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-000460
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 05-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0433

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other [  Component: OBG Crossbeam 15 Floorbeam

Procedural Procedural [] Description:

Reference Description: Third time repair without the Engineer's Approval

Description of Non-Conformance:

During arandom visual inspection of OBG Cross Beam #15, the Caltrans Quality Assurance (QA) Inspector
observed that ZPMC personnel performed the third time repair without the Engineer’ s approval. The following
two joints FB205-045-013 and FB204-047-009 have been previously repaired three (3) times by ZPMC
personal due to non-conforming indications found with ultrasonic testing (UT).

v -

: - N
- /,Cross Beam # 15 BA‘;: 0%

A

Cross Beam & 15

B 04-0120F 40

Applicablereference:

Special Provision Section 8.3: “In addition to the provisionsin AWS D1.5, Section 3.7.4 and Section 12.17,
third-time repairs of welds or base metal, regardiess of NDT method, and all repairs of cracks require prior
approval of the Engineer.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Wang Wen Bin

Time and method of notification: 0945 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 1030 hours, Verbal

QC Ingpector's Name: TianLel

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: 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: 05-Nov-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: 05.03.06-000428
Subject: NCR No. ZPMC-0433

Reference Description:  Third time repair without the Engineer's Approval

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: Xbeam Lift: 11
Remarks:
During arandom visual inspection of OBG Cross Beam #15, the Caltrans Quality Assurance (QA) Inspector observed that ZPMC
personnel performed the third time repair without the Engineer’ s approval. The following two joints FB205-045-013 and
FB204-047-009 have been previously repaired three (3) times by ZPMC personal due to non-conforming indications found with
ultrasonic testing (UT).
Action Required and/or Action Taken:
Submit arepair plan to the engineer for approval.

Transmitted by: Bill Howe
Attachments: ZPMC-0433

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

Y/ 05.03.06-000428,NCT
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,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 07-Dec-2009
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000441 Rev: 00
Ref: 05.03.06-000428

Subject:  NCR No. ZPMC-0433

Contractor's Proposed Resolution:

Reference Resolution: ZPMC concurs with the NCR. Enclosed is the approved CWR and NDT documentation showing that the weld is
acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC concurs with the NCR. Enclosed is the approved CWR and NDT documentation showing that the weld is acceptable. Based on this
ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000441R00;

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):

rwaral
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No. B-518

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-05
REGARDING: NCR-000460(ZPMC-0433)

With this letter of response, ZPMC requests closure for Caltrans NCR-000460(ZPMC-0433) what
mentioned that QA discovered third time repair without Engineer’s approval.

The worker used WWRs for these third time repair. ZPMC acknowledged this problem and issued
interior NCR to warn this problem. And ZPMC has submitted the CWRs to Engineer and get
approved. After that NDT was performed to warrant weld quality.

So ZPMC provided the interior NCR, WWRs, CWRs and NDT documentations, hoping Caltrans

could take a review and consider close this NCR.

ATTACHMENT:
NCR-B-295(ZPMC-0433
NCR-000460(ZPMC-0433)
B-WR8094

B-CWRS852

B-VT-43391
B787-MT-15161
B-WR8098

B-CWRE56

B-VT-43394
B787-MT-15159
B787-UT-8945R3
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(P//DS’ Ve



|
| Noneconformance Report
1
| AR IR &
Project Name: S.F.0.B.B NCR Number:
IR H 44 75: REIMEE AT NCR #%: NCR- B—29£(LP’VIC‘ 0433) B
ltem:  not follow the WPS l ltem Number: i Drawing: CBI5
HEEE:  RHEH WP S NA o [ el
anauon. BAY i Date:
fr i ([ | 2009-11-14

Description of Nonconformance:
TAATURA i

During a random visual inspection of OBG Cross Beam #15, the Caltrans Quality Assurance (QA)
Inspector observed that ZPMC personnel performed the third time repair without the Engineer’s
approval. The following two joints FB205-045-013 and FB204-047-009 have been previously repaired
three (3) times by ZPMC personal due to non-conforming indications found with ultrasonic testing
(uT).

£34 OBG CB15 FEHRBLRLF, AR RKBL ZPMC A RIBET B S WR B B BE T
FIMIEFHLAE . FB205-045-013 A FB204-047-009 Fi R4 AT 13- UT B & LA SEIATT o ZPMC
HITE=WEE.

Work By: Prepared by: = 1/4,‘ Reviewed by QCE: i{ St “”‘-‘/1‘—[,'
rnt}hm Wl 009, %4 ik TR oy
0 Drawing Error [J  Material Defect Fabrication Error [ Other i

E4048R 4 B4k g SR HAbJRE
_Disposition: O Useasis O Repair O Reject

AbEE )] B gE il

Recommendation:

Hil-

Prepared by: Approved by QCA:

% e R

. ' 4 ' "
Reason for Nonconformance: [ chard bime ,atmu‘r.u\p{ worker didrt  rew'ew ol

A4 B th+@m i

”%’37&-5 F; %* sERAbe,
i el bhe, A s (P65 155
L QCV&Z— 1’73’{13‘53 f{T o Emw @c g:..]r;uvuepl Mde?bﬁ&g‘
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Approved by/AHEAE: /’}\/L{lﬁl‘ﬁgﬂ]?/

Techmcal Ju_st-!.t'catmn for Use-As-TIs/Repair: D Attqchm ent (I Non—a_l;;chrncrlt
B A .Jciﬂ"mﬁﬁ\ﬁﬁa . ToB
W2 94\) A5 454 cwr g ), 41/{;/2 —?:4

CWR~ 9'57— ond om-psh for detﬁ. o[nsyos"h‘sn

Reviewed /itHE: __ -

Verification: ’ 0 Acceptable OO0 Unacceptable
Bk Bz RCIE: 34
Verified by QCW/BHHfiiA: Reviewed by QCA/JRH EE8#:
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DEPARTMENT OF TRANSEQRTATION - Districi 2 Toll Bridge
333 Burma Road
Oakland CA S4607

{ferarls Tel: Fax;
NON-CONFORMANCE REPORT TRA NSMITTAL
To: AMERICAN BRIDGEFLUOR, A IV Date: 05-Nov-200¢
375 BURMA ROAD
OAKLAND CA 95607 Contraet No: 04-0120r 4
G4-ST-50-13.2/13.9
Dear: Mr. Charles Kenapicki Jobh Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabricetion Manager Document No: 05.03.06-000428
Subject: NCR No. ZPMC-0433

Reference Deseription:  Third time repair withoul the Engineer's Approval

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract docement as
mdicated below:
Material or Workmanship not in conformance with comract documents.
E Quality Centrol (QC) not perfurmed in conformunce with contracl documents,
O Recuriing QC issue that constitutes a systematic problem in quality conirol.
[ Non-Confermance Resolved,
Material Location: Xbeam ~ Lift: 1
Remarks:
During a random visual inspection of OBG Cross Beam #1 5, the Czltrans Quality Assurance (QA) Inspector observed that ZPMC
personnel performed the third time repair without the Engineer's approval. The following two joints FB205.045-013 and
FB204-047-009 have been previously repaired three (3) tinies by ZPMC personal due 1o non-conforming indications found with
ultrasonic testing (UT).
Action Required and/or Action Taken:

Submit a repair plan 1o tne engineer for approval.

Transmitted by: Bill Howe
Attachments: ZPMC-0433

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

B 05.05.06-000428NCT
}V- 2 Pape 1 of 1



STATE OF CALIFORN'A--BUSINESS TRANSPORTACTION AND HOUEING AGENCY

Arnold thwarznnuggcr, Governe:

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Malterials

Quality Assurance and Source Inspectin

Bay Area Branch

€30 Walnul Ave.St 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Valicjo, CA 945821133
(707) 649-5453
(707) 645-5493

Sl R

Contract : 04-0120F4

File #: 69.23R

e e Bl S 2 0 W8 o i S AR

QUALITY ASSURANCE - NON-CONFOR

MANCE REPORT

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

Report No: NCR-000460
Date: 05-0ct-2000

Submitting Contractor; Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0433

Type of problem:
Welding Concrete [0 Other [

Welding [ Curing O Procedural [J  Bridge No: 34-0006
Joint fit-up [J Coating [ Other 0  Component: OBG Crossbeam 15 Floorbeam

Procedural Procedural [ Description:

Reference Deseription: Third time repair without the Engineer's Approval

Description of Non-Conformance:

During a random visual inspection of OBG Cross Beam # 15, the Caltrans Quality Assurance (QA) Inspector
observed that ZPMC personnel performed the third time repair without the Engineer’s approval. The following
two joints FB205-045-013 and FB204-047-009 have been previously repaired three (3) times by ZPMC
personal due to non-conforming indications found with ultrasonic testing (UT).

il Ap e v v
R e

%ai“ E) ;.15.'4%!:‘:'{; s F -) :_"" i
G WS = S g

/i

L g

Q3B 050572009
0010720

Applicable reference:

Special Provision Section 8.3: “In addition to the provisions in AWS DI -3, Section 3.7.4 and Section 12.17,
third-time repairs of welds or base metal, regardless of NDT method, and all repairs of cracks require prior

approval of the Engineer.”
Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Wang Wen Bin

Time and method of notification: 0945 hours, Verbal
Name of Caltrans Engineer notified:  Ching Chao

]ﬁz_ TL-15.Quality Assurance -- Non-Conformance Report
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QUALLITY ASSURANCE - NCHN-CCHFORMANCE REFGRT
{ Continued Page 2 uf 2}

Time and method of notification: 1030 hours, Verbal

QC Inspector’s Name: Tian Lei

Was QU Inspector aware of the probiem: [ Yes e No
Contractor’s propose! to correct the problem:

NIA

Cemmenis:

This report i for the purpose of determining conformence with the contract documents and is not for the
purpese of muking repair or {it for purpose recommendations. Should You require recommendations
cancerning 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

‘ﬁ"}_ TL-13, Quality Assurancy -- Non-Conformance Report

Reviewed By: Wahbeh,Mazen SMR
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Welding Repair Report 0
IJﬁ.Efé’:ﬁ"\ #E""r j\'UI" %F'f:i:@% FBZOS #E\%%% B WRB
Project Name SFORB Drawing No Report No. e
i 04-0120F4 FA £ A CB15 CROSS | NDTHR4 %5
Cantract No - esar | N B787-UT-8945R1 |
0B 2% ltems Name BEAM Report No.of NDT ‘
; ZP06-787
Project No.:
JF A YR

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maXImum
allowance aggregate length.

(UT%?EHS"‘HAE«“J‘@\%Bis:F/J\Ti&j:quxE ) FB205-045-013

IR (Inspector) :}tl 4r f;eén:)_ H(Date) : _09.10.07

FAEEEAEEFER

Draft of welding discontinuity:

B 20

25

WELD NUMBER:FB205-045-013




FERE:

Caused:

1o RIE R BT AEF .

1. Did not clear the weld pass completely in time.

% 18] %t A.(Foreman): }fw‘ﬂglw)ﬁ H(Date): o 7!0“’3 '
HEERL f
Disposition :

1. MNBPEEEREEIE—M (D<0.65T, DAHSGHE, THHD) Fe A BRAEAT B A0 T i 2 I 1R L I
2. SREBEEZTZME (WPS) METHAMELR, FhFiaeE, _

3. RRIZHEI R AT VT R AHEAT S s 2 3T B

4. HFEFNEIRAT B B 5 0 2 AT SR A TS,

5. MEAEMEEERHERLS

metal) {o 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;
4. Grind the repaired area flush with base metal or the adjacent weld;
5. Check the welds according to the working drawings.

N PN FH B
AP
Technical engineer "\_ Approved by W _’Z/L'/Q Date

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

| o] oot =>—F 21

#R787-QCP-900



H & . Az 4 .
j‘? % ]é /ﬂ? ﬁ = A Az Rev. No. |
Welding Repair Report 0
I H & EEBEERG HE 5 iRt
i 208 Report N B-WR8094
Project Name SFOBB Drawing No eport No.
Fo ks
Contract No.: VPR Spt4#h | CBISCROSS | NDTHRE4E .
nB %S ltems Name BEAM Report No.of NDT B787-UT-8945R1
: . ZP06-787
Project No.:
2] EEH5E:

Correction action to prevent re occurrence:

1. InERE R M I FE A

1. Improve monitoring of welding and interpass cleaning.

f

% 1 fif A(Foreman):

ZRBIWPSH 5
Repair WPS No.

WPS-345-SMAW-2
G(2F)-Repair
WPS-345-FCAW-2
G(2F)-Repair-1
WPS-345-SMAW-3
G(3F)-Repair
WPS-345-FCAW-3
G(3F)-Repair

TER
technologist

}_/a J’/Mgl»jl B #i(Date): 97 (oo

Hexiortn

073.14"".3 )

BE (A BIHAERE
Preheat temperature
before gouging

bo U

B fiE 8 2
Description
of discontinuity

BA A RETHREE
Inspection A Preheat temperature 2.
before welding At before welding 7 V%
5 KB Al 3% B a Ak K >
Max. depth of gouging l; Total length of gouging ) v
BT Veudt T 3} ; BEEL BEME ;
W AN : 3 Ny o ;
welder -\ lﬂ“% welding type W position /7/(7
BESE | BESE  ~g 25 5 I ol
Current 26\ Voltage ey l Speed A /U
BERRE
Inspection After repairing:
B R A #8
NRwE Inspector \ Date
VT result Ag(, g ohpr X1 ‘]‘pu; s
NDTHE % 4 R : B #i
NDT result R?A NDT person )’Oﬁ-‘i\' Date 3’*‘3“"'
4 A )ooofl
Witness/Review:
B2
Remark :

#R787-QCP-900
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% @ %Ei’: % 1&}’ {E’ ﬁi % Rev. No.;
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Critical Welding Repair Report (CWR) 0

I B &5 %@ﬁﬁ?ﬁﬁgf B FB205 sRe B-CWRB52

Project Name: SFOBB Drawing No.: Report No.:
HH

C ?n:%N VAN : CB15 CROSS NDT i &4

ontract No.: - A7 i 5=

A TEES  B787-UT-8045R2
Y Iltem Name: BEAM NDT Report No.:
ARES ZP0B-787
Project No.:
PRI

Description of Welding Discontinuity: 5
A Rejectablle indication was found by Ultrasonic Inspection for a third repair.
(UT= % B K) FB205-045-013 '

WelderID No. (£ T#S): 210188 Position:(fz £): 26

Hr

BER (Inspector) : Han Feng B (Date) : 2000.10.15

BERERTREE
Draft of Welding Discontinuity:

0, APPROVED
& APPROVED AS NOTED
U RETURANED FOR CORRECTION
Pursuant to Ssction 5-1.02
Y af tho Stendard Specifications
State of Callfomla )
DEPASTMENT OF THANSPOHRTATION
Division of Engineering Services
Ouiicy of Struchure Construction
sie L en 0] 20|04
Btructure Representative Datg"

L 13 .
=0
=

Bili

WELD NUMBER: FB205-045-013




FERE:

Cause:

LRTEDR— KRR, SH, SRS R A g

2. 7E 43R i 1 Dcﬁtﬁfﬂlﬂﬂfﬁﬂﬁi‘%?ﬁfﬁtﬂﬁE’:%i‘l&’ﬁ.,

1. The welder was not observani during the firsi backgouging operation resulling in the
Indications not being completely removed.

2. QC did not verify the indications had been removed prior to re-welding.

E/ARA (Foreman): A zj\iimj M (Date): ,,/— g ST

LT,

Disposition :

1. fESEAMNEEEE S, QCileader CWI 7 I35 i de s e medul, ITIE RS 4,
2. {ER{EN, QCUEHHIICWR, LI fRATEAR A4 SR B e k4T
3. WATRAL, HeFGE s WPSIHT R
4. DATESTE P T QUBRAT S 1 77 i B AL e e O, APPROVED 1
5. Meh—EAHFEAIS, JUkS BANMIEAWPS, =4 AEPROVED A5 NOTED
6. IO RIS T Piimeet i o SO o o
7. SREMTAN AT o: (AT O 55 A 1 aftho SStt:Indamof i
; > e a
H R R s s HE[1910R 42 IT.
8. T KRN ksm EILHENIR S WPSHIIT, DEP{\HTMENT OF TRANSPORTATION
8. EHE VTMTUTR AR, g{:ﬁsmgf osf Engineering Sarviges
Ice
10 SIPEITIE SR, Sze e go Coneucon
11, R BT e Blructure Reprosentativg——  L94Ze/e
1. QC and a Lead CWI shall be present and monitor all gouging, grinding and welding operalions during
this repair.
2. QC shall have a copy of the CWR available to ensure the repair is per the disposition requirements.
3. If gouging is performed, preheat per the repair WPS minimum requirements.
4. Gouge andfor grind to remove all the defects from the Face A.
S. Prepare the repair joint according to the relevant repair WPS.
6. Grind area smooth to a shiny finish.
7. Perform VT and MT to ensure the defects have been removed.
B. Preheat and weld according to the relevant repair WPS,

8. Perform VT, MT and UT to the repair areas.
10. Grind the weld flush with the adjacent weld.
A1—Cheek-the-weld=ctording 1o lre~working-drawings—— K EmoVE

> R’:‘Er’ﬁ.&?ﬂ’l AT arree Gamhnv g TeusH

10-a-04

T % - W i B3I: _
Technical Engineer: J'\-}n' N IEM Approved By: ‘JV‘WM Date: f;.ru. 3

#R787-QCP-900
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H £& 2 i o [7b: -
Z@m@ ;'é % j::F‘ gﬁ jg, /[!% -ﬂﬁ = Rev, No.:
—_
Critical Welding Repair Report (CWR) 0
T5 B 4% = ErrE Al e FB205 RGBS BEWE
Project Name: SFOBB Drawing No.: Report No.: i B52
4
. :ﬂi 04-0120F4
ontract No.: : Az it CB ROSS G
A7 15 C NOT i S B787-UT-8945R2
ltem Name: BEAM NDT Report No.:
LH&HS
" ZP06-787
Project No.:
B & Hhik,

Corrective Action to Prevent Re-occurrence:
Lo SBEST, QCAZRYTHNTIUAGTAT B0 S8 2
2. R E IR R R, e
3. QCHE- SR T3 BT e b 2 1

4. SRR ERI, 3 MQCH T A BEAETG

1. QC to verify VT and MT has been performed and all
2. QC fo instruct the welder that it Is his responsibility {o

3. QC to instruct the grnder all defecis shall be removed,
4. Greater QC presence during critical welding operations.

FEHARA (Foreman):

/; 2biqued

H3 (Date):

the defects have been removed prior {o the repair,
praduce sound welds and perform interpass cleaning.

Z R M WPsE B
Repair WPS No.:

WPS-345-SMAW-G
G(2F)-Repair
WPS-345-FCAW-2
G(2F)-Repalr-1

TER

Technologist:

B (B WHAEE

iR £ 1h 6 1 .
Preheat Temperature j’"b Description g
Before Gouging: Y, of Discontinuity:
BArstmay 2 7 0 # 9R BF
Inspection A,M/ Preheat Temperature

Before Welding:

Before Welding:

6 oK (Ul 3% e Bl g
Max. Depth of Gouge: % Total Length of Gouge: ?0
BT forgfozh) | BERD 1 8
Welder: Mﬂy/f/%) Twye;::ng W Position: 267
B 8 v | B E 9 453 i
Currentl: %f Voltage: }{Z\/ Speed: ?//
B ER S ] ;
Insp;ction After Repair: (L@‘WF 'EMFM-W W-’/ -ZZMJZ/ / /\/ .
1

ST 4 R ; B A
VT Result: A‘L Inspector: &’éﬁ-lx’ Date: )wﬁo? /o, L%
— 15 et | o o X
NDT Result: m'[/(/ NDT Person: 53/ VER te: VA
E - ) O RETURNED FOR ot
Witness/Review: UfF;;]‘;Bu&m to 8ection 51,02

; DEPARTMENT OF
Remark : DMQD.QLEQQIRM:Q Sa”;f::ON

#R787-QCP-900
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Structure Representativg
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MAGNETIC PARTICLE

£ SIGN/ B DATE

0/»7#7

= W““"f"- —. I REPORT OF N
rLfL'LC l‘ ;
T4 1 4R &
REPORT NO. {45452 B787-MT-15161 DATERA#1 2000.10.29 PAGE OFIiR 1/4 Revision No: 0
PROJECT NO. — CONTRACTOR: ——
IRES: i B
DRAWING NO. FB205 CALTRANS CONTRACT NO.:
. 04-0120F4
E2R=R CB15 CROSS BEAM mHIBRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEMHERE HBEARE BEFSE Ve i g- ]
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT &% MANUFACTURER #[3§ 7] MODEL NO. B 5% SERIAL NO. 4 5
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
AL 35 , AR L
PARTICLE TYPE Dry magnet powder YOKE SPACING
- " 70~150mm
. (R TR WA A 7R
MATERIAL TO BE Y WELDING #B#:4: Material & thickness T
EXAMINED O CASTING %4 B, B
[EriE gy O FORGING & 25/14/18{20mm
WELDI\NG PROCESS ., TYPE OF JOINT —
i Bagen
WELD I.D PIRON TN T e ACCEPT REJECT REMARKS
;fgﬁigg— INDICATION TYPE LENGI,:;N mm g B ¥
EEPR il )
FB205-045-014 ACC. 100%MT
FB205-045-015 ACC. 100%MT
FB205-045-017 ACC. 100%MT
FB205-045-018 ACC. 100%MT
FB205-045-020 ACC. 100%MT
FB205-045-021 ACC. 100%MT
FB205-045-023 ACC. 100%MT
FB205-045-024 ACC. 100%MT
FB205-045-033 ACC. 100%MT
FB205-045-034 ACC. 100%MT
FB205-045-013 ACC. 100%MT
FB205-045-016 ACC. 100%MT
FB205-045-019 ACC. 100%MT
FB205-045-022 ACC. 100%MT
FB205-045-001 ACC. 100%MT
FB205-045-002 ACC. 100%MT
EXAMINED BYE# ; REVIEWED BY fﬁ
Jin jian ting \/1 /r-}\éa .‘%\& : ] (7 :/;\r
LEVEL - 11 S(GN 4 DATEEU Uj ; 9, LEVEL-l  SIGN ){ DATEHH# ( )/7 7% 7/
ARSI / QCM % B CUSTOMER U \J "

4= SIGN / Hi#i DATE

(FORM# ZPQC-MTO1) V
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Welding Repair Report

AFS Rev. No.
|

|
0

I H £ 5R by o 4 E 5 455
: FB204 Rt N B-WR80g3

Project Name SFOBB Drawing No P -

RS )

04-0120F4 A2 2 CB15 CROSS | NDT#R-% 455
Contract Ng - B787-UT-8045R1
i ME BT ltems Name BEAM Report No.of NDT

Nl ZPDB-787

Projecit No.:

| l’-‘?— A TG

Descr!ptlon of welding discontinuity:

Rejected indication found by ultrasonic
%al]owance aggregate length.

(UTESRB5 R B e 18 i BEENTFHRAGELE. ) FB204-047-009

=8 5 (Inspector) - Hgﬂ fené - B#)(Date): _09.10.07

inspection is less than the maximum

S

Draft of welding discontinuity:

25

o

L

3
30

WELD NUMBER: FB204-047-009




A ARE:

- Caused:

1. BHERN AIETFS.

1. Did not clear the weld pass completely in time.

Z ) i ’E—/\(Foreman): }/(,{ [ﬁfZ,éwﬂE] #(Date): of ;O o% .

K E
Disposition :

1. WERIESERRIEHE—M (DSO0.65T, DASIGIREE, ThiR/E) R AT EAT B BT i 2 B R 4 il

i
&

2. TREBEEETEME (WPS) HEAFHAELIR, TSRS,
3. REIXHER ATV R RHT e b 5= S 3 B
4. HEHEEITERSBH R RELTR,

5 RIEMENERERBEERS

1. Gouge or grind from nearer side from metal edge (D<s0.65T. “D” is 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;
4. Grind the repaired area flush with base metal or the adjacent weld,

5. Check the welds according to the working drawings.

= z:k@%aa&u L g =P
Technical engineer A ' Approved by M?/LK_ Date

o) o.'o%
4 S At

#R787-QCP-900



0 R

1 nERIRH I i (s 1

’

| Correction action to prevent re occuirence:

£ |9 % 4t A(Foreman): //

1. Improve monitoring of welding and interpass cleaning.

B 2% S5 Ak HI A - '
J ‘ ﬁ":f:‘ é& ﬁ [_!2” j’[F\ ] 4 Rev. No. ‘
9 e
‘ Welding Repair Report Q
B &7 % B R HHBS FB204 BE R i
Project Name SFOBB Drawing No Repori No. -WR8088
aRS
Contract No.: BeEO12054 A4 AR CB15 CROSS | NDTIR 442
CEP ltems Name BEAM Report No.of NDT | B787-UT-8945R1
o ZP06-787
Project No.:
2] SE 453t

ZEHWPSHE =
Repair WPS No.

WPS-345-SMAW-2
G(2F):Repair
WPS-345-FCAW-2
G(2F)-Repair-1
WPS8-345-SMAW-3
G(3F)-Repair
WPS-345-FCAW-3
G(3F)-Repair

IEhR
technologist

A %0%/[2/»45 #(Date): uj /o -GS’
5 J {

He 225N
07 | o °8 '

BAE (BU) BIFAEE

7 n
| Lo

B AE & BB

Preheat temperature ) Description 2 ',,,J,e"
before gouging LV of discontinuity 5(71‘]
BaiadEEE BREIMARE
Inspection P¥7, Preheat temperature 'y
before welding Ai“/ before welding 7}(0
%K% 5 R - Bl Rk -
Max. depth of gouging /[;’ Total length of gouging Z,Pb
i\

BRI j e > BExRD BEME
welder Gin! " LU welding type A osition &

e fa:y w?gg ng typ 27,04 P )€
BEER T BiERKE p RiE#gEE
Current 1%\ Voltage 7{‘{~} Speed k’/l/
BEERRE
Inspection After repairing:

, mi R g 8
5}2@?&%{‘ Inspector /&« o Date
VT result Ace 7 ; }“’; /0. /%
NDTH & EH 7 A —~
NDT result }Q NDT person '\/&/ Date )/’j(/‘y /J

, (¢

JUAE - J \
Witness/Review:
Remark :

#R787-QCP-900



B i [
SRS X BMEE R e N

Critical Welding Repair Report (CWR) 0
TR A% 2 [TAEA o firEe RERS
‘ o _ FB204 ey B-CWRB856
Project Name: SFOBB Drawing No.: Report No.:
RS
Contract No ezl Bk & CB1i15 CROSS NDT {R&E4ES
on P 3 LB A
A e S B787-UT-8845R2
. Item Name: BEAM NDT Report No.:
MERS ZP06-787
Praoject No.: i
JREE BT .

Description of Welding Discontinuity:

A Rejectable indication was found by Ultrasonic Inspection for a third repair.
(UTZ ¥ 4) FB204-047-009

Welder ID No. (R T4 2): 219188 Position:(f£ ): 26

£¥R (Inspector) : Han Fen F (Date) : 2009.10.15

R nang .
Draft of Welding Discontinuity:

O, APPROVED

& APPROVED AS NOTED

O RETURNED FOR CORRECTION

Pursuant to Saction 5-1.02
of the Standard Speciications
State of Califomia

y DEPARTMENT OF TRANBPORTATION
Divislon of Enginsering Ssrvicas

Oifice of Structure Construction

.S-JE «R,r d'lm G
Struciure Reprasentative ’Eaté

\ Al i

20
)

oe Bim o)

WELD NUMBER: FB204-047-009




/N

PEdRIE:

Cause:

LR TYE R — R il g, S, S EUREO A S04,

2 EARE G2 1. QCHE A WA DT A OO R AR B g g

1. The welder was not observant during the first backgouging operation résu!iing in the
Indications not being completely removed.

2. QC did nol verify the indications had been removed prior to re-welding.

T@HRA (Foreman): ,./_r' _?_!u'jﬂ‘"? A (Date): _,7 U B

AEER

Disposition :

1. TEREAMIEEET, QCHILeader CWILETRIG IS B4 1T, ISR,

2. TER{EN, QCHHHEHERIICWR, BLGRAIE IR £ 3% IR B e i1E4T

3. IEBEE, HEEHWPSHET I, )
4. WAIISR FTE QI DUAT I8 1077 o 22 I8 e bl s, S’ :;gggscégmmm )
5. MEH—AEWEHELLN, B IHN R EWPS, O RETURNED FOR CORRECTION

B. B AT IS 5278 Pursuant to Section 5-1.02

7. SRAMTHVTR R i RAEN e i, S e ] Bpscallans

B. TR RS I B 00R AE WP SHT: DEPARTMENT OF TRANSPORTATION
0. SR VTMTUTRANREL: e o e Bervioss

10, HHRLET IS S5 48R4 T 57 e D gm ,Dhgpq
. AR T e TR A Structure Representstive Dat

1. QC and a Lead CWI shall be present and monitor all gouging,
this repair,

QC shall have a copy of the CWR available 1o ensure the repair Is per the disposition requirements.
If gouging is performed, preheat per the repair WPS minimum requirements.

Gouge and/or grind o remove all the defecls from the Face A.

Prepare the repair joint according lo the relevant repair WPS,

Grind area smooth to a shiny finish.

Perform VT and MT to ensure the defects have been removed.

Preheat and weld according fo the relevant repair WPS.

.B.  Perform VT, MT and UT to the repair areas,

10. Grind the weld flush with the adjacent weld.
-:IJT-Check——the"welwaccnrding—m-{he—workfng-drawiﬁgs.— gfﬁwyﬁ_

~\

grinding and welding operations during

FNODoRLN

~

EELEE 47 /MA/—_— ArF7iER @7&7/)\/5 WG /::;,gwf

féﬁd 101909

T & - B g 4; ) SRR B
Technical Engineer: /A (%ﬁf Approved By:Lﬂ/‘j Date: 17 cto.rd

#R787-QCP-800



B £ 2 A= i
REBRER B < Rev. No.:
- A L
Critical Welding Repair Report (CWR) 0
T H &% 5 FER ObE HEES FB204 GRS o
Project Name: SFOBRB Drawing No.: Report No.: EEkiicas
4[]
. ?ni\; 04-0120F4
ontract No.: m . CB15 CROSS T R4S
Al 7 NOT i s B787-UT-8945R2
i ltem Name: BEAM NDT Report No.:
MR&ES ZP06-787
Praject No.:
L

Corrective Action to Prevent Re-ocecurrence:

Lo SBREST, QAN TAIMTHE AT A e B i -
2. B BAERH G IR N R T e, 1R AT F4T,
3. QCIE R TP 1 (e B 2 4

4. FROMREER I, E3ERI0CH A BYETE;

1. QC to verify VT and MT has been performed and all the defects have been
2. QC to instruct the welder that il is his responsibility to produce sound welds
3. QC to instruct the grinder all defecis shall be removed.

4. Greater QC presence during

ERABRA (Foreman):

removed prior 1o

crilical welding operations.

4_2/\_}r B} (Date): vloru.td
|

and perform interpass cleaning.

the repair.

Z MR WPSE =
Repair WPS No.:

WPS-345-SMAW.2 !
G(2F)-Repair IR
WPS-345-FCAW-2 | Technologist:
G(2F)-Repair-1

B (BAD) AHAEE
Preheat Temperature
Before Gouging:

3R 45 i (kB4
Description
of Discontinuity:

b

Birdmth
Inspection
Before Welding:

27 W # i85
Preheat Temperature
Before Welding:

7%

o TR U 3% Br
Max. Depth of Gouge:

e ful & 4
Total Length of Gouge:

%

BT ] Fo ot | S SR A B
Welder: 7/'?’8‘%/ Ty?:e:ng W Position: Zé}
RERH RERE BEXE .
Current: }gﬁj Voltage: %\ [ Speed: :?},
BeER#E (
Inspection After Repair: ,{ZM;P fmw{)ﬂ){@b‘ﬁ”"@ Time //\/
] I
ShEl s BER ' H
VT Result: AC‘ Inspector: A1 Date: }00? /2.2%,
A e
NDTH # B4R =/ APPRGUED i ;(
NDT Result: @“"’ NDT Person: tﬂ@( AFPRBVEEAS g
g Tron
JUAE Pursuant to Ssotion 5-1.02
Witness/Review: of the 8tanderd Specifications
& DEPARTMENT OF TRANSPORTATION
Remark : Division of Engineering Bervices
UliiCE OF STOCNS COaiaemon
#R787-QCP-000 STE &r R [U"ED[D":]
Structure Representative Data’
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REPORT OF MAGNETIC PARTICLE EXAMINATION

cﬁ[::[__./mu = | i
g R R
REPORT NO. #4542 B787-MT-15158 DATEFR# 2009.10.29 PAGE OFFR® 5/11 Revision No: 0
PROJECT NO., 206,787 CONTRACTOR: CALTRANS
IE%HE: ) B A
DRAWING NO. FB204 CALTRANS CONTRACT NO.:
@ 04-0120F4
j2R=H CB15 CROSS BEAM hHIEsSS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEATELB EZinE BF&RE B EFEM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT ##% MANUFACTURER $il:& 77 MODEL NO. B8 SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke = |CURRENT B
Bt FE EHAESSE ELHL
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 70~150mm
R s TR REAm A g
MATERIAL TO BE VWELDING #E4 Material & thickness ATOOMSAETIN
EXAMINED O CASTING &4 &, Bl
RFHE O FORGING 8% 18/14/25/20mm
WELDING PROCESS _— TYPE OF JOINT T-JOINT
BT b il
WELD I.D SCONENUT de ACCEPT REJECT REMARKS
RgmE INDICATION TYPE LENGEEN i i i
b R :
FB204-047-051 ACC. 100%MT
FB204-047-052 ACC. 100%MT
FB204-047-005 ACC. 100%MT
FB204-047-006 ACC. 100%MT
FB204-047-009 ACC. 100%MT
FB204-047-012 ACC. 100%MT
FB204-047-038 ACC. 100%MT
FB204-047-039 ACC. 100%MT
FB204-047-041 ACC. 100%MT
FB204-047-042 ACC. 100%MT
FB204-047-044 ACC. 100%MT
FB204-047-045 ACC. 100%MT
FB204-047-047 - ACC. 100%MT
FB204-047-048 ACC. 100%MT
FB204-047-067 ACC. 100%MT
FB204-047-068 ACC. 100%MT
EXAMINED s,xf&' REVIEWED BY ## -
Jin jian ting . % F;\qt 1 ‘{‘/\. . L—-(“! i y//?\i
LEVEL -1l SIGN %% /| DATERl 95 1 8 yf LEVEL-I SIGJ / DéxTEEIJD}’/L & I /o 2/
At / QM v ! i/ CUSTOMER v T —
> }\Mﬁ
\Lran, [ v H /
5 SIGN | Bilf DAT 45 SIGN ! H i DATE

(FORM## ZPQC-MTO01

/



UTHRGHE

REPORT OF ULTRASONIC EXAMINATION |

REPORT NO. R&#%E B787-UT-8945R3 DATE 2009.10.25 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : TS ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG CB15 CROSS PRAWING NO.: S CALTRANS CONTRACT NO.: 04-0120F4
7 HEAN me mMIEES
REFERENCING CODE £#£#1% ACCEPTANCE STANDARD #2177 PROCEDURE NO. BFFig S
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01

WELDING PROCESS B Hi:

FCAW

T-JOINT

JOINT TYPE #8247

Dec. 2857 ,2009

CALIBRATION DUE DATE {25 F 434100

EQUIPMENT %% !

MANUFACTURER #ill3#

MODEL NO. #X#%8

SERIAL NO. F7|5B5
071565311, 061488510,

|UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i3k COUPLANT #4 MATERIALITHICKNESS ##} JZ
AWS IIW BLOCK TYPE II cM.C AT09M-345T2-X 20/25mm
TRANSDUCER &3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
iilliE 7 faEE s Rt g il sz Rt
Changchao 70° 2.5MHz 18*18mm
Changchao 0° 2.5MHz 20mm Reference Level #:# R i Hif 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 M DISCONTINUITY ARgighid: 5
. &
WELD 2 |2 |8 |2z ls 15 s E: i
Z Q 4y fe|® EEEzEEER LOCATION OF DISCONTINUITY 5 P
D 1 i - .o -
IDENTIFICATION |E 1k (S8 | =2 | 5 €38 3|EEEE AEELH (mm) 22 | «
SElnE|oé = F R F 5% | B
ST | g o E E
JE L 2 s =
RAEHIHRS % g = Sound | Depthfrom . 5 -
- Length From'X | From"Y )
a b c d K Path Surface gEX o~ o
2 mE | mEEEEE g =
FB205-045-006 | iR3 | 70 A 1 |41)33|2 |+6| 20 50 16 -5 10 REJ. | 100%
FB205-045-013 | 1R3 | 70 33 ACC. | 100%
FB205-045-016 | 1R3 | 70 A 1 144]|33|3 |+B| 20 57 22 -7 5 REJ. | 100%
FB204-045-021 1R3 | 70 33 ACC. | 100%
FB204-046-021 1R3 | 70 33 ACC. | 100%
FB204-047-008 | 1R3 | 70 33 ACC. | 100%
FB204-047-025 1R3 | 70 33 ACC. | 100%
FB204-048-046 | 1R3 | 70 33 ACC. | 100%
EXAMINiE‘fE%ﬁ% REVIEWED BY ##
G F 21 H At J; g o]
LEVEL-Il SIGN |/ DATE /;' Vf,( v, ) ’? LEVEL -1l SIGN / DA(ﬁ %, 2 »—?
Wit / Zim ¥ ) FFCUSTOMER
T
% SIGN/ Bl DATE f7 ‘0. 1/7 % SIGN / HYjl DATE

(FORM# ZPQC-UTO01)




UTHRGRE

QEPORITﬂFULTRAS@NH:EXAVMNATKE@

REPORT NO. %45 B787-UT-8945R3 DATE 2009.10.25 PAGE 2 OF 2 Revision No: 0
DECIBELS4 1 DISCONTINUITY ikt £
; b
WELD g |4 3 ~5_|g_I8. 1[5, 2 i
- 0 S| ® EEEeEaRE LOCATION OF DIS CONTINUITY 5 ¥
0 X |le als S T kb >
IDENTIFICATION | = Ik e ls AR 4 s JEefs & FELEARE (mm) FS 2
3 7 2| — —_ o =
i SR |B&|R¥| o = E¥ | E
SR LB @) 't
REHtRS g E 4 Sound | Depthfrom \ 5 o
- Length From'X | From'Y o
alb c | d i Path Surface p sy 0
BE | mmmmm = (=

AFTER B-CWR851-858

BLANK

EXAMINED BYE#;

}{‘\\a,\ ‘Fy“f/

LEVEL-ll SIGN [ DATE

4 61%]

REVIEWED BY %
LA e
7

LEVEL -1l SIGN {

DA

o

fore,

JET / Qe

L Jina bar

X SIGN/ Hil DATE

CORCRY,

JAF'CUSTOMER

% SIGN / H il 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-000442
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  13-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0433

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:  05-Oct-2009

Description of Non-Conformance:

During arandom visual inspection of OBG Cross Beam #15, the Caltrans Quality Assurance (QA) Inspector
observed that ZPMC personnel performed the third time repair without the Engineer’ s approval. The following
two joints FB205-045-013 and FB204-047-009 have been previoudy repaired three (3) times by ZPMC
personal due to non-conforming indications found with ultrasonic testing (UT).

Contractor's proposal to correct the problem:

Submit CWR and perform required NDT.

Corrective action taken:

Contractor submitted CWR and NDT documentation verifying the repair is in conformance with Contract
specifications. Aninternal NCR was also issued.

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

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