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-000462
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 06-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0435

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: Crossbeam CB16 Floorbeam

Procedural Procedural [] Description:

Reference Description: The contractor did not follow the approved WPS and omit MT.

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed the contractor's welding personnel performing Complete Joint
Penetration (CJP) weld repairs on welds that have been rejected by the contractor's Quality Control (QC)
Ultrasonic Testing (UT) technicians. The contractor's QC inspector Mr. Zheng Zhi Wei informed the QA
inspector that the repairs were being performed in conformance with WPS-345-SMAW-2G (2F)-repair and
WPS-345-FCAW-2G (2F)-repair. The QA inspector noted that the contractor had not performed Magnetic
Particle Testing (MT) of the excavated areas prior to welding as specified in the repair WPSs on the following
repaired weld joints; FB205-051-043, FB205-049-006, FB205-050-046, FB205-052-005 and 006 in CB16.
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.”

Approved Repair WPS numbers; WPS-345-SMAW-2G (2F)-repair and WPS-345-FCAW-2G (2F)-repair
“Grind all repair areas to bright metal and perform Magnetic Particle Testing prior to the start of welding”.
Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Yu Kum Ming

Time and method of notification: 1000 hours, Verbal

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 0800 hours, Email

QC Inspector's Name: Zheng Zhi Wei

Was QC Inspector awar e of the problem:
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

[ 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: 05.03.06-000430
Subject: NCR No. ZPMC-0435

Reference Description:  The contractor did not follow the approved WPS and omit MT.

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:
This Quality Assurance Inspector (QA) observed the contractor's welding personnel performing Complete Joint Penetration (CJP) weld
repairs on welds that have been rejected by the contractor's Quality Control (QC) Ultrasonic Testing (UT) technicians. The contractor's
QC inspector Mr. Zheng Zhi Wei informed the QA inspector that the repairs were being performed in conformance with
WPS-345-SMAW-2G (2F)-repair and WPS-345-FCAW-2G (2F)-repair. The QA inspector noted that the contractor had not performed
Magnetic Particle Testing (MT) of the excavated areas prior to welding as specified in the repair WPSs on the following repaired weld
joints: FB205-051-043, FB205-049-006, FB205-050-046, FB205-052-005 and 006 in CB16.
Action Required and/or Action Taken:
Submit arepair procedure for the approval of the engineer.

Transmitted by: Bill Howe
Attachments: ZPMC-0435

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

_ 05.03.06-000430,NCT Pagelof 1



,&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: 01-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-000437 Rev: 00
Ref: 05.03.06-000430

Subject:  NCR No. ZPMC-0435

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC is providing NDT documentation of the welds to show that they are acceptable. Based on this ZPMC
requests closure of this NCR.

ZPMC rejected the welds referenced in the NCR and wrote an internal NCR to address this issue. ZPMC is providing NDT documentation of
the welds to show that they are acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000437R00;

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):

‘h‘} Page 1 of 1
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No. B-508

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-11-30
REGARDING: NCR-000462(ZPMC-0435)

With this letter of response, ZPMC requests closure for Caltrans NCR-000462 (ZPMC-0435). In
NCR-000462 (ZPMC-0435) it mentioned that QA observed no MT was performed after
excavation what was required in related WPS. .

ZPMC acknowledged this problem. Actually, two of the mentioned weld IDs: FB205-051-043,
FB205-050-046 were wrong. The correct weld IDs should be: FB204-051-043, FB204-050-046.
To avoid same problem in future, ZPMC will enhance supervision work team’s control and review
WPS requirement carefully. Please note that all these five welds had been rejected by ZPMC and
repairing work has been done. After all UT tests were arranged to warrant welds quality.

So ZPMC hope Caltrans could take a review and consider close this NCR.

ATTACHMENT;
NCR-000462(ZPMC-0435)

%/z,w
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e ' Nonconformance Report
(ZPMCT AT

Project Name: S.HEO.B.B | NCR Number:

B 4 REMMBEA | NCR®: NCRBan A
Item:  not follnwthe WPS Item Number: ] Drawing: CB16
HEREE: REE wPs B N B A5

Location: BAY 3 ' ] Date:

o 5 78] =t 2009-11-14

Description of Nonconformance:
ANEFEBURA

This Quality Assurance Inspector (QA) observed the contractors welding personnel performing
Complete Joint Penetration (CJP) weld repairs on welds that have been rejected by the contractor’s
Quality Control (QC) Ultrasonic Testing (UT) technicians. The contractor’s QC inspector M Zheng
Zhi Wei informed the QA inspector that the repairs were being performed in conformance with
WPS-345-SMAW-2G (2F)-repair and WPS-345-FCAW-2G (2F)-repair. The QA inspector noted that the
contractor had not performed Magnetic Particle Testing (MT) of the excavated areas prior to welding
as specified in the repair WPSs on the following repaired weld joints: FB205-051-043,FB205-049-006,
FB205-050-046,FB205-052-005 and 006 in CB16.
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DEFARTMENT OF TRANSEORTATION - District 4 Toll Bridge
333 Burma Road

i Oakiand CA 84607 ¥-
ﬁ“v“v&;_.’if Tel: Fax:
IN-CONFORMANCE REPCRT TRANSMITTAL,

To: AMEIRICAN iﬂ(][)(il{-‘?LUO]i. ATV Date: 0%-Nov- 2009

275 BURMA ROAD

CAKLAND CA 93617 Contract No: 04-0120F 4

04-SF-80-13.2 1 13.5

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  ProjectFabrication Manager Document No: 05.013.00-000420
Subject: NCR No. ZPM(-0435

Reference Deseription:  The coshactor did not foliow the approved WIS end omit MT

The atached Non-Conformance Repart gescribes an occurence where the contractor did nol comply with a requirement of the costract document as
indicated below:
Malerial or Workmanship not in conformence with comrac documents.
Quality Contrel (QC) not performied in conformance with contraes documenis.
O Recurring QC issue that constituies o rystematic problem in quality control,
N Non-Caenformance Resolved. ’
Material Location: Xbeam Lire: 13
Remarks:
This Quality Assurance Inspecior {QA) ohserved the contractor's welding personnel performing Complete Joint Peneiration (CIP) weld
repairs on welds that have been rejecied by the contracior's Quality Control (QC) Ultrasonic Tesung (UT) technicians. The contractor's
QC inspector Mr Zheng Zhi Wei informed the QA inspector that the TEpairs were being perfonmed in conformance w ith
WPS-345-5MAW-2G (2F)-repair end WPS-345-FCAW-2G (2F)-repair. The QA inspector poled that the contractor had not perfonned
Magneuc Panticle Testing (MT) of the excavaled areas prior o welding as specified in the repair WPSs on the foli owing repaired weld
Juints: FB205.051-043, FB205-049-006, FB205-050- 046, FB205-052-005 and 006 in CBI16.
Action Required and/or Action Taken:

Subsmit & repair procedore for the approval of the tngineer,

Transmitted by:  Bill Howe
Attachments: ZPMC-D435

ce: Rick Morrow, Gary Pursell, Peler Siegenthaler, Stanley Ku, Briar Boal, Doug Cor, Jason Tem, Contract Files, Ching Chao
File: 05.03.06

-
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ETATE OF CALIFCRNIA-BUSINESS TRANSPORTACTION ANG FUUSING AGENCY Armold Schwarzenegoet. Governor

DEPARTMENT OF TRANSPORTATION .
DIVISION OF ENGINEERING SERVICES . £ 5
Olfice of Struciural Malenals Ll S

N
Quaiity Assurance anc Source Inspeclion

) 5 Foaimg S
8oy Area Branch Contract #; 04-0120F4

630 Wainut Ave St 150 : Cry: SF/ALARte: 80 PM: 13.2/13.9

Valigjo, GA 845821133 el oo .
(707) 649-5453 File #: 69238
(767) €49-5493
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'QUALITY ASSURANCE - NON-CONFORM ANCE REPORT

Location: Changxing Island, Shanghei, P. R. China Report No: NCR-000462
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 06-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company. Ltd (ZPMC), Changxing Island NCR #: ZPMC-0435

Type of problem:

Welding Conerete ] Other [

Welding 0 Curing O Procedural 0  Bridge No: 34-0006

Joint fit-up [ Coating O Other [J  Component: Crossheam CB16 Floorbeam
Procedural Procedural [J Description:

Reference Description: The contractor did not follow the approved WPS and omit MT.

Description of Non-Conformance;

This Quality Assurance Inspector (QA) observed the contractor's welding personnel performing Complete Joint
Penetration (CIP) weld repairs on welds that have been rejecied by the contractor's Quality Control (QC)
Ultrasonic Testing (UT) technicians. The contractor's QC inspector Mr. Zheng Zhi Wei informed the QA
inspector that the repairs were being performed in conformance with WPS-345-SMAW-2G (2F)-repair and
WPS-345-FCAW-2G (2F)-repair. The QA inspector noted that the contractor had not performed Magnetic
Particle Testing (MT) of the excavated areas prior to welding as specified in the repair WPSs on the following
repaired weld joints: FB205-051-043, FB205-049-006, FB205-050-046, FB203-052-005 and 006 in CH16,
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.”

Approved Repair WPS numbers; WPS-345-SMAW-2G (2F)-repair and WPS-345-FCAW-2G {2F)-repair
“*Grind all repair areas to bright metal and perform Maguetic Particle Testing prior to the start of welding”.
Who discovered the problem:  Steve Hall

Name of individual from Contractor notified:  Yu Kum Ming

Time and method of notification: 1000 hours, Verbal
Name of Caltrans Engineer notified:  Ching Chao
Time and method of notification: 0800 hours, Email
QC Inspector's Name: “Zbeng Zhi Wej

Was QC Inspector aware of the problem:

‘H} TL-15.Qualiy Assuronee - Non-Canformance Repary #
A P 3
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 Yesl2 No v
Contractor's proposal to correct the probiem:
NiA
Comments: -
This report is for the purpose of determining conformance with the coniract documents and is not for the
purpose of making repair or it for purpose recommendztions, Should you reguire recominendations
coneerning 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

{hl’ TL-15.Quality Assuraney -- Non-Conformonce Repart
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AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01
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REPORT NO. #4548 B787-UT-8840 DATE 2009.08.29 PAGE 1 OF 2 Revision No: 0

PROJECT NO. : T3R5 ZP06-787 CONTRACTOR: CALTRANS

ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4

o X205C FLOOR BEAM FB205 }
5 275 g MM TSR
REFERENCING CODE %11 ACCEPTANCE STANDARD#Z 45 PROCEDURE NO. BFHE

WELDING PROCESS 1R

JOINT TYPE 5 &kk7d

CALIBRATION DUE DATE {i 2245 F 8 % 15

(FORM# ZPQC-UTO01)

FCAW CORMER-JOINT Dec. 2857 2009
EQUIPMENT 4 MANUFACTURER #li % MODEL NO. %5 SERIAL NO. P74 S
UT SCOPE PANAMETRICS EPOCH-4B 22128221 1 g?;:ggg: ‘1’
CALIBRATION BLOCK itk COUPLANT 3247 MATERIALITHICKNESS #%}HE
AWS IIW BLOCK TYPE 11 CM.C A7D9M-345T2-X 18/25/20mm
TRANSDUCER #3k
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
HIET RE Bz R I R gz Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £3% R & ¥ 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ U DISCONTINUITY Fedi g
WELD S |14 lw |~lgle |5 | - "
Zm |28 % g | B % HEE % 2 LOGATION OF DISCONTINUITY : x| ¥
IDENTIFICATION |E % S |s= | C B2 3585 & AMEZALE (mm) 2 | «x
é o= 8 E*_ 8 & . = |k F (= E i% E
RAENES % E & H Sound Depth from 4 E é
- a|lb|lc|d ngzlh li'ar.h Surﬁce Frgé: X FT;’E";’Y }'_n’
ER BRI [=}
FB205-048-005 70 32 ACC. | 100%
FB205-049-006 70 32 ACC. | 100%
FB205-049-009 70 32 ACC. | 100%
FB205-049-012 70 a2 ACC. | 100%
FB205-050-005 | 1 70 | A 1139|321 [+6] 20 37 12 -10 60 REJ. | 100%
FB205-050-006 70 32 ACC. | 100%
FB205-050-009 70 32 ACC. | 100%
EXAM]I\IED BYE#f REVIEWED BY A&7
S b?-”‘\ o D A dT‘f‘ 5
LEVEL -1l SIGN |/ 5 ﬂ LEVEL - 1| SIGN g/ 0" 5709/ J
RREE / QoM F/CUSTOMER
~ ,//7 — . i
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REPORT NO. %455 B787-UT-8540 DATE 2009.09.29 PAGE 2 OF 2 Revision No: 0
DECIBELS# 1 DISCONTINUITY R g
. 1 &
LI I R P N s | %
z B < ¥ EE|ST(REolSE LOCATION OF DISCONTINUITY o &
or|Zs|oE| X [EaBs2S|Es FELE o
IDENTIFICATION |Elk | =S |58 | C B -sdce MR A(mm) 23 <
I=|op |0 = kO e 5
sgsre |8 |9 E B £5 | E
REEMERS g E ~ Sound Depth from ; E o
= Length : From'X | From"Y 0
al|lb|e d BB Path Surface o 55y 0
: B | EXTRE . o
FB205-050-012 70 32 ACC. 100%
FB205-051-005 1 70 A 1 |41 32]2 |+7| 20 55 20 -10 45 REJ. | 100%
FB205-051-006 1 70 A 1139 |32|0 |+7]| 20 30 8 -10 55 REJ. | 100%
FB205-051-009 70 32 ACC, 100%
FB205-051-012 70 32 ACC. | 100%
FB205-052-005 1 70 A 1140 |3z|1 |+7| 40 38 12 -1 65 REJ. | 100%
2 70 A 1132 (32|1 |+ 20 37 11 12 35 REJ. | 100%
3 70 A 1 |40 |32|2 |+6| 20 45 14 7 25 REJ. | 100%
FB205-052-006 1 70 A 1039|321 |+6| 20 40 14 7 45 REJ. | 100%
FB205-052-009 70 32 ACC. | 100%
FB205-052-012 70 32 ACC. 100%
BLANK
EXAMII?ED BYZEiR REVIEWED BY %#
i f@m %A« \ ) f'/(./‘ JOA_/p [\u
LEVELJ- Il SIGN ;L DA'}‘/E U> 3? LP LEVEL - Il SIGN I (}’ f7§ )é)
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REPORT NO. iH44E B787-UT-8940R1 DATE 2008.10.14 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T84S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
. X205C FLOOR BEAM FB205
2R BHE MHIERS i
REFERENCING CODE #5315 ACCEPTANCE STANDARDEZ {7 PROCEDURE NO. EfFHE
AWS D1.5-2002 - AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 184 JOINT TYPE B4R - |CALIBRATION DUE DATE {8247 TF 3 54 48
FCAW SMAW CORNER-JOINT Dec. 2857 2009
EQUIPMENT %% MANUFACTURER #li& MODEL NO. #3455 SERIAL NO. F¥&S
‘ 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i®k COUPLANT #2457 MATERIAL/THICKNESS i#$t E 5
AWS IIW BLOCK TYPE I cM.C AT09M-345T2-X 18/25/20mm
TRANSDUCER iF:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
I BE M R~ FIEE fafE G el
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #3%5 RHE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ DISCONTINUITY Fegit 5
i i @ .
WELD S |3 |¥ |sls |2 5. 3 e
Z Q| = % |58 8E LOCATION OF DISCONTINUITY 2 e
w = — = = - =0
IDENTIFICATION | 2 Ig | & S5 Eg3 S35 EE 2 TG T (mm) =2 |
am 5 5 = = = 'H5 =
g=5E|29| o < 2x | E
JHE 8 - 4 —t
RARERS % E -l Sound Depth from i g o
= Length From'X | FromY 1)
a b c d e Path Surface o —~ an
B | EXRORE | - a
FB205-050-005 | 1R1 | 70 32 ACC. | 100%
FB205-052-005 | 1R1 | 70 32 ACC. | 100%
FB205-052-006 | 1R1 | 70 32 ACC. | 100%
FB205-051-005 | 1R1 | 70 32 - ACC. | 100%
FB205-051-006 | 1R1 | 70 a2 acc. | 100%
BLANK

AFTER B-WR7980. 7983. 7984, 7981. 7982.
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REPORT NO. {4542 B787-UT-8039 DATE 2009.09.28 PAGE 1 OF 2 Revision No: 0

PROJECT NO. : TI244S ZP06-787 CONTRACTOR: CALTRANS

ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4

. X205D FLOOR BEAM FB204
B R HE MMITERE

REFERENCING CODE £:#%

AWS D1.5-2002

EHIE -

ACCEPTANCE STANDARDIES i

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. B#S

WELDING PROCESS B#7i%

JOINT TYPE Jf5&28 8!

CALIBRATION DUE DATE {{ 238 IE 4 343

Ve B2 P

FCAW CORNER-JOINT Dec. 2857 ,2009
EQUIPMENT # % MANUFACTURER i#liE i MODEL NO. B 5 SERIAL NO. FF7#%#S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i#t COUPLANT #&71 MATERIAL/THICKNESS #1# [H &
AWS [IW BLOCK TYPE I c.M.C AT09M-345T2-X 18/25mm
TRANSDUCER #£3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
SR AR ETES R i RE i Rt
Changchac 70° 2.5MHz 18x18mm
Changchao o° 2.5MHz 20mm Reference Level #3% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 U DISCONTINUITY FE&tik 5
. 5
WELD g |4 o ~lg_lg_|le. |z 2 #
= e <. | ® [=3|58[6 8l F LOCATION OF DISCONTINUITY > o L
p | = = T > > © = =
o | Ze|cE| K |E5l53[E8IE5 TR i
IDENTIFICATION |Elk |nS|=s82(C Bg-leice =L (mm) 25 | £
<:m|pE|loe = & = 2 £
e = o= E 8 .E' = %
BRI S 2 & ~ Sound | Depth from . 5 o
= Length From'X | From"Y 0
alb|lcf|d L Path Surface 5EX Y ]
oy BRmWEE o
FB204-040-037 70 32 ACC. 100%
FB204-049-040 70 32 ACC. 100%
FB204-049-043 1 70 A 1 139 132| 0 | +7 20 30 8 -10 50 REJ. 100%
FB204-048-046 1 70 A 1 141132 3 | +6 20 60 19 -10 45 REJ. 100%
FB204-050-037 70 32 ACC, 100%
FB204-050-040 70 32 ACC, 100%
FB204-050-043 70 32 ACC. | 100%
EXAMINEP BYE&% REVIEWED BY H#
l\ A w./Q’ﬂ = 0 AN M
l :
LEVEL - || SIGN n' DAJIE 6) 9 / LEVEL -1l SlGN DATE / Z 2P
HRESE / QCM \ Fi FCUSTOMER /
[ SIGN/ B DATE ;oo w T |ETsieN B8 DATE

(FORMZ ZPQC-UTO01)



(FORWE zPQC-UT01)

! - el e eoncrsir
—=Eey | REPORT OF ULTRASONIC EXAMINATICN
=

: a7 A
| LEEHC UTHR R
REPORT NO, f$4S B787-UT-8939 DATE 2009.09.28 PAGE 2 OF 2 Revision No: 0
DECIBELS4+ DISCONTINUITY FELif: g
d 13} c T '§ ”
WELD = = i ~ s 18 |8 _|s = #
z |Sx|2.|% EelssEEEe LOCATION OF DISCONTINUITY g . =
o |Z=|wE | x [E3|53|Z8[E st i Wz
IDENTIFICATION |ER |y |8 | B s |2tz e LA (mm) 25 %
gz =3 Lo = 1= =i
o~ |B%|B¥ | o - Ex | £
r ';Iér‘__ ﬁ-__ = m -t
REHRT z E = Sound | Depthfrom 4 5 e
= Length From'X | From'Y o
a b c d e Path Surface o sy o
A2 | ExEmEE | 5 a
FB204-050-046 | 1 | 70 | A | 1 |43 |32|4 |+7| 20 78 20 -10 80 REJ. | 100%
FB204-051-037 70 3z ACC. | 100%
FB204-051-040 70 a2 ACC. 100%
FB204-051-043 | 1 | 70 | A | 1 |39{32]2 |+5| =20 50 16 7 50 REJ. | 100%
FB204-051-046 70 a2 ACC. | 100%
FB204-052-037 70 32 ACC. 100%
FB204-052-040 70 a2 AcC. | 100%
FB204-052-043 70 32 acc. | 100%
FB204-052046 | 1 | 70 | A | 1 |39 32| 1 |+6]| 20 41 13 & 65 REJ. | 100%
BLANK
EXAMINED BY 4R REVIEWED BY %@
Q*“‘\ FQ/ " A ot . ]
LEVEL - I SIGN DJ\TE / ? J;?Vf LEVEL -1l SIGN / DATF’ ﬁ;f }j
45 g U
JMREE / acM ( A/ CUSTOMER
e P Fasadl /
: 1 \ . 7 . !
5 SIGN / H3H DATE M = J_J 4% SIGN / B} DATE ( i
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REPORT NO. #4435 B757-UT-8930R1 DATE 2009.10.14 PAGE 1 OF 1 Revision No: 0

PROJECT NO. :T24iS ZP06-787 CONTRACTOR: CALTRANS

d[TEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4

) %205D FLOOR BEAM FB204 .
Eg o He nHITESS

AWS D1.5-2002

REFERENCING CODE £33

J‘

1N

ACCEPTANCE STANDARDZERizHE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. ZF& %S

ZPQC-UT-01

WELDING PROCESS {2 75%

JOINT TYPE B4R

CALIBRATION DUE DATE {¥ $1

EEZN

£F SIGN / A DATE

%5 SIGN / Hilll DATE

FCAW CORNER-JOINT Dec. 2857 2009
EQUIPMENT #4%& MANUFACTURER #I3 T MODEL NO. #3234 SERIAL NO. FE7I43 5
071565311, 061488510,
4
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #4571 MATERIAL/THICKNESS #4 #l /I
AWS IIW BLOCK TYPE T C.M.C ATO09M-345T2-X 18/25mm
TRANSDUCER ##ik
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
il BE W= R=F HIET BE b7k R
Changchao 70° 2.5MHz 18x%18mm
Changchao 0° 2.5MHz 20mm Reference Level 2% R E 20dB
|Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# T DISCONTINUITY A&k 5
. . =
WELD 2 13 |8 |al_lg 5.z, 3 =
= P | = H E = E = E E E § g = £ LOCATION OF DISCONTINUITY u>.! by 2
IDENTIFICATION | 21z | S8 == |8 323588 TIELALHE (mm) 2Z =
<= [HE[S& =R E 32 £
g™ gE|le™ | O £ §
JEL g 30T 8- & =
RAERIRS % E < Sound Depth from . E o
=t Length From’™X | From'Y h
al|b c|d 2 Path Surface X o o
e | ExmmE | = o
- FB204-050-046 | 1R1 | 70 32 ACC. 100%
FB204-051-043 1R1 70 32 ACC. 100%
FB204-049-043 1R1 70 32 ACC. 100%
FB204-049-046 1R1 70 32 ACC. 100%
FB204-052-046 1R1 70 32 ACC. 100%
BLANK
AFTER B-WR7978, 7977, 7979, 7975, 7976.
EXAMINED BY 34§ —_ REVIEWED BY §#
X 1
LEVEL-1l SIGN / DAT 5) ( 0. (\Q’ [LEVEL -1l SIGN / *&ﬁ (} v >., (9, \f
HREZE / QCM F FFCUSTOMER
i fidwn1af. (915

{FORM# ZPQC-LiT01)
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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-000441
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  13-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0435

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:  06-Oct-2009

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed the contractor's welding personnel performing Complete Joint
Penetration (CJP) weld repairs on welds that have been rejected by the contractor's Quality Control (QC)
Ultrasonic Testing (UT) technicians. The contractor's QC inspector Mr. Zheng Zhi Wei informed the QA
inspector that the repairs were being performed in conformance with WPS-345-SMAW-2G (2F)-repair and
WPS-345-FCAW-2G (2F)-repair. The QA inspector noted that the contractor had not performed Magnetic
Particle Testing (MT) of the excavated areas prior to welding as specified in the repair WPSs on the following
repaired weld joints; FB205-051-043, FB205-049-006, FB205-050-046, FB205-052-005 and 006 in CB16.
Contractor's proposal to correct the problem:

Perform required NDT and increase Quality Control supervision during welding.

Corrective action taken:

Contractor submitted NDT reports verifying that the repairs are in conformance with Contract specifications.
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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