has conducted the NDT and found that
the weld is 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
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